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ABSTRACT

AL present polymer packaging industry is compelled to use PET based polymeric
materials to manufacture packaging materials for food packaging including wheat flour.
But these PET based materials are very expensive. Therefore many researchers are
investigating the possibilities of manufacturing polyethylene based packaging materials
(Though currently used HDPE based materials specially for manual packing system),
which are eco-friendly to replace expensive PET based materials.

However in polymer packaging industry, especially in flexible packaging, applications to
produce a low cost product is a big challenge while keeping the required properties
constant. There is a great possibility of rejection of the product by the market simply due
to unavailability of required properties. Then the manufacturer has to bear the losses due
to rejection and it might be a cause for loosing the customer and the goodwill of the
company. Therefore when manufacturing packing materials, it is important to ensure that
required properties continue to exist.

In this project an effort was made to identity good quality low cost eco-friendly products
for packaging of wheat flour.

Both field trials and laboratory trials were used to analyze the samples. In the ficld trials a
sample was prepared and was sent to customer’s plant. The main objective was to check
whether the sample was able to reach the required runability at form-fill seal machine.
The reason is most efficient packaging system of flour is form-fill seal machine system,
The physical properties such as tensile strength tear strength and puncture resistance were
checked as a laboratory testing. The main objective of checking the tensile strength and
tear strength was to check whether the material could be subjected to down guaging and

effective cost reduction and also the plastic film was strong enough to contain up to kg



relative dense products. Since the product has occasional sharp edges, puncture resistance

is also important.

The main objective of measuring the Water Vapor Transmission Rate (WVTR) of the
film is (o select the film with least WVTR because the shelf life of a product depends on

its water activity.
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