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Abstract

A study on the preparation of RDF with ASR materials from shredder line of end-of-life vehicles has been performed by using
hot molding method. ASR materials used in the work were plastics, fibers and sponge which were cut by less than 10 mm in
size prior to hot molding and 40, 60 and 80 mm mold in diameter were employed for RDF forming. It was found that heating
temperature, heating time and mixing ratio of materials played an important role in the hot molding of ASR materials. Density
of RDF samples prepared in the work was in the range of 0.5~0.9 gr/ml depending on the hot molding conditions and it was
decreased with increase in the content of sponge. Breaking strength of RDF samples was observed to 0.8~3.0MPa and it was
also increased with increase in density of RDF samples. Finally, when heating temperature was elevated, density of RDF was
increased due to increase in molten part of ASR materials which resulted in the enhancement of breaking strength of RDE
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Fig. 1. Configuration of hot molding of ASR materials.

Table 1. Analysis of ASR materials used in the work.

(unit: wt%, kcal/kg)

ASR materials Cl N Ash Calorific value
Plastics 3.94 0.17 7.85 9,800
Fiber 042 0.56 235 4,700
Sponge 0.24 0.16 11.8 6,100
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Fig. 2. Typical temperature profile with hot molding time in
the work.
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Fig. 3. Photos of RDF samples prepared by hot molding method.
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