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Abstract: This work is aimed at the development of new green composite
materials through the incorporation of the solid organic waste (SOW) in a
thermoplastic matrix. After being ground, the organic waste was exposed to a
sterilization process, though an autoclave cycle, in order to obtain a complete
removal of the bacterial activity. The SOW was found to have a high amount of
water, about 65-70%, which made uneconomical its further treatment to reduce
the water amount. Therefore, a water soluble polymer, poly (vinyl alcohol) (PVA)
was chosen in order to produce SOW based blends. However, in order to reduce
the viscosity of the PVA/SOW slurry, further amount of water was added. The
very low viscosity attained by the water suspension allowed to process the
PVA/SOW blends by a pressure-free process, for the production of samples,
which were afterwards subjected to physical and mechanical characterization.
Flexural tests showed the promising properties of the developed blends. In
particular, the relevance of porosity was assessed. Increasing the water amount
involved a signification increase of porosity, due to a faster water evaporation
during processing. On the other hand, compared to neat PVA, addition of SOW
allowed to significantly decrease the porosity of the produced samples. Despite
this, the mechanical properties of the PVA/ SOW blends were shown to be lower
than those of neat PVA processed analogously.
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1 Introduction
In recent years, different events, including the increase in the world population, the improvement of
economic conditions and a sudden development of the industrial sector, led to a rapid growth in the
production of waste.
The evolution and diversification of production processes caused a continuous change in the quantities
and compositions of urban solid waste, thus generating several problems related to transport, storage and
disposal. Therefore, the possibility to re-use the waste in a sustainable way assumes a primary importance,
in order to improve the efficiency of waste management and reduce its negative effects on the environment
and on population [1].
A particular kind of waste is the organic fraction of solid urban waste (SOW), or municipal solid waste,
which represents about 40% by weight of municipal waste [1]. The high quantity of water contained in
SOW promotes a rapid decomposition in presence of different kinds of bacteria, which can however be
pathogens for humans and animals [2]. These features make SOW quite complex to be managed. It is
therefore essential to develop processes which allow a decrease in the bacteriological content and a longer
storage of the waste [3,4].
The aim of this work is the targeted recovery of organic waste by its transformation into a completely
inert dry material, which can be used for several applications, such as insulating panels for the building
sector or outdoor furniture.
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The production of a green blend based on solid waste requires the incorporation of the organic waste
into a matrix, which acts as a binder, thus reducing the danger of waste. Nowadays, the most widespread
application involves the use of inorganic matrices such as cement, clay and lime [5,6]. Nevertheless,
inorganic matrices have a series of disadvantages if used with organic waste. First, they can be attacked by
acids, causing the release of the material [7]. Also, cements and additives highly increase the weight of the
waste [8]. However, the main limitation is that the process is suitable only for the treatment of ashes
deriving from the SOW combustion process (consisting essentially of inorganic materials), and it cannot be
extended to materials rich of salts or organic components, since they can interfere with the setting and
hardening processes, thus leading to the production of a very porous structure [9,10].
An alternative to inorganic matrices consists in the use of organic reagents, such as thermoplastic
polymers; unlike the inorganic matrices, polymers do not chemically react with the waste, but carry out a
process which allows insulating the SOW through its encapsulation in the matrix [11,12]. The main
problem related to the use of thermoplastics lies in their high viscosities and processing temperatures
[13,14].
On the other hand, PVA is a water-soluble thermoplastic polymer, which can be processed without
heating to high temperatures [15]. Furthermore, PVA has a high biocompatibility, no toxicity and low costs
[16]. Nevertheless, PVA lacks adequate mechanical properties in different loading conditions [17];
therefore, many studies were carried out in order to improve its mechanical response, through the addition
of different fillers. A first route followed for improving PVA properties involved the production of
nanocomposites through the addition of halloysite nanotubes (HNT) [16] and carbon nanotubes (CNT)
[17,18]. An alternative way to reinforce PVA was found by the addition of natural fillers, such as cornstarch [19] and methylcellulose (MC) [20], which also allowed to preserve the biocompatibility and water
solubility of PVA. PVA nanocomposites were also produced with the addition of cellulose nanofiber (CNF);
however, a slower biodegradability was found for PVA/CNF compared to neat PVA [21].
In a previous work [22], the addition of different selected food wastes to PVA was found to improve
some of the mechanical properties of the material; in particular, walnut shells could be used for increase of
the materials modulus. On the other hand, addition of SOW in blend with PVA is expected to have some
further advantages compared to selected food wastes: among these, transforming the poorest fraction of
urban wastes into a valuable resource, avoiding the release of smells and percolates from SOW, and
reducing the cost of items produced with PVA.
Therefore, this work is aimed at studying the effect of the addition of SOW on the mechanical and
physical properties of PVA. Compared to previous work [22] the PVA/SOW blends were obtained by
varying the amount of water, as well as the PVA/SOW weight ratio. PVA/SOW blends produced by a
pressure-free process were subjected to physical and mechanical characterization, showing the potential of
the developed approach for the production of low environmental impact materials.
2 Materials and Methods
PVA used in this work is KurarayPoval 3-85, a partially saponified grade of polyvinyl alcohol, with a
degree of hydrolysis 84.2-86.2% supplied as fine powder/granules with defined grain size and a viscosity
of 3.4-4.0 mPa.s at 20°C.
The SOW used derived from the recycling of the urban solid waste. Once collected, SOW was ground
by using Electrolux EGO23000x shredder. Then, SOW was put in the Steristeam 2 autoclave, in order to
carry out a sterilization process which involved the elimination of the bacteria. The complete bacterial
removal, confirmed by bacterial analyses, was achieved with an autoclave cycle at 121°C for 20 min, and
a pressure of 1 bar.
A simultaneous thermal analyzer Netzsch STA 409 was used for thermogravimetric (TGA)
characterization of SOW, heating samples from room temperature to 700°C at 10 °C/min in N2 atmosphere.
Ten replicates were performed in order to measure the water amount of SOW. For comparison purposes,
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bigger scale tests were performed by drying a pre-weighted amount of SOW (about 5 Kg) at 80°C to
constant mass (which about took 24 h). Even in this case, ten replicates were performed.
Infrared spectra were recorded in the wavelength range between 4,000 and 400 cm-1, using a Fourier
Transform Infrared spectrometer (FTIR) Jasco 6300 and KBr round crystal window. Each measurement
was obtained with 128 scans and 4 cm2 of resolution.
Rheological analyses were carried out on a Rheometrics Ares rheometer. Dynamic tests were
performed on PVA samples, in order to analyze the effect of the water amount on the viscosity of the sample.
A double plate geometry was used, setting a gap of 0.3 mm, constant oscillatory amplitude (1%) and
frequency (1 Hz). Tests consisted in a temperature ramp from room temperature to 110°C.
A DINO-LITE digital microscope was used to observe PVA samples with increasing water content.
Images of all samples were obtained with a 50x magnification; afterwards, the average diameter of the
pores was calculated by using the DinoCapture software.
Different mixtures of PVA and SOW were produced, by dissolution in water. Addition of water is
required in order to reduce material viscosity, and allow an efficient processing of the material in a pressure
free process. On the other hand, water can be removed after processing by heating to a temperature at which
the rate of water evaporation is high enough. In any case, the maximum temperature attained during
processing is much lower than that required for processing of PVA by conventional thermoplastic
processing, which requires heating above the melting of PVA (which is about 225°C). Processing at low
temperatures is essential in order to avoid degradation of the SOW. However, the SOW itself is
characterized by high amount of water, which contributes to the added water in order to reduce the viscosity
of the suspension. Therefore, it is very important to point out the difference between the total amount of
SOW added in the mixture, also including water, and the amount of dried SOW (dSOW) which remains in
the sample after water evaporation. If wdSOW is the required weight fraction of dSOW in the final mixture,
the actual amount of SOW to add to the mixture, 𝑀𝑀𝑆𝑆𝑆𝑆𝑆𝑆 also including water, can be estimated from:

𝑤𝑤𝑑𝑑𝑑𝑑𝑑𝑑𝑑𝑑 =
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where 𝑤𝑤𝐻𝐻2𝑂𝑂,𝑆𝑆𝑆𝑆𝑆𝑆 is the water content of SOW. Inversion of Eq. (1) yields the weight fraction of SOW to
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On the other hand, the final weight fraction of water can be estimated as:
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where 𝑀𝑀𝐻𝐻2𝑂𝑂,𝑆𝑆𝑆𝑆𝑆𝑆 is the water amount in SOW and 𝑀𝑀𝐻𝐻2𝑂𝑂,𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎𝑎 is the amount of added water. Inversion of
Eq. (3) yields the weight fraction of added water:
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Therefore, Eq. (2) and Eq. (4) were used for proper preparation of the different mixtures as reported
in Tab. 1, where the composition of each sample is referred to the dried fraction of SOW, dSOW. The first
four samples were obtained by varying the amount of water for a fixed 1:1 ratio between PVA and dSOW,
whereas the other samples are characterized by a constant water amount, and varying proportions between
PVA and dSOW.
All the mixtures were poured in silicon molds and put in a static oven at 65°C for the time necessary to
complete the water evaporation. For comparison, mixtures with only PVA and water were also produced.
Also, two sets of 5 samples (with and without SOW) were pressed by using a CAMPANA hot press, in order
to obtain thick specimens without porosity. For this purpose, samples were placed in a 0.5 thick mold and
heated up to 200°C in a forced convection oven, followed by pressing in a hot press (Campana, Italy) under
20 tons force.
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Table 1: Composition of mixtures
Formulation
W66_P17_dSOW17
W60_P20_dSOW20
W56_P22_dSOW22
W50_P25_dSOW25
W50_P50
W50_P33_dSOW17
W50_P30_dSOW20
W50_P20_dSOW30

Water (%)
66
60
56
50
50
50
50
50

PVA (%)
17
20
22
25
50
33
30
20

dSOW (%)
17
20
22
25
0
17
20
30

Flexural tests were performed on samples obtained after inertisation, using a LloydLR5K and a
crosshead speed of 1.5 mm/min.
3 Experimental Results
Fig. 1 shows a typical TGA curve for SOW. As it can be observed, the SOW shows a first weight loss
at temperatures up to 150°C, which is due to water evaporation. A second weight loss observed between
250°C and 650°C is due to degradation of the organic fraction of the SOW. The weight loss corresponding
to water evaporation was estimated to be 65 ± 6%, whereas the weight loss of the second degradation step
leaves about 8% of solid residue at temperatures higher than 700°C. Referring to Eq. (4), the value of
wH2O,SOW is also highlighted in Fig. 1. Also, the results of Fig. 1 highlight the relevance of low processing
temperatures. In facts, as SOW is mixed with PVA, processing by conventional thermoplastic routes would
require heating to temperatures higher than 230-240°C, which in turn could result in SOW degradation.
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Figure 1: TGA curve of SOW
Bacterial analyses were carried out on SOW before and after autoclave treatment, by spotting the
samples on an L agar slab and incubating at 37°C overnight. Results, shown Fig. 2, indicates a complete
removal of the bacterial load with autoclave sterilization.
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Figure 2: Bacterial analyses on SOW before and after autoclave treatment
FTIR analyses carried out on SOW before and after the autoclave cycle are reported in Fig. 3, showing
that the autoclave treatment involves the complete sterilization of the SOW without any significant
modification in its chemical composition. In fact, besides a light decrease of the intensity, all the typical
peaks of the SOW are visible at the same wavenumber.
In particular, the two peaks related to the C=O and C=C stretching are well visible in 1900-1400 cm-1
region for the SOW after autoclave cycle. For the SOW before autoclave cycle, the C=O stretching peak at
1730 cm-1 is partially covered by the C=C stretching 1640 cm-1.
100
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80
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SOW before autoclave cycle
SOW after autoclave cycle

0
4000 3500 3000 2500 2000 1500 1000
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Figure 3: DSC analysis on SOW before and after autoclave cycle
The typical evolution of the viscosity of PVA dissolved in water during thermal treatment up to 105°C
is reported in Fig. 4 for two different amounts of water, 50% and 66%. As it can be observed, for the sample
characterized by the lower water amount, the viscosity initially decreases, as a consequence of the viscosity
decrease of water. After reaching a minimum value, viscosity increases due to water evaporation, which, at
105°C, is almost complete. Therefore, PVA/SOW blends can be processed, upon addition of water, at much
lower temperatures than those required for standard thermoplastic processing. In addition, comparison with
the TGA results of Fig. 1 indicates that processing of PVA/SOW/water suspensions can be done at
temperatures much lower than the degradation temperatures of SOW.
The room temperature viscosity of water/PVA solution decreases as the water content is increased to
66%, as clearly observed in Fig. 4. On the other hand, as temperature increases, the viscosity reduction is
less evident compared to the sample with 50% of water. This is attributed to the faster evaporation of water,
which yields a viscosity increase, and counterbalances the viscosity reduction of water. This effect if also
highlighted by the sharp increase in slope for W66_P34, indicating a faster water evaporation if compared
to W50_P50 sample.
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Figure 4: Rheological analyses on PVA samples with different water amounts
The amount of water added during mixing of PVA and SOW also has a significant influence on the
morphology of the produced samples after water evaporation. This is highlighted in Figs. 5(a)-5(d), which
shows the optical microscopies of neat PVA samples with different water contents. As water evaporates, voids
are formed inside the bulk of the polymer. A faster evaporation of the water, resulting from a higher initial
content of water, as highlighted from the results of Fig. 4, involves the formation of bigger pores, as shown
by comparison between Figs. 5 (a)-5(d) and the corresponding average pore dimension, reported in Tab. 2.

1 mm

1 mm

a

1 mm

1 mm

b

d
c
Figure 5: 50X magnification on PVA samples with a) 50% of water, b) 56% of water, c) 60% of water, d)
66% of water
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Table 2: Average pore diameter of PVA samples at different water contents
Sample
Average pore diameter (mm)

W50_P50
0.39 ± 0.06

W56_P44
0.50 ± 0.08

W60_P40
0.71 ± 0.08

W66_P34
1.15 ± 0.12

The typical stress-strain curves for samples with different amounts of water and a fixed 1:1 ratio between
PVA and dSOW, are reported in Fig. 6.

Figure 6: Stress strain curves of PVA-dSOW blends with different amount of water
The mechanical properties of PVA/dSOW blends are reported Fig. 7.
Also in view of the relatively wide error bars associated to measurement, one-way analysis of
variance (ANOVA) was performed in order to better highlight the effect of the water amount on each
mechanical characteristic.
The significance of water amount was tested by calculating the F value, as the ratio of the variance
between the means to the variance of the experimental error. The F value was then used in order to calculate
the corresponding p value, which was then compared with the confidence level, α = 0.05. According to
ANOVA, p > α, corresponds to the null hypothesis (equivalence of the means), whereas p < α indicates
that the population means are significantly different [23].
The p value calculated for the flexural modulus, strength and strain at break are p < 1*10-5, p = 0.0193
and p = 0.0005, in any case much lower than the confidence value, indicating the statistically relevant effect
of the amount of water on each of the flexural property of the material.
Therefore, in any case, for all the produced samples, flexural modulus (Fig. 7(a)), strength (Fig. 7(b))
and strain at break (Fig. 7(c)) decrease with increasing water amount.
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Figure 7: Mechanical and physical properties of PVA/dSOW blends with different amount of water
The decrease of the mechanical properties can be explained by considering the results for the void
fraction, which was estimated as:
𝑥𝑥𝑣𝑣 = 1 −

ρ
𝜌𝜌𝑇𝑇

(5)

where ρ is the measured density, and 𝜌𝜌𝑇𝑇 the theoretical density, estimated from the rule of mixtures, by
considering a PVA density of 1.26 g/cm3, from the materials technical data sheet, and a measured density
for dSOW of 0.99 g/cm3. The results reported in Fig. 7(d) clearly show that the void fraction increases as
the water amount increases. This can be explained by considering the higher amount of water released
during evaporation, which remains partially entrapped in the polymer matrix. Besides this, increasing the
water content involves a significant increase of the pore dimension, as reported in Fig. 5. Both the increase
of the void fraction, and the increase of the pore dimensions, which are observed as the water amount
increases, are responsible of the decrease of the mechanical properties reported in Fig. 7 .
For comparison purposes, samples were produced by compression molding of PVA and PVA/dSOW
with a ratio 1:1 and 50% of water. Results reported in Fig. 8 and Tab. 3 show that neat PVA is characterized
by a flexural modulus comparable to values typically reported in literature for thin films [24]; on the other
hand, the lower values for flexural strength and strain at break are due to the incomplete densification of
PVA during the compression molding; in facts, as observed in Tab. 3, the density attained at the end of the
process is lower than the theoretical value for PVA, which is 1.26 g/cm3, and allows to estimate a void
fraction of 0.18 for W50_P50. The flexural modulus of compression molded samples is not significantly
modified upon addition of dSOW, as evidenced by the results of Fig. 8 and Tab. 3; on the other hand, the
flexural strength and strain at break are significantly reduced compared to neat PVA. However, density data
reported in Table show that addition of SOW allows to significantly increase the density of PVA; from Eq.
(5) and the rule of mixture, the void fraction of sample W50_P25_dSOW25 approaches zero. In a previous
work [22] this was shown to depend on the different rate of water release for neat PVA and PVA_dSOW.
In the case of neat PVA, water is absorbed in the hydrosoluble PVA molecules, and therefore released very
fast at high temperatures, which causes high amounts of steam to be entrapped in the bulk of the polymer.
Addition of SOW reduces the temperature of water evaporation, which occurs more slowly already during
the heating stage, thus allowing for a more efficient stem removal. Therefore, the results obtained on
compression molded samples indicate that SOW is able to reduce the void fraction of PVA samples; despite
this, its addition involves, a reduction of the mechanical properties. However, the mechanical properties of
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the PVA/SOW blends are better than those reported for our PVA based blends, as for example PVA/
chitosan, which was shown to reduce the strength by a factor of 50%, the strain at break by a factor of
almost 90% [25]. Addition of poly(ethylene glycole) (PEG) in lower amounts (15%) than those used in this
work for SOW was also found to reduce the strength and strain at break by a higher extent than the values
reported in Tab. 3 [26].
35
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15
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5
0
0,0
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0,4
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0,6
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Figure 8: Stress-strain curves of compression molded PVA and PVA_dSOW
Table 3: Mechanical properties of compression molded PVA and dSOW
W50_P50_
W50_P25_dSOW25

E (MPa)
4025 ± 292
4201 ± 298

σR (MPa)
35 ± 8.99
28.2 ± 4.5

εR (%)
8.66E-1 ± 2.51E-1
7.79E-1 ± 5.60E-2

ρ (g/cm3)
1.04 ± 0.04
1.16 ± 0.07

The mechanical properties of sample W50_P25_dSOW25 produced by compression molding are much
higher than the corresponding properties of the same sample produced by pressure-free process, as
highlighted from the results reported in Fig. 9. In any case, the difference in the mechanical properties can
be explained by considering the high void fraction of the sample obtained by pressure free process.
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Figure 9: Comparison in mechanical properties of sample W50_P25_dSOW25 produced by compression
molding (W50_P25_dSOW25_CM) and pressure-free process (sample W50_P25_dSOW_PF)
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On the other hand, it was not possible to process by pressure-free technologies the PVA/dSOW blends
at amounts of water than lower than 50%. Therefore, 50% of water was chosen as good compromise
between mechanical properties and processability. In the following analysis, samples were produced by
varying the amount of dSOW compared to PVA. Typical stress-strain curves are reported in Fig. 10 and
resulting mechanical properties are reported in Fig. 11. For comparison purposes, a sample, labeled as
W50_P50, obtained without addition of dSOW, was also produced.
W50_P33_dSOW17
W50_P30_dSOW20
W50_P25_dSOW25
W50_P20_dSOW30
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Figure10: Stress strain curves of PVA/dSOW blends with different ratios between solid fractions
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Figure 11: Mechanical properties and density of PVA-dSOW blends in different amounts
As it can be observed, each of the flexural properties of PVA/dSOW is lower than the corresponding
value for neat PVA. In facts, ANOVA provided for the flexural modulus, strength and strain at break p =
0.0014, p < 1*10-5 and p = 0.0029 respectively, which indicates the statistically relevant effect of the
addition of SOW on the mechanical properties of PVA.
However, there is no significant difference between the flexural properties of the samples obtained at
different amounts of dSOW. In facts, one-way ANOVA performed excluding the sample at 0% dSOW, and
therefore with four different levels, corresponding to the four different amounts of dSOW, provides p =
0.21, p = 0.47, and p = 0.18 for the flexural modulus, strength and strain at break. Therefore, in each case
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the p value is higher than the confidence level p = 0.05, indicating that the difference between the samples
obtained at different amounts of dSOW is not statistically significant. In contrast, the effect of the amount
of dSOW on the void fraction (xv) of PVA samples is highlighted in Fig. 11(d). Addition of dSOW involves
a significant decrease of the void fraction of PVA_ dSOW blends; this is attributed to the aforementioned
effect of dSOW, which is able to reduce the temperature of water evaporation, thus allowing for a slower
steam release in the bulk of the polymer. Therefore, despite a decrease of the void fraction, addition of
dSOW involves a decrease of the flexural properties of PVA; this is in agreement with the results obtained
on compression molded samples, reported in Tab. 3. This is due to the lower mechanical properties of
dSOW compared to neat PVA.
4 Conclusions
This work was focused on the production of blends between PVA and organic fraction of the municipal
solid waste, aimed at stabilization of municipal solid waste for reduction of odors and percolate. Among other
polymers, PVA was chosen as matrix, due to its water solubility, which allows blending with SOW without
any drying, energy consuming process. On the other hand, further addition of water to the blends allows
processing by pressure free process at room temperature, which does not involve any degradation of SOW.
Before blending with PVA, SOW was subjected to an autoclave cycle, which allowed obtaining a
complete bacterial removal. Then, SOW was blended with PVA, by varying both water and SOW amounts,
and processed by a pressure free process.
Viscosity tests showed that during thermal treatment, water evaporation involves a viscosity increase,
finally leading to setting of the blends. As the water amount is increased, water evaporation occurs at lower
temperatures, leading to more porous structures, characterized by bigger pores.
Flexural tests highlighted the relevance of porosity on the evolution of the mechanical properties of the
blends. In general, mechanical properties decreased upon increasing of water content, which was attributed to
the higher porosity of the produced samples. However, once the amount of water remains constant, the
mechanical properties of the blends were poorly dependent on the relative proportion between PVA and
dSOW. In particular, addition of SOW, even in small amount, causes a significant decrease of the flexural
strength. The flexural modulus and strain at break show a reduction by a factor of about 20-25%. On the other
hand, there is no further reduction of the properties when the amount of SOW is increased to values up to
50%. Therefore, despite the decrease of the mechanical properties, the proposed approach allows to transform
the poorest fraction of the solid urban waste into a valuable material, contemporarily eliminating the problems
associated to smell and percolate release, and also allowing to reduce the costs of PVA.
Therefore, by properly tailoring the porosity of the material, and its mechanical properties, the
developed PVA/SOW blends could find use in different industrial applications. Materials characterized by
higher porosity, and therefore lower mechanical properties, could find used as insulating panels, whereas
materials characterized by lower porosity, and therefore higher mechanical properties, could be used for
the production of garden furniture.
Acknowledgments: This work is funded by the project POIROT with CUP code B89J17000370008
supported by the MISE (Ministry of Economic Development) of Italy within the European Union’s Horizon
2020 research and innovation program. Eng. Mauro Pollini, Eng. Federica Paladini and Dr. Angelica Panico
are kindly acknowledged for bacterial analyses.
References
1.
2.

Marshall, R. E., Farahbakhsh, K. (2013). Systems approaches to integrated solid waste management in
developing countries. Waste Management, 33 (4), 988-1003.
Soobhany, N. (2018). Preliminary evaluation of pathogenic bacteria loading on organic Municipal Solid Waste
compost and vermicompost. Journal of Environmental Management, 206, 763-767.

1034

3.
4.
5.
6.
7.
8.
9.
10.
11.
12.
13.
14.
15.
16.
17.
18.
19.
20.
21.
22.
23.
24.

JRM, 2019, vol.7, no.10

Adebayo, F. O., Obiekezie, S.O. (2018). Microorganisms in waste management. Research Journal of Science
and Technology, 10 (1), 28-39.
Wagner, J., Bilitewski, B. (2009). The temporary storage of municipal solid waste-Recommendations for a safe
operation of interim storage facilities. Waste Management, 29 (5), 1693-1701.
Eliche-Quesada, D., Pérez-Villarejo, L., Iglesias-Godino, F., Martnez-Garca, C., Corpas-Iglesias, F. (2011).
Incorporation of coffee grounds into clay brick production. Advances in Applied Ceramics, 110 (4), 225-232.
Izquierdo, I. S., Ramalho, M. A. (2016). Use of residual powder obtained from organic waste to partially replace
cement in concrete. Dyna, 83, 195.
Lam, C. H. K., Ip, A.W. M., Barford, J. P., McKay, G. (2010). Use of incineration MSW ASH: a review.
Sustainability, 2, 1943-1968
Auer, S., Kuzel H. J., Pollmann, H., Sorrentino, F. (1995). Investigation on MSW fly ash treatment by reactive
calcium aluminates and phases formed. Cement and Concrete Research, 25, 1347-1359.
Alba, N., Vázquez, E., Gasso, S., Baldasano, J. M. (2001) Stabilization/solidification of MSW incineration
residues from facilities with different air pollution control systems. Durability of matrices versus carbonation.
Waste Management, 21, 313-323.
Kikuchi, R. (2001). Recycling of municipal solid waste for cement production: pilot-scale test for transforming
incineration ash of solid waste into cement clinker. Resources, Conservation and Recycling, 31, 137-147.
Twidwell, L. G. (1999). Stabilization of Arsenic Bearing Solids, EPA Mine Waste Technology Program (MWTP),
Activity IV, Project 5. Revision 1, MWTP-82R1, 20.
Somerville, R. B. (1986). Encapsulation solidification of hazardous wastes. ASCHE Symposium-Hazardous
Waste Management, Overland Park, KS.
Heiser, J. H. H., Franz, E. M., Colombo, P. (1989). A process for solidifying sodium nitrate waste in polyethylene.
In: Cote, P. L. and Gilliam, T. M. (eds.), Environmental aspects of stabilisation and solidification of hazardous
and radioactive wastes, pp. 53-62. West Conshohocken, PA: ASTM International.
Carter, M., Baker, N., Burford, R. (1995). Polymer encapsulation of arsenic containing waste. Journal of Applied
Polymer Science, 58, 2039.
Gaaz, T. S., Sulong, A. B., Akhtar, M., Kadhum, A. A. H., Mohamad, A. B. et al. (2015). Properties and applications
of Polyvinyl Alcohol, halloysite nanotubes and their nanocomposites. Molecules, 20, 22833-22847.
Demerlis, C. C., Schoneker. D. R. (2003). Review of the oral toxicity of polyvinyl alcohol (PVA). Food and
Chemical Toxicology, 41, 319-326.
Stammen, J. A., Williams, S., Ku, D. N., Guldberg, R. E. (2001). Mechanical properties of a novel PVA hydrogel
in shear and unconfined compression. Biomaterials, 22, 799-806.
Abdullah, Z. W., Dong, Y. (2019). Biodegradable and water resistant poly(vinyl) alcohol (PVA)/starch
(ST)/halloysite nanotube (HNT) nanocomposite films for sustainable food packaging. Frontiers in Materials,
6(58), 1-17.
Cadek, M., Coleman, J. N., Barron, V. (2002). Morphological and mechanical properties of carbon-nanotubereinforced semicrystalline and amorphous polymer composites. Applied Physics Letters, 81 (27), 5123-5125.
Li, Y., Yang, T., Yu, T., Zheng, L., Liao, K. (2011). Synergistic effect of hybrid carbon nantube-graphene oxide
as a nanofiller in enhancing the mechanical properties of PVA composites. Journal of Materials Chemistry, 21,
10844-10851.
Guohua, Z., Ya, L., Cuilan, F., Min, Z., Caiqiong, Z. et al. (2006). Water resistance, mechanical properties and
biodegradability of methylated-cornstarch/poly(vinyl alcohol) blend film. Polymer Degradation and Stability,
91, 703-711.
Park, J. S., Park, J. W., Ruckenstein, E. (2001). Thermal and dynamic mechanical analysis of PVA/MC blend
hydrogels. Polymer, 42, 4271-4280.
Salehpour, S., Jonoobi, M., Ahmadzadeh, M., Siracusa, V., Rafieian, F. et al. (2018). Biodegradation and
ecotoxicological impact of cellulose nanocomposites in municipal solid waste composting. International Journal
of Biological Macromolecules, 111, 264-270.
Ferrari, F., Striani, R., Esposito Corcione, C., Greco, A. (2019). Valorization of food industries wastes for the
production of poly(vinyl) alcohol (PVA) biodegradable composites. Frontiers in Materials.

JRM, 2019, vol.7, no.10

1035

25. Montgomery, D. C. (2009). Introduction to statistical quality control, 6th edn, Hoboken. NJ: John Wiley and
Sons.
26. Ramezani Kakroodi, A., Cheng, S., Sain, M., Asiri, A. (2014). Mechanical, thermal, and morphological
properties of nanocomposites based on Polyvinyl Alcohol and Cellulose Nanofiber from Aloe vera Rind. Journal
of Nanomaterials, 1-7.
27. Agil, A., Soloman, P. A., Rejini, V. O. (2016). Preparation of chitosan-polyvinyl alcohol blends and
studies on thermal and mechanical properties. Procedia Technology, 24, 741-748.
28. Falqi, F. H., Bin-Dahman, O. A., Hussain, M., Al-Harthi, M. A. (2018). Preparation of miscible PVA/PEG blends
and effect of graphene concentration on thermal, crystallization, morphological, and mechanical properties of
PVA/PEG (10 wt%) Blend. International Journal of Polymer Science, 10.

