CHAPTER 1

Introduction

Most industries include pets food, biotechnology, fine chemical,

pharmaceutical, paints, coat thers use a lot of solvent in

. — m—
manufacturing processei?i 1@ year. Therefore, the waste
management, solvent re . \ eam become necessary in order

to save the environment;

In the solvent re ional meth s incineration, distillation,

stram stripping, biologic ' 'r't.__ ivate n adsorption have been

the oil refinery. However, v f foduct is not good, and also the energy

consumption is very high wh fpared o the membrane-based separation method.

bench scale membrane dégumming ocess for hexane-oil‘micella using commercially
available, modified, hexané'resistant, ultrafiltration membranes with 99.6% rejection of

phospholipid ﬁ'cﬂu%rg %%mm&mm@r weight (about 900

Daltons) and a siibstantial reduction i in color-pxgment with good poE?tlal for energy
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In the solvent recovery with the membrane separation, Thomson, Shaw and
Gudelis (1983) mentioned about the solvent recovery from foot oil by using modified
regenerated cellulose membrane as hydrophilic membranes. In process, Cold slack wax
was warmed up and mixed with solvent to dissolve the foot oil, and the solvent was

recovered from foot oil solution by contacting with one side of semi-permeable



membrane made of regenerated cellulose under pressure. This method was better than
passing the solvent-containing oil through a distillation tower in order to boil off the
solvent from oil because this tower required considerable amounts of thermal energy,

pump, tankage, etc.

As above reasons, the membrane separation technology has been successful over

tion processes are classified as reverse-

the conventional processes. The me
osmosis, nanofiltration, ultrafiltr. The membrane material should

be thermally, mechanically Hﬂhtmcal‘y st thstand the separation process

environment including the high*pressure, pew ntact with chemical agents.
On the market, the co o fatior
cessing a apse of th lack of
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(acrylonitrile) composi}g nanoﬁltratxon mmc f@
effects of crosslinking parameters: crosslinker concentration @nd crosslinking time. The
surface crosslinked chit«ﬁn yer of memb e ﬁ'ellmg in polar solvent, but

vents depending on the

increased the affinity or so vent flux for non polar solvents. However, this composite
y ﬁ po

nanofiltration hours. This result
might be assumﬂmnmﬂﬁ \ﬁ gnaged ﬂm:gree of crosslinking
was too ‘iﬁ f degree of
crossli &ﬁqtﬁ &Cﬁ:ﬁ% mﬁiﬁ cmﬁe E\:Is membrane

should be studied.

The primary objective of this study was to evaluate the effect of various
glutaraldehyde concentration and crosslinking time on subsequent the tensile strength and

the solvent resistance of chitosan films.
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