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ABSTRACT: 

Nylon 6-6 has been prepared by continuous interfacial polycondensa-

tion from hexamethylene diamine and adipyl chloride in a stirred system. 

The effect of monomer concentration and stirring on the intrinsic vis-

cosity of polyamide 6-6 solution in formic acid (90%) was determined. 

As stirring rate and monomer ratio increased, the intrinsic vis-

cosity and polymer yield went through a maximum. Diffusion coefficient 

(DAB) for hexamethylene diamine was calculated and from that JD 
and mass 

transfer coefficient /D
AB 

were calculated. A relation between Reynolds 

number and J
D 
factor was established by correlation curve. 
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INTRODUCTION: 

in 1928 W. H. Carothers worked with polyamides. Nylon 6-6 was first 

prepared in 1935 from adipic acid and hexamethylene diamine. Commercial 

production of Nylon began in 1939. (1). 

T The nylon numbering system is an abbreviated description of material 

used in the preparation. For example, nylon 6-6 means that diamine con-

tained six carbon atoms and the dibasic acid contained six carbon atoms. 

The diversity in type of polyamid resins is remarkably large. It 

results from wide choice of starting materials, variation in degree of 

reaction, modification through other chemical reactions. 

There are several methods to prepare polyamids. Of these methods, 

the following two are important. 

1. Condensation reaction 

2. Interfacial polymerization 

Condensation reaction takes place under high temperature and reduced 

pressure. Also, it requires special types of equipment which are expen-

sive. In interfacial polycondensation, reaction occurs at the interface 

of two immiscible liquids at room temperature. Equipment for this kind 

of reaction is simple and less expensive. 

Nylon 6-6 is a white translucent and crystalline material with an 

approximate melting point of 265
0 

C. and having 1.09 to 1.15 gms/cc den-

sity. Both as a plastic and as a fiber, it has high mechanical strength 

and temperature and chemical resistance. Its largest application is in 

the manufacture of fibers, films, and molded plastics. 
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It is the purpose of this paper to present a novel and relatively 

simple method to study intrinsic viscosity yield of nylon 6-6. 
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BACKGROUND AND THEORY: 

Basically, polymers have been divided into two main groups on the 

basis of a comparison of the structure of the repeating unit of the 

polymer with the structure of the monomer from which the polymer was 

derived. 

(A) Addition Polymer: 

An addition polymer is a polymer in which the molecular formula 

of repeating unit is identical with that of the monomer. Addition poly- 

merization involves chain reactions in which the chain carrier may be an 

ion or a reactive substance with one unpaired electron, called a free 

radical. 

CH C H 

x 

ADDITION ccLyMER  

(B) Condensation Polymer: 

In condensation polymerization, the polymer may be formed from 

monomers bearing two or more reactive groups of such a character that 

they may condense intermolecularly with elimination of a by-product, 

often water. 

Polymers may also be classified by their structural configuration, 

as per example linear, branched or cross linked polymers. 

In a linear polymer, the structural units are connected to one another 

in linear sequence. 



A— A—A— A —  its\ 

LINEAR POLYMER 

The branched polymers have side chains growing off at various pOints. 

BRAI4C1-1E'D 
Lyt—AER 

Crosslinked polymers are linked with small structural units. 

I I 

CROSSLINKED POLYMERS  

The extent of condensation polymerization may be controlled at any 

intermediate point, and the degree of polymerization is a measure of 

molecular weight, (2). Addition polymerization utilizes free radical or 

ion-forming types of catalysts, and the extent of addition polymerization 

is a measure of the percentage of monomer conversion. 

The effect of heat at high temperature on the stability of natural 

and synthetic polymers has been investigated. Study of thermal behavior 

of polymers, particularly on their thermal degradation, is of prime im-

portance from the scientific point of view. Practically all of the work 

done on nylon 6-6 involving the effect has been accomplished at tempera-

tures above the melting point. At these high temperatures, polymers under-

go both physical and chemical changes. Thermal oxidation, degradation, 

branching, crosslinking and further polymerization may cause the polymers 

to crosslink and degrade, or they may lead to acidic products which may 

cause further degradation. 

4 

A 
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The effects of heat on nylon 6-6 at temperatures above the melt-

ing point were investigated by Achhammer (4), and Liquori(1). In their 

reports, nylon 6-6 at high temperatures undergoes decomposition, cross-

linking, and the degradation. 

Achhammer (4) pyrolysed a polyamide sample at 4000  C. in vacuum, 

and gaseous products were CO, CO2' 
Hydrocarbons', and cyclopentanone. 

The mechanism is described as follows: 

R-NH-00-(CH2)4 -COOH 

 

R-NH
2 
+ CO2 

+ Cyclopentanone 

 

The fission in the -CO. (CH2). CO- units might decompose to hydrocarbons, 

CO
2' 

cyclopentanone, and CO. However, Liguori (1) could not find cyclo- 

pentanone or keto-diacids from pyrolysis of nylon 6-6 at 2755C. Hill 

(28) found that the free amino end groups in nylon 6-6 react and have 

a tendency to form secondary amine link. The secondary amino group is 

believed to act as a point for cross-linking and gel formation. 

-CO.NH.(CH2)6.NH2 + NH2(CH2)6.NH.00 

-CO.NH.(CH2 )6 .NH.(CH2 )6 .NH.00 + NH3 

Crosslink can only be formed in presence of few reactive sites which are 

sufficient to create dimensional network. The crosslinked product is no 

longer soluble in formic acid. 

Straus and Wall (29) suggested that most possible scission would 

occur at the two linkages shown by dotted lines: 

HI H H 

I I I 'I 
-C1C-C-N4-C 

III II III 
H

R
H 0 HIH 
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were bonding energy of normal C-C is 80 kcal and that of normal C-N 

bond is 68 kcal. 

The following summary can be made regarding the types of reactions 

taking place when a polyamide is heated: polycondensation, crosslinking, 

and degradation mechanism will be summarized in general form. 

1. Polycondensation 

(A) A reaction between two -NH2 groups: 

R.NH.(CH2)6NH2 + NH2.(CH2)6NH.CO.R' 

R.NH.(CH2)6N.(CH2)6
.NH.CO.R' + NH3 

(B) A reaction between the amino group and -0C1 end group. 

R.CO.NH.(CH2 ) 6 .NH2 
+ C1C0.(CH2)4C0.NH.R' 

R.CO.NH.(CH2)6.NH.CO.(CH2 ) 4 .CO.NH.R' + HCl 

2. Crosslinking 

(A) An active site from the -0C1 group may cause branching 

C-0-Cl + H2
N C-NH + HCl 

(B) An active site from secondary amino group may cause branching 

N-H + -C1C0 N-C + HC1 
11 

3. Degradation 

(A) Scission in the NH.CH  - linkage 

-NH.(CH2)5 .CH2
iNH.00.(CH2)4.00 

-NH(CH ) CH NH .C.(CH ) .00- 
2 5 3 2 0 2 4 

4r.  
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INTERFACIAL POLYMERIZATION: 

In interfacial polycondensation, the formation of the polymer 

takes place at the interface of two non-miscible liquids and takes 

place largely by diffusion mechanism. (17, 18). 

The polymer is formed at the interface, i.e., on the contact 

surface of two phases, the system is stirred to ensure better con-

tact: Reaction is rapid at room temperature. The reaction between 

adiphl chloride and hexamethylene diamine takes place in the follow-

ing manner: 

C1CO(CH2)4C0C1 + NH2(CH2)6NH2 k' 

C1CO(CH2 ) -00....NH-(CH
2
)
6
N 

4 i 
Cl H 

C1CO(CH2)4CONH(CH
2
)
6
NH
2 
+ HC1 

The acid halides react with diamines by way of nucleophilic substitu-

tion, through the stage of protonized amid, which readily gives up the 

proton in the presence of a base. Either the amine group of the monomer 

or the end group of the polymer acts as proton acceptor. Water is also 

a proton acceptor. 

In the interfacial polycondensation method, starting reagents are 

dissolved separately in two immiscible liquids. One of these liquids 

is water and the other is organic phase. Aqueous phase serves as a 

proton carrier and removes by product (acid) from the polymerization 

zone. 

k" 
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Due to specific features of chemical reactions at liquid liquid 

interface the course of reaction is probably affected to a substantial 

extent by the following factors: (19). 

1) Chemical equilibrium at the interface may differ from the equilibrium 

in the bulk. 

2) The reacting molecules at the interface may be oriented to different 

extents, up to and including formation of an oriented film. 

3) The rate of diffusion across the interface is slower than in the bulk. 

4) The presence of potential difference at the interface. 

Effect of Principle Factors on Interfacial Polycondensation  

This section will deal with the effect of the temperature, time dur-

ation, nature of solvent, reactant flow rate, stirring rate and monomer 

ratio on the course of interfacial polycondensation. 

TEMPERATURE: 

Interfacial polycondensation may be affected if the rate of reaction 

is much faster than the rate of diffusion. In interfacial polycondensation, 

the effect of temperature on the molecular weight and yield of polymer ob-

tained is of complex nature. The molecular weight and yield of polymer 

u--1 decreases with increasing temperature. This is caused by the relative 

acceleration in the rate of hydrolysis of acid chloride, connected with the 

increase in the hydrolysis rate constant and mutual stability of liquid at 

higher temperature. Korshak and his co-workers (20) found increase in tem-

perature did not improve yield of nylon 6-6 in benzene water system. In 

fact, by cooling or controlling the temperature yield is increased. (21). 
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RATE OF REACTION: 

The rate of reaction in formation of polymer may vary, depending 

on the type of monomer employed. If the reaction conducted under static 

condition, i.e., without mixing the process rate slows down considerably, 

since the polymer film formed inhibits the diffusion of polymers toward 

one another (20). 

In homogeneous solution systems, the rate of reaction of aliphatic 

chloride with primary diamines is of the order of 10
2 

to 10
6 

1/mole-sec. 

The rate of reaction is faster than the rate of mixing. The rate of re-

action would be much slower in non-polar solvents. It is essential for 

interfacial polycondensation polymerization, that rate of reaction should 

be faster, so that polymerization completes before the polymer becomes 

immobilized in the precipitated state. 

EFFECT OF STIRRING AND MONOMER CONCENTRATION  

Stirring is a critical variable in the preparation of polymer by 

the interfacial polycondensation process. A polymer film would be formed 

at the interface of two immiscible liquids. By agitation, polymer film 

would be torn away and a fresh interface would be available which would 

form new polymer film: Korshak found that yield of nylon 6-6 increases 

as the stirring rate increases from 1000 to 7500 R.P.M. He also found 

that specific viscosity increases as the R.P.M. increases. (20). 

The effect of stirring is to increase the availability of the 

diamine. To keep the reactants balanced at the polymerization site and 

thus to attain highest viscosity, the acid chloride must be more concen-

trated, or diamine more diluted, as the stirring rate increases. 
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A number of researchers confirmed the fact that peaks in the viscosity 

of polymer arise from variation of the reactant concentration, but do 

not confirm the shift in position of the peaks with changes in solvent 

phase, or rate of stirring. 

Mogat (29) prepared polyamide 6-10 by a batch process in a stirred 

system. He used 0.022 molar hexamethylene diamine, 0.022 molar sebacoyl 

chloride and 0.044 molar sodium hydroxide. The product obtained in this 

method had an inherent viscosity of 1.76 dl/gm. He concluded that 12% 

excess of either of the reactants would not increase inherent viscosity. 

The effect of the monomer ratio on the molecular weight of polymer 

may be explained in teiuis of diffusional mechanism of interfacial poly-

condensation. It is known that molecular weight or degree of polymeriza-

tion P, of polycondensed polymer is connected with the initial monomer 

ratio in the reaction zone by following equation (25). 

P = 1 + q 

q - 1 

where q = NA/NB 

N
A 

and N
B 
is molar ratio of monomer A and B. 

The diamine can be used as acid acceptor in an interfacial polyconden-

sation reaction. The small amount of diamine might work better. Earckson 

(30) found that if monomer concentration of diamine is more than 1:1, the 

yield and inherent viscosity of polymer decreases. 
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REACTANT FLOW RATE: 

In interfacial polycondensation reactions it is important to observe 

the flow rate of the reactants, R. C. Kispert (9) indicated that eddy dif-

fusion is responsible for an increase in mass transfer of the diamine in 

continuous cascade system. The effect of improved mass transfer can be 

explained by considering the treatment of uncatalysed liquid-liquid heter-

ogeous reactions by Hougen and Watson (31). 

In stirring system 

rb = 1/kb 
(R

Bb 
XBbVb/kALA

v
) (RA

a
RBbXA

a
XB 

a 
 

kb = Specific reaction rate inorganic phase. 

XAa XBb = Mole fraction of diamine (aqueous phase) and dibasic 

Chloride (organic phase) respectively. 

k
a 
= Distribution equilibrium constant of diamine. 

R
Aa
R
Bb 

= Activity coefficient of diamine and dibasic chloride. 

V
b 
= Volume of organic phase. 

A
V 
= Interfacial area per unit volume. 

kAL 
= Mass transfer coefficient of diamine. 

pH OF AQUEOUS PHASE: 

The yield and molecular weight of polymer formed depend to a large 

extent on the pH value of the water phase. In interfacial polycondensa-

tion polymerization which involves acid chlorides, HC1 acceptors (mostly 

alkali) are introduced in aqueous phase. 



The rate of chain propagation in polycondensations of diamine 

with chlorides of dicarboxylic acids is generally written as follows: 

(32) 

vg = k1
C 
dA

C
xa 

Where k
1 
= Rate constant of chain propagation reaction. 

C
dA 

= Concentration of diamine. 

C = Concentration of the acid chloride. 
xa 

Chain break off during interfacial polycondensations involving 

diamines and chlorides of dicarboxylic acid may be produced by the 

reaction of the terminal acid chloride group with water or alkali. 

-ROC1 = H2O RCOOH + HC1 

or by the reaction of a terminal amino group with acid: 

-RNH
2 
+ HC1 -RNH

3 
+ Cl 

Even though the reaction is accompanied by the evolution of 

HCl, the molecular weight of the product can be increased by adding 

a certain amount of acid to the aqueous phase. (33). Molecular 

weight may also increase in an acid medium due to increase in the 

value of k1, i.e. due to catalysis of the main reaction by protons. 

12 
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EXPERIMENTAL PROCEDURE: 

A flow chart of the experimental apparatus is shown in figure 1. 

Solutions of adipyl chloride and hexamethylene diamine were stored in 

constant head reservoirs. From the reservoirs the liquids went to 

polyvinyl duplex pumps. This duplex pump regulates the flow rates of 

the reactants which have a maximum flow rate capacity of 12.4 gallons/ 

hour. The flow from the pump was then split through the use of a 1/4" 

polyvinyl chloride tube (D). One stream (the bypass) passed through a 

1/4" polyvinyl needle valve (E) and returned to reservoirs. The other 

stream passed through a 1/4" polyvinyl check valve (F) and continued to 

the 2"x4"x4" Durallin block (G), which was used to support the reactor 

and keep it in a horizontal position. 

The reactor used in the experiment has dimensions as shown in figure 

2. It was attached to the Durallin block (C) by means of flange (F) and 

a gasket arrangment. A stainless steel paddle with a pitch of 45 and 

diameter of 3/8" was used as the agitator (E) for the reactor. The stirrer 

was attached to a 3/32" diameter shaft and extended 1/2" in to reacting 

zone. The agitator was driven by a variable speed motor (A) which had 

shaft extentions on both sides of the motor body. One side was attached 

to the stirrer through the use of bearing blocks and couplings and the 

other end to a Smith hand tachometer to measure the R.P.M. During the 

experiment speed was maintained between 2000 and 7000 R.P.M. A 21/2" long 

U-shaped glass tube (H) was attached to the reactor as shown in Figure 2. 
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Before the reactants enter, the reactor pump is primed for one hour 

to minimize the fluctuation in flow rate. After setting desired R.P.M., 

the flow rate of both the reactants was set to 70 cc/min. After the form-

ation of the polymer in the reactor, product was collected into a 4-litre 

beaker containing a dilute solution of hydrochloric acid which serves as 

a terminator. This solution was stirred at a constant speed. 

After stirring for five minutes, the mixture was filtered and washed 

thoroughly with distilled water. Then the polymer was oven-dried at 60°C 

for 24 hours. 

Viscosity Measurement  

To determine the instrinsic viscosity, the following apparatus was 

used: Ubbelohde Viscometer, a stop watch reading to 0.01 second accuracy, 

thermoset bath, graduated pipets, rubber suction bulb, medium-sintered 

glass crucible and 90% formic acid. 

In 10 ml formic acid .1 gm of polymer powder was dissolved at 400C 

Then the solution was filtered through a medium-sintered glass crucible. 

The ubbelohode viscometer was used to determine the efflux time for the 

polymer solutions. Viscometers used during the experiment were cleaned 

thoroughly with cleansing solution and then washed with water. After dry-

ing the viscometer 3cc. of filtrate was transferred to the viscometer. 

Then the viscometer was suspended in a constant temperature bath which was 

set to 40 C About 45 minutes were required to reach thermal equilibrium. 

Using the suction bulb on top of the capillary tube, the solution was 

raised to about 1" above the upper line on the capillary tube. After re-

moving the suction bulb, efflux time of the solution was measured with the 
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stop watch. During the period of this measurement of time, the pump was 

turned off to prevent vibration. Three readings, showing no trends, were 

averaged for the solution time. 1 ml of formic acid was then added to 

this solution to obtain another concentration. After thorough mixing and 

allowing time for thermal equilibrium, efflux time was measured. Diluting 

the original solution was done five times. The measurement of efflux time 

for folwic acid was carried out similarly. 

Since the solutions examined were sufficiently diluted, the relative 

viscosity was obtained from the ratio of two corresponding times. 

n = T  
n T 
O o 

Where nand n
o 

are viscosity of the Polymer solution and solvent 

respectively. 

T = Efflux time for solution 

T
o
-  Efflux time for solvent. 

Using linear graph paper each reduced specific viscosity was plotted 

against concentration, then the straight line connecting these points 

was extrapolated to zero concentration. Intrinsic viscosity is found 

from the reduced viscosity at zero concentration. 
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RESULTS: 

Tables 1 to 4 represent the data collected for relative viscosity, 

specific viscosity, reduced specific viscosity and intrinsic viscosity 

as a function of different stirring rate and monomer concentration. 

Table 5 gives data of polymer yield per minute as a function of 

different stirring rates and monomer ratio. 

Table 6 represents the calculated value of Reynolds number as a 

function of relative viscosity. 

Table 7 contains the data of calculated values of mass transfer 

coefficient and jp factor. 

Figures 1 to 24 represent the plot of reduced specific viscosity 

vs. concentration of polymer solutions. 

Figures 25 to 28 show the plot of polymer yield per minute vs. 

Reynolds number and different R.P.M. 

Figures 29 to 32 show the plot of intrinsic viscosity vs. Reynolds 

number and different stirring rates. 

Figure 33 shows the plot of intrinsic viscosity vs. monomer ratios. 

Figure 34 shows the plot of Log JD  vs. Log Re. 



17 

DISCUSSION: 

The data of relative viscosity (nR
e
), specific viscosity (n ), 

sp 

reduced specific viscosity 
(nRe-sp.) 

 and intrinsic viscosity are given 

in Tables 1 to 4 and Figures 1 to 24. 

n
Re 

= Efflux time of solution  
Efflux time of solvent 

nSP = nRe 
 1 

nRe.sp = n sp.  
Concentration of polymer 

As from the figures, linear plots of reduced specific viscosity versus 

concentration of polymer were obtained. By extrapolating it to zero con-

centration of polymer solution, intrinsic viscosity of polymer was deter- 

mined. This intrinsic viscosity is the measure of the degree of polymeri-

zation of polymer. 

POLYMER YIELD: 

In Figures 25 to 28 plots of yield (gms/minute) versus stirring speed 

(R.P.M.), and Reynolds number (R
e
) have been drawn. Table 5 presents the 

data of yield. 

The yield was calculated as follows: The two monomers Adipyl chloride 

(70 c.c./minute) and Hexamethylene diamine (70 c.c./minute) were fed into 

the reactor, and the stirring was at constant R.P.M. Reaction takes place 

in the reactor. The polymer was then collected in a beaker for ten minutes. 

Hydrochloric acid was used as terminator. Then polymer was washed with 

water and oven-dried at 60
o
C. By weighing out polymer yield was calculated 

as per gms/minutes. 
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The yield of nylon 6-6 increases at a constant reactant ratio and 

then decreases or levels off, as the R.P.M. increases. Hexamethylene 

diamine is the controlling factor. As the R.P.M. increases, mass trans-

port of hexamethylene diamine improves in the reaction. That is why 

yield of the polymer increases. The decrease in the yield is explained 

by following fact. Due to the improved mass transport of hexamethylene 

diamine over Adipyl chloride, the proportion of reactant becomes imbal-

anced, which leads to the lower yield. Decrease in yield may be due to 

the choking the reactor. As the R.P.M. increases the reaction becomes 

faster and foLms polymer more rapidly, filling the reactor. Presence of 

this polymer in the reactor hinders incoming reactant, which leads to 

the lower yield. 

The polymer yield increases as the reactant ratio decreases (adipyl 

chloride/hexamethylene diamine, i.e. decreasing the concentration of 

adipyl chloride) at constant stirring speed. Morgan and Kispert (9, 10, 

11) had reported that yield of the polymer increases as the reactant ratio 

increases. But in this case it behaves the other way. This may be ex-

plained as follows: 

1. The diamine molecules are used by acid (by product) in the presence 

of more molecules of adipyl chloride. 

2. Polymerization zone has more molecules of adipyl chloride than 

hexamethylene diamine, which imbalances the reactant and leads 

to the lower yield. 

In Figures 25 and 26 the plots show that as we have lower concentration 

of hexamethylene diamine the yield has decreased noticably, even if we have 

higher concentration of adipyl chloride. 
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Intrinsic Viscosity as a Function of  
Stirring Rate and Reactant Ratio  

Intrinsic viscosity of polymer has been calculated for different 

reactant ratios at different stirring rates. From that, Reynolds num-

ber (R
e
) was calculated by the following formula: 

R
e 
= (d

2
/v) N 

where d = diameter of the stirrer units 

v .171) kinematic viscosity (cm2/sec.) 
1U viscosity of slurry (cp) 

p = density of slurry (gm/cc) 

N = the stirring rate R.P.M. 

The calculations are shown in sample form. Figures 26 and 27 show 

plots of intrinsic viscosity versus R.P.M. Figures 30 and 31 show 

the plots of intrinsic viscosity versus Reynolds number (R
e
). 

Figures 26, 27 and 30, 31 show that intrinsic viscosity increases 

at constant R.P.M. or at constant Reynolds number as the reactant ratio 

decreases. One can observe that at a reactant ratio of 0.4 we have high-

est intrinsic viscosity. 

Sokolv (12) has reported that intrinsic viscosity decreases as the 

reactant ratio increases (in gas - liquid interfacial polycondensation). 

Morgan (10) has also reported that intrinsic viscosity in liquid-liquid 

interfacial polycondensation decreases as the reactant ratio increases, 

keeping the stirring rate constant. 



From Figures 26, 27 and 30, 31 one can see that the intrinsic 

viscosity of the polymer first increases and then decreases at con-

stant reactant ratio as R.P.M. and Reynolds numbers are decreasing. 

These resultant changes are because of the change in hydrodynamic 

conditions which affects the mass transfer. Intrinsic viscosity de-

creases in the transition zone and increases in the turbulent zone. 

Intrinsic viscosity also decreases in the laminar zone. The resultant 

changes in hydrodynamic condition affect the mass transfer and ulti-

mately the molecular weight of the polymer. Because of the above 

theory, intrinsic viscosity increases in the turbulent zone and de-

creases in laminar and transition zones. 

MASS TRANSFER IN CONTINUOUS POLYMERIZATION 

The reaction apparently takes place at the interface between a 

solution of adipyl chloride and hexamethylene diamine in water which 

is an acid acceptor. Carbon tetrachloride is used as organic solvent 

for adipyl chloride. The reaction rate in interfacial polycondensa-

tion system is in the order of 102 to 106 1/mole-sec (10, 11, 13). 

The mass transfer of diamine is very important. It has been pointed 

out by many scientists (10, 11, 13, 14). 

Mass transfer coefficient (K) and jp factor have been computed 

by using following formulae. 

k = (91/6) (1/min ci) (dci/dt) (15) 

m
i
=35 (15)  

m. c 
 

/c. (15) 
in o in i in 

c= concentration of hexamethylene diamine 
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J
D 
factor (Dimensionless group) 

Jp-.7:(K/cN) ( DAB)
0.66 (16) 

K Mass transfer coefficient 

c Concentration of diamine (molar) 

N RPM 

Viscosity of the slurry (cp) 

Density of the slurry (gm/cc) 

D
AB 

Diffusion coefficient of diamine 

The calculations for mass transfer coefficient (K) and factor 

are given in examples. The unit for mass transfer coefficient is cm/hr. 

The data for mass transfer coefficient are given in Table 7. A plot of 

Log J
D 
versus Log R

e 
is shown figure 34. 



CONCLUSION AND RECOMMENDATIONS: 

1. Intrinsic viscosity at constant reactant ratio first increases as 

the stirring rate increases. It has been found that at reactant ratio 

of 0.4 intrinsic viscosity first increases, then decreases, and again 

increases. This behavior may be explained by the following fact; as 

the stirring rate increases, mass transfer of the diamine to organic 

phase increases. This leads to the imbalance of the reactant which 

results in the foLmation of lower molecular weight polymer. 

At lower reactant ratio of 0.4 diamine and adipyl chloride goes 

under faster rate of reaction and forms longer chains of polymer. 

2. Intrinsic viscosity at constant R.P.M. increases as the reactant 

ratio (Adipyl chloride/Hexamethylene diamine) decreases. Kispert (18) 

has stated that intrinsic viscosity reaches the maximum point when 

there is balance of reactants. It can be seen from the results that 

at the reactant ratio of 0.4, intrinsic viscosity is at the peak. 

3. Polymer yield increases as the R.P.M. increases and decreases or 

levels off. As the R.P.M. increases mass transfer of diamine also 

improves, which imbalance the reactants, and that is why yield is 

decreased. 

22 
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RECOMMENDATIONS: 

From the results of these experiments the following recommendations 

are made for future work. 

1. For better yield and higher intrinsic viscosity of polymer monomer 

concentration ratio (Adipyl Chloride/Hexamethylene diamine) should of 

narrow. 

2. Purity of monomer: 

Reactant should be in a pure form. Solvent should be free from 

moisture and alcohol. If moisture gets into dibasic chloride from the 

solvent, it decomposes dibasic chloride and folms diacid and mono acid 

mono-chloride. The diacid may take away acid acceptor or diamine as 

salts. Mono chloride acts as a chain terminator. 

3. Select the narrow range of R.P.M. which will give better prediction 

of actual trend of the viscosity and polymer yield curve. 

4. Keep concentration of one monomer constant and change the concen-

tration of another monomer for wider range. 

5. Following modifications can be made to the equipment for better results. 

(a). Diameter of the reactor tube can be increased. 

(b).. Longer reactor tube can be used. 

(c). More than one stirrer can be used. 
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SAMPLE CALCULATION;  

REYNOLDS NUMBERS  

Re = (d
2/v) N 

d = Diameter of Stirrer 0.9595 

v Kinamatic Viscosity 

= Relative viscosity of polymer x Viscosity 

of solvent/ Density of Slurry 

= 1.12194 x.8414 = .0140486 =.013387 
.'/9862 .79862 

N = R.P.M. =2000 

Re = 1291.59 

Calculation For jp Factors 

J
D 
=(K/CN) ( DAB)'66 

K= mass transfer coefficient cm/hr =.0001343 

C=Concentration of hexamethylene diamine=.002905 

N= R.P.M. =2000 

= viscosity cp. = 1.2017 

= density .79862 

JD = (.0001343) X (6.957) 
(.002905 x 2000) 

= .0013 


