for Consistent Tablet Quality

Refining Rotary Press Parameters @ %

during Product Transfer

The goal of this study was to develop a fast and material-sparing method to optimize compaction and die filling processes for tablet manufacturing at high-speed production.
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Materials and Methods

ColdSwell 1111A (KMC Deutschland, Mel

STYL'One Evo (Medelpharm, Beynost, France)

KORSCH XL 400 MFP (KORSCH AG, Berlin, Germany)

KORSCH X 5 MFP (KORSCH AG, Berlin, Germany)
8 mm R12 EU B and XDF (I Holland, Nottingham, UK)
Kraemer LAB.line P5 (Kraemer Elektronik GmbH, Darmstadt, Germany)

le, Germany) Do ER = Th = (Dpmin +2 X Heyp)
(Dmin + 2 X Heyp) H,
60 x 1000 x H
dwell time = —

oF

filling time =

Sx T4x 3.14

Hf' head flat [mm]
S: speed [rpm]
T :turret diameter [mm]

O feeder opening angle [°]
RS X 60 R. : rotational speed [°/min]

Th: the punch distance was taken at which the pressure approaches zero
D_.: minimal distance between punches
,o- CUP heightin mm
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weight 150 mg
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Conclusion

This study demonstrates that the optimization of tablet manufacturing processes is achievable through the targeted adjustment of compaction parameters as well as tooling and machine settings.
The findings highlight the importance of understanding material-specific deformation and filling behaviors to ensure high tablet quality at maximum output.




