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Glass fiber-reinforced polyester composite (GFRPs) scraps from
manufacturing of polyester laminates were pyrolyzed at 500, 550 and
600°C in an 70 Kg innovative batch pilot plant that processes whole parts.
The presence of a hydraulic guard guarantees the safefty of the process.
The influence of the maximum process temperature on yields and
chemical-physical properties of pyrolysis products was investigated: the
oil fraction was analysed by GC-MS, Viscometer and XRF, while the gas
fraction was monitored online during the entire pyrolysis process by µ-GC.
Substantial fractions of methane (20.7 vol%) and hydrogen (11.5 vol%)
were produced. The solid residue (glass fibers covered by a thin
carbonaceous layer) underwent an oxidative process at 500 and 600°C at
different residence times to provide clean glass fibers free of organic
residues. The effects of both pyrolysis and oxidative step on the glass
fibers, obtained in different process conditions, were evaluated by SEM
and Raman spectroscopy.
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1. INTRODUCTION

Glass fiber reinforced polymers (GFRPs) are composite
materials widely used for construction, automotive,
boating and aeronautic applications thanks to their good
strength-to-weight ratio and corrosion resistance [1].
Furthermore, their composite nature and the type of
cross-linked matrix results in materials that cover a wide
range of mechanical, chemical and physical properties.
While their features make the GFRP widely adopted,
the thermoset nature of the polymeric component makes
them neither fusible nor soluble, thus preventing their
direct remelting or remoulding. These materials, in
addition to glass fibers and polymeric matrix, usually
contain a large amount of inorganic filler, so that they
are commonly regarded as difficult to recycle [2].
GFRPs therefore generally end up in landfills or
incinerators with a negative environmental impact.
Recently several alternatives for GFRP recovering were
investigated including mechanical recycling [2, 3, 4]
that involves mechanical size reduction of the
composite scraps by shredding, crushing or milling.
Although this process shows significant environmental
advantages in terms of atmospheric and water pollution,
the final product unfortunately has a low market value.
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Although greener composites alternatives are being
investigated [5, 6], the GFRP low cost and good
properties are still unmatched.
In this context, pyrolysis can be regarded as an
alternative and convenient method for recycling
thermoset composites, as it involves thermal
degradation of the organic components in complete
absence of oxygen. This kind of atmosphere, indeed,
prevents combustion, thus reducing the air pollution
effects compared to incineration. Pyrolysis was applied,
over the years, to different substrates, e.g. to
carbonaceous materials, such as coal or wood [7, 8],
biomasses [9, 10], municipal solid waste [11],
packaging [12, 13] and tires [14, 15] for energy and
valuable chemicals recovery. Thanks to its versatility
the process was also applied to the pyrolysis of carbon
fiber composites (CFRPs) where energy recovery to
sustain the process is coupled to the recovery of reusable carbon fibers [16, 17, 18].
During the pyrolytic process, the composite matrix
is thermally degraded and converted into three main
outcome streams: an oil and a gaseous fraction, which
can be both used either as fuel or as chemical feedstock,
and a solid residue made up of the composite
reinforcement covered of a thin carbonaceous film and,
at times, non-degradable inorganic fillers and additives
from the polymer matrix. Pyrolysis looks very
promising for composite recovery, since it allows the
reuse of all the waste components and may also lead to
the recovery of precious metals, as in the case of printed
circuit boards [19, 20, 21]. In the case of GFRP [22, 23,
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24] pyrolysis leads to the recovery of the glass fibers as
a secondary raw material, to be re-used both in new
GRFP [25, 26] or for different applications [27]. In
addition, the process does not require special pretreatments, hence reducing, or even completely
preventing, preliminary complex disassembling
processes and shredding. This could be a crucial
advantage in case of recovery of large parts such as boat
hulls or vessel components. Indeed, the current vessel
disposal aims at its final demolition, going through a
first step of reclamation and securing (manual operation
of dismantling, separation of parts of the boat and
recovery of recyclable fractions), followed by tearing
the hull down and finally burying in landfills all the
non-recoverable fractions (including the GFRP
components). Currently, only a limited number of
countries, such as Germany and the Netherlands, has
regulations restricting GFRP disposal in landfills.
Moreover, though sinking of vessels erased from the
register of boating is illegal worldwide, it is still a
widespread practice, with an even higher negative
environmental impact than GFRP landfill disposal.
Hence, the availability of a secure and possibly selfsustained process for end-of-life GFRP treatment would
be very welcome.
In this context, the authors developed a batch
pyrolysis system that employs an innovative reaction
chamber plunged in a water tank and loaded through a
hydraulic guard, to ensure the sealing of the chamber
and a highly safe process [14, 28, 29]. The purpose of
that investigation was to develop a pyrolytic process,
viable for composite materials which are otherwise
hardly recoverable such as thick CFRP [30, 31, 32] and
that could be both environmentally and financially
sustainable. The pilot plant was first optimized for nonshredded tires [14], in order to test the influence of
several parameters on the products (temperature,
pressure, residence time and quality of tires). More
recently, the pyrolysis process was also carried out on
carbon fiber reinforced composites in epoxy resin [16,
18]. The work showed that pyrolysis-recovered carbon
fibers can be a viable alternative to commerciallyavailable pristine virgin fibers. These studies also
revealed some additional added values features when
compared to state-of-the-art recovery technologies: steel
wires and carbon char (in the case of tyres), and carbon
fibers (in the case of CFRPs) produced in the prototype
plant as solid residues received positive evaluations by
end-users that tested them as secondary raw materials in
the production of new items or compounds for sale.
Owing to the high flexibility demonstrated by the
previously discussed pyrolysis process, the present
study was carried out to evaluate the disposability of
non-shredded fiberglass scraps in this novel pyrolysis
pilot plant to provide a simple method for recovering
large and non-shredded fiberglass composites. The
recovery of chemical feedstocks from the polymeric
resin and the simultaneous fibers separation appear
indeed rewarding features of the present process. In
particular GFRP polyester resin laminates, which are
extremely versatile and ideal for use in various fields of
application (nautical, trains, civil and industrial
insulation, furniture and furnishings, special vehicles,
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insulation for ventilation equipment, structures for
amusement parks, swimming pools, containers,
structures for packaging and transporting, wind power,
etc.), were treated.
The products obtained upon the polyester resin
pyrolytic
thermo-decomposition
were
fully
characterized and the need for additional post-pyrolysis
treatments to allow for re-use of the fibrous glass solid
residue, was assessed. The pyrolysis streams were
independently analysed: the oil fraction was
investigated
by
Gas
Chromatography
Mass
Spectrometry (GC-MS), Viscometer and X-ray
Fluorescence analysis (XRF) while the gaseous fraction
was monitored online during the entire duration of the
pyrolysis process by a micro-Gas Chromatography (µGC). Finally the effect of an oxidative thermal posttreatment at 500 or 600°C on the glass fibers, previously
obtained in different working conditions, was studied
via Scanning Electron Microscopy (SEM) and Raman
spectroscopy. This investigation is promoted within the
AdriaHub collaborative action [33] as part of the
Adriatic IPA Cross-Border Cooperation Programme.
2. MATERIALS AND METHODS
2.1 Materials

The glass fiber-reinforced composites (GFRPs) studied in
this work were cut-out scraps (sheet rolls with thickness
2.5 mm, width about 250 mm and length up to 3 m)
coming from the manufacturing process of laminates,
supplied by Vetroresina S.p.A. The samples were
composed of a polyester matrix reinforced with an
isotropic glass fiber mat and covered on one side with a
protective low density polyethylene (LDPE) thin film that
makes up 4.4 wt% of the overall material weight (Figure
1). All samples were pyrolyzed without any further
treatment: no shredding nor crushing were applied.

Figure 1. Typical glass fibers reinforced polyester resin
laminate scraps (a) and the LDPE protective film (b)

2.2 Methods

Thermogravimetric analysis (TGA) was carried out
using a TA Instruments SDT-Q600 apparatus.
Preliminary pyrolysis experiments were carried out on
25-40 mg of material in nitrogen atmosphere
(100ml/min gas flow) starting with an heating segment
from RT to 500, 550 and 600°C at 8°C/min heating rate,
followed by an isothermal step long enough to reach an
overall batch processing time of 150 minutes. The
temperature of 500°C was then reached for all the
measurements, the atmosphere was changed to
oxidative (air: 100ml/min gas flow) and samples were
kept isothermally for additional 60 minutes.
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This peculiar engineering plant involves cocondensation of oil and process water. For this reason,
after draining the demister, the two fractions were
separated with a centrifuge operating at 4200 rpm for 6
minutes. The oil fraction was characterized by GC-MS
analysis using a Thermo FOCUS GC, coupled to a DSQ
mass spectrometer as detector and equipped with a
Supelco SPB™ fused silica capillary column. The setup identifies compounds that constitute the lighter oil’s
fraction. Benzene, toluene, ethylbenzene, p-xylene and
styrene were quantified by calibration curves of the
individual compounds at known concentrations [34].
The dynamic viscosity was determined at 25°C
using a digital Brookfield viscometer – Model DV-II +,
spindle “I” with a rotational speed of 50 rpm.
X-Ray Fluorescence spectra were recorded on a
PANalytical AxiosMAX Advanced XRF Spectrometer,
equipped with an X-ray tube target with rhodium, set to
a power of 2.4 kW.
The gaseous phase was analyzed in situ with a MicroGas Chromatograph Agilent 490 Micro-GC placed online in the pilot plant so no active sampling is required.
Two columns were used in this analysis: a Molsieve 5 Å
(MS, 20 m) with molecular sieves made of zeolites as
stationary phase and argon as carrier gas. The MS column
was held at 80°C throughout the experiment. This column
separates H2, O2, N2, CO and CH4. The second column
was a PoraPLOT U (PPU, 10 m) with divinilbenzenethylene glycol/dimethylacrylate as stationary phase and
helium as carrier gas. The PPU column was held at 90°C
throughout the experiment. This second column aims at
CO2, C2H4, C2H6 and hydrocarbons up to C3, with the
possibility of detecting even the C4 fraction. The detector
used by the device was a Thermal Conductivity Detector
(TCD). Quantification was performed by comparison
against a blend of gases of known composition. The
quantity of gas released was estimated by the difference
between the initial weight of GFRPs and the amount of
obtained liquids and solids.
The calorific value of the gas (GCV) was calculated,
according to UNI 7839, based on the actual obtained
composition.
Infrared spectroscopy was performed in ATR mode
using a Bruker Alpha spectrophotometer equipped with
diamond crystal and a resolution of 4 cm-1.
In order to investigate the morphological aspect of the
glass fibers after pyrolysis and pyrolysis/oxidation treat–
ments, micrographs were taken with a Scanning Electron
Microscope (SEM) ZEISS EVO 50 EP in Environmental
mode with ≈100 Pa pressure in the chamber.
Raman spectra on fibers were recorded with an Ar+
laser light source (514.5 nm). The Raman spectrometer
was also equipped with a Leica DMLM Renishaw 1000
RAMAN
Micro-Spectrometer
equipped
with
microscope (objectives 5x, 20x, and 50x), a rejection
filter (notch or edge), a monochromator (1200
lines/mm) and a charge-coupled device thermo–
electrically cooled (203 K) detector.
2.3 Pyrolysis experiments

The pyrolysis experiments were carried out in a batch
pilot plant [28, 29] (Figure 2) with an internal volume of
FME Transactions

5.5 m3 provided by Curti S.p.A. that can treat up to 70
kilograms of fiberglass reinforced composites per
pyrolysis cycle. It is composed of two parts, the lower
being a tank containing water, which acts as hydraulic
guard, the upper a mobile bell whose lifting allows the
sample insertion and the removal of the solid residue at
the end of the process. The latter element is double
walled hosting electric resistances with a total power of
21000 W.

Figure 2. Schematic layout of the experimental pyrolysis
pilot plant: pyrolysis chamber (1); demister (2); acid gas
scrubber (3); fan (4); burners (5); collection point of solid
residue (A); collection point of pyrolysis oil and water (B);
bleed point of pyrolysis gas (C)

The pyrolysis batches were performed isothermally
at different temperatures, namely 500, 550 and 600°C,
as defined upon preliminary TGA investigation. Since
the presence of polyethylene has been reported to lead
to the formation of waxes which could condense at a
low process temperature [35], pyrolytic tests at
temperature below 500°C were not performed to avoid
pipeline obstruction.
In a typical run, 20 kg of GFRPs scraps were placed
in the reactor. After closing the lid, the reaction
chamber was flushed with nitrogen to remove air, then
the system was heated at 8°C/min rate up to the set
point, and then kept at the desired temperature up to a
total residence time of 150 minutes.
All the gases generated in the process were extracted
from the reactor and partially condensed in a water
cooled coil. The uncondensed gas proceeded to the gas
bleed point for online characterization via Gas
Chromatography (GC) whereas the obtained liquid
fraction, from now on referred to as the oil fraction, was
collected via a demister and subsequently characterized.
During heating, the water from the hydraulic guard
facing the inner chamber evaporates, forming steam that
adds up to the pyrolysis products flow, hence requiring
a separation step of the vaporized water from the oily
products in the demister.
After 150 mins the resistances were switched off and
the reactor began to cool down; this was considered the
end-point of the test. When the temperature decreased
below 100°C, the upper bell of the reactor was opened
to remove the solid residue that were named P500, P550
or P600 depending on the pyrolysis temperature.
2.4 Post pyrolysis oxidation treatments

The oxidation treatments were carried out on the solid
residues derived from the pyrolysis. 200g of the glass
fibers with a superficial carbonaceous residue, as
VOL. 44, No 4, 2016 ▪ 407

obtained from pyrolysis, were inserted in a muffle
furnace at 500 or 600°C and isothermally kept for
different residence times (10, 20, 30, 40, 50 and 60
mins) in order to determine a suitable oxidation step
duration. The recovered glass fibers were labelled PXO500xY and PX-O600xY (where X is the pyrolysis
temperature and Y the residence time) and they were
characterized by Scanning Electron Microscopy (SEM)
and Raman spectroscopy.
3. RESULTS AND DISCUSSIONS
3.1 Pyrolysis batch experiments

In order to assess conditions for pyrolysis experiments,
a preliminary thermogravimetric investigation (TGA) of
GFRP scraps without the LDPE protective film was
carried out in dynamic mode and inert atmosphere (N2).
The thermogravimetric curve reported in Figure 3
shows a single weight loss event starting at around
300°C, whose onset (Tonset) is determined to be
approximately at 310°C. The degradation process
appears almost complete at 500°C already and it leads
to a constant weight residue (38.6 wt%) after 92 minutes
isotherm at 500°C. This preliminary TGA experiment
does not take into account the presence of the LDPE
coating. However, since literature [35] reports that the
presence of polyethylene leads to the formation of
waxes which could condense at low process
temperature, pyrolytic tests at temperature below 500°C
were not performed in order to avoid pipeline
obstruction. TGA experiments also show that oxidative
conditions applied to the solid pyrolytic residue cause a
further weight loss (final residue after oxidative
treatment about 33.5 wt%). It is worth to note that, since
TGA experiments were carried out directly on scraps,
the intrinsic uncertainty associated with those measures
is quite high, owing to the fact that the real fiber glass
content in the mg-sized sample is rather unknown and
uncontrollable.

Once suitable temperature ranges were identified,
pyrolysis experiments were performed in an innovative
and safe batch static kiln [28, 29] with a raw material
load of about 20 kg. Worth noting is that this innovative
pilot plant (with an internal volume of 5.5 m3) allows
the loading of non-shredded scraps up to 2 meters
diameter size. The pyrolytic process on GFRPs led to
three main products streams, i.e. a gas phase, an oil
fraction and a solid residue whose relative ratios depend
on the applied reaction conditions (such as temperature
and residence time). After determining the optimal
residence time for the materials to be 150 minutes, of
which the effective pyrolysis step takes only about 2030 minutes to complete (Figure 3), different
temperatures were tested.
Figure 4 shows the yields of the obtained solid
residue, oil and gas (the latter calculated by difference)
upon pyrolysis as a function of the reaction temperature.
Only limited differences appear in products distribution
at 500 and 550°C: the total amount of the solid residue,
composed of glass fibers covered of a black layer
similar to coke in appearance, and the oil fraction tend
to slightly decrease from 44.3 to 43.8 wt% and from
19.8 to 19.2 wt% respectively, whereas the gas portion
marginally increases.

Figure 4. Products distribution at different pyrolysis
temperature: (▲) solid residue, (■) pyrolysis gas and (●) oil
fraction

Figure 3. TGA curve of GFRPs polyester laminate without
LDPE protective film, simulating a pyrolysis cycle batch
carried out in inert atmosphere at 500°C, and a further 60
minutes oxidation treatment at 500°C

Hence, given TGA results, the range 500-600°C was
selected for further pyrolysis experiments in the pilot
plant, running batches every 50°C, namely at 500, 550
and 600°C.
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When the process temperature increases to 600°C,
the solid residue and the oil fraction further decrease to
38.7 wt% and 16.9 wt% respectively. As a consequence,
the non-condensable fraction, increases from 37.0 to
44.4 wt%. Thus, in the highest temperature experiment
(600°C), the oil/gas weight ratio decreases from 0.54 to
0.38. A similar trend was reported for the pyrolysis of
other polymer matrix composite materials such as tires
[36, 37] and explained taking into account further
cracking of evolved volatile matter at elevated
temperatures [37]. The increase in the gaseous fraction
can also explain the lower solid residue observed at
600°C. Indeed, since the char consists mainly of glass
fibers and a carbonaceous layer including a solid
hydrocarbon fraction, such a result suggests that higher
temperature (600°C) volatilizes some of the solid
hydrocarbon content of the char [38] and decomposes
some oil vapors to incondensable gases.
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3.2 Pyrolysis gas

The volatile mixture evolving during the pyrolysis tests
was continuously monitored online through a µ-GC in
order to correlate the gas composition with the applied
process conditions. The average composition of the
pyrolysis gas produced at different pyrolysis temperatures
and Gross Calorific Value (GCV) of each mixture are
reported in Table 1. A number of gases are detected, such
as: carbon oxides (CO and CO2), hydrogen, methane,
ethane, and ethylene; furthermore the sum of detected
propane and propylene is named C3, while the sum of 1butene, n-butane, 1,3-butadiene, iso-butylene is named
C4. “Others” is the sum of the other indeterminate
incondensable species, mainly composed of C4+.
Table 1. Chemical composition and GCV of the gas
produced by pyrolysis of GFRPs scraps at different
process temperature

Pyrolysis gas components (vol%)

Process temperature (°C)

mentioned decrease of CO2, which of course has no
calorific potential at all, and to the high content of H2
and C1-C4 compounds. Thus, the current values are
higher than those reported by Torres et al. [39] (14.6
and 14.1 MJ/Nm3 at 500 and 600°C respectively) and
slightly better than data obtained from Lopez et al. [27]
(26.0 MJ/Nm3 at 550°C).
3.3 Pyrolysis oil

The GFRPs pyrolysis output stream that is recovered upon
condensation within the cooling system is a complex
mixture of organic compounds whose relative
concentrations are primarily influenced by the process
temperature and by the chemical nature of the polymeric
resins [39]. GC-MS analysis revealed the presence of
benzene and its alkyl derivatives (such as toluene,
ethylbenzene, cymene, propylbenzene), styrene and αmethylstyrene, benzaldehyde and acetophenone, indene
and its derivatives, naphthalene and methylnaphtha–lenes.
Among the detected compounds, benzene, toluene,
ethylbenzene and styrene have the highest market values as
a source of light aromatics, hence their separate
quantification was carried out in each batch and the results
are reported in Table 2. The maximum concentration of the
compounds of interest is registered in the pyrolysis oil
produced at 550°C and corresponds to 84.3 g/l.

500

550

600

H2

5.8

7.5

11.5

CH4

10.6

15.4

20.7

CO

24.2

24.0

21.8

CO2

32.6

26.0

20.4

C2H4

4.8

5.0

5.2

C2H6

2.8

3.3

3.7

C3

1.4

1.4

1.3

C4

2.6

2.7

2.5

Others

15.2

14.7

12.9

Oil components (g/l)

GCV (MJ/Nm3)

31.1

33.3

34.1

Benzene

3.4

9.5

6.8

Toluene

15.0

31.1

27.3

Ethylbenzene

16.7

30.0

21.5

Styrene

7.9

13.7

13.6

At 500°C the main evolved compound is CO2 (32.6
vol%) followed by CO (24.2 vol%) primarily generated
upon the breakdown of oxygen-rich moieties which are
abundant in the polyester resin formulation. In these
experimental conditions there are also considerable
fractions of methane (10.6 vol%) and hydrogen (5.8
vol%). With the increase of the process temperature the
pyrolysis gas is enriched in the most volatile
components such as H2 and CH4 while a significant
reduction in oxides content is registered, mainly due to a
decrease of the carbon dioxide component from 32.6 to
20.4 vol%. Torres et al. [22] did not detect the presence
of hydrogen in the gaseous fraction obtained by
pyrolysis of similar GFR polyester resins. In that work,
the Authors obtained very high concentrations of carbon
oxides and reported that the C1-C4 species reach a
maximum of 9.4 vol% at 700°C. Lopez et al. [27] at
550°C found concentrations of CO (21.46 vol%) and
CO2 (37.51 vol%), comparable with those determined
in the current study, though in their work the hydrogen
fraction was just 2.3 vol%.
Since it is renown that the calorific value of a gas is
a function of the chemical composition and relative
amounts of components, the data obtained by µ-GC
analysis (Table 1) were used to evaluate the GCV of the
gaseous fractions according to the standard method UNI
7839 (Table 1). The calculated GCV was observed to
increase from 31.1 to 34.1 MJ/Nm3 by increasing
pyrolysis temperatures. This is mainly due to the above
FME Transactions

Table 2. Benzene, toluene, ethylbenzene and styrene
content in oils obtained at different temperatures

Process temperature (°C)
500

550

600

In order to estimate their potential commercial
value, oils produced via pyrolysis at different tempe–
ratures were analyzed by XRF to highlight the presence
of possible contamination. The results are reported in
Table 3 together with their density and viscosity.
Table 3. XRF analysis, density and viscosity of the oils
obtained by pyrolysis at different temperatures

Oil contaminants (wt%)

Process temperature (°C)
500

550

600

Cl

-

0.07

0.06

Na

0.16

-

0.33

Si

0.03

0.01

0.02

Al

-

-

0.02

S

0.05

0.01

0.02

Density (g/cm3)

1.013

1.011

1.014

Viscosity (cSt)

27.1

16.2

20.1

Characteristics

All the oils are composed mainly of carbon,
hydrogen, nitrogen, and oxygen and just small amounts
of sodium (0.16-0.33 wt%) and sulphur (0.01-0.05 wt%)
VOL. 44, No 4, 2016 ▪ 409

were found in all the analysed samples. Silicon and
chlorine are always well below 0.1 wt%. The low
content of sulfur and halogens, together with the total
absence of heavy metals, make the obtained pyrolysis
oils suitable for use as fuel without requiring any further
purification process. The density of the obtained oils is
constant with the process temperature while the
viscosity values vary, in agreement with the content of
light aromatic oils (Table 2) in the range 16.2-27.1 cSt.

from the pyrolysis of GFRPs at 500°C, before and after
the oxidation treatment at 500°C for 60 minutes. They
clearly show that the glass fibers change from a bundle
with a rough surface, to smooth, flawless and isolated
entities.

3.4 Pyrolysis solid residue and recovered glass
fibers

The black solid residue recovered from the reactor at the
end of the pyrolysis run (Figure 5A) maintains the shape
of the fed fiberglass reinforced composite scraps. This
residue, whose amount decreases from 44.3 to 38.7 wt%
increasing the process temperature from 500 to 600°C
(Figure 4), is composed of glass fibers mats where the
fibers are randomly arranged and kept together by a thin
cohesive carbonaceous layer that provides the overall
black colour (Figure 5A).

Figure 5. Solid residue recovered from pyrolysis batches at
500°C (A) and clean recovered glass fibers after oxidation
at 500°C (B)

In Figure 6A, B and C, SEM micrographs of solid
residues obtained at different pyrolysis conditions are
reported. All the fibers show an uneven surface, due to
char deposits, as previously stated [23, 27] and their
average diameter decreases from 15.0 to 13.5 µm as the
process temperature is increased from 500 to 600°C
(Table 4).
In order to quantify the extent of char fraction and
the thickness of the carbonaceous layer, the carbon
residue was completely removed with the application of
an oxidizing treatment at 500°C for 60 minutes, as
demonstrated by the picture reported in Figure 5B
where the fibers whiten.
During the oxidizing treatment of about 200 g of
solid residue we registered a weight loss whose entity
decreases from 21.3 to 12.2 wt% by increasing the
pyrolysis process temperature. As previously reported
by Torres et al. [26], this weight loss is due to the
carbonaceous layer decomposition and its trend is in
accordance with the decreasing quantity of solid residue
collected after pyrolysis (Figure 4). The glass fiber
content in the pyrolysis-oxidized residues, calculated
according to the equations proposed by Torres et al.
[26], corresponds to an average of about 34 wt%.
The char decomposition is demonstrated also by
SEM analysis. As an example, in Figure 6A and D we
report the micrographs of the solid residue obtained
410 ▪ VOL. 44, No 4, 2016

Figure 6. SEM micrographs of P500 (A) scale bar 10 µm,
P550 (B) scale bar 20 µm, P600 (C) scale bar 10 µm, and
P500-O500x60 (D) scale bar 10 µm

Moreover the fibers average diameter (Table 4),
calculated from the SEM micrographs, after oxidation
appears reduced to a common value of 12.5 µm. By
considering this value as the diameter of the virgin
uncoated fibers, it was possible to estimate the thickness
of the carbonaceous layer after different pyrolysis
conditions (Table 4). The data reported in Table 4 show
again a decrease of the calculated thickness of the char
from 1.25 to 0.50 µm when the pyrolysis process
temperature increases from 500 to 600°C, in accordance
with the registered weight losses during oxidation.
Table 4. Sizing of the carbon deposits on the glass fibers
obtained at different pyrolytic process temperature

Pyrolysis
process
temperature
(°C)
500
550
600

Average diameter of the
glass fiber (µm)
After
After
oxidation
pyrolysis
process
process
15.0
12.5
14.8
12.5
13.5
12.5

Carbonaceous
layer thickness
(µm)
1.25
1.15
0.50

The disappearance of the carbon residue deposited
on glass fibers, as a function of oxidation temperature
and time residence, was also assessed by Raman
spectroscopy coupled to an optical microscope to guide
the Raman probe.
In particular, this investigation was performed on
200 g of the solid residue obtained by pyrolysis at
500°C (P500) and further subjected to an oxidation
treatment at 500°C for 10, 20, 30, 40, 50 and 60 mins
(called P500-O500xY, where Y is the residence time in
minutes). The Raman spectrum of P500 is shown in
Figure 7A and exhibits two evident broad peaks at 1560
and 1360 cm-1 that are well known absorptions for
carbonaceous materials as the so-called G- and D-peaks
respectively. In particular, the G-peak is ascribed to the
bond stretching of all pairs of sp2 atoms in both carbon
rings and chains, while the D-peak is due to the defect
induced on the sp2 structure [40].
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At 600°C, only 20 minutes are needed to completely
remove the carbonaceous residue from the surface of the
fibers, as evidenced by the disappearance of the
characteristic peaks around 1560 and 1360 cm-1. By
increasing the residence times, no structural changes of
the glass fibers were shown by Raman analysis.
When applying the minimum oxidation time
residence necessary for the complete removal of the
carbonaceous layer (50 minutes at 500°C and 20
minutes at 600°C) to the solid residues from pyrolysis at
550 (P550) and 600°C (P600), Raman spectroscopy
(Figure 8) confirms once again the complete removal of
the carbonaceous coating without inducing detectable
structural changes.

Figure 8. Raman spectra of P550-O500x20 and x50 (a) and
P600-O600x20 and x50 (b)
Figure 7. Raman spectra of solid residue obtained by
pyrolysis at 500°C before and after oxidization in air at 500
(A) and 600°C (B) for different residence times, according
to the labels in the Figure

The presence and intensity of these peaks can be
correlated with the presence or lack of organic residues
(amorphous carbonaceous layer) [41] and it is taken as a
guarantee that the oxidation process provides a surface
free from any residual resin, as observed qualitatively
by naked eye and SEM micrographs (Figure 5B and
Figure 6D, respectively).
The same broad Raman absorptions are observed in
the fibers oxidized at 500°C for up to 40 minutes
treatment (Figure 7A, curves P500-O500x10, x20, x30
and x40). Further increasing the oxidation time (Figure
7A, curves P500-O500x50 and x60), the carbonaceous
peaks are absent, thus suggesting an almost complete
removal of residual resin. The complete removal of the
organic residue results in the appearance of two new
peaks at lower Raman shift (around 605 and 440 cm-1),
that can be ascribed to the presence of Si-O-Si linkages
of the glass fibers [42] (Figure 7A). The complete lack
of these signals when char is present accounts for the
carbonaceous layer covering homogeneously the surface
fibers, thus fully hiding the glass.
To evaluate the effect of higher oxidation tempera–
tures on glass fibers, the solid residue obtained by
pyrolysis at 500°C (P500) was also subjected to
oxidation at 600°C for 10, 20, 30, 40, 50 and 60 minutes
(called P500-O600xY, where Y is the residence time in
minutes) and the regression of the carbonaceous residue
was followed again by Raman spectroscopy (Figure
7B).
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Furthermore, longer oxidation times do not induce
visible surface damages of the glass fibers whose
average diameter stays constant at 12.5 µm when the
oxidation time increases from 10 to 50 minutes also at
higher temperatures.
These data confirm previous findings observed on
pyrolyzed carbon fibers from carbon fiber reinforced
composites pyrolysis, that show similar conditions for
the complete removal of the outer carbon layers [14].
Moreover, by running the pyrolysis and the oxidation
processes at the same temperature (e.g. isothermal
between 500-600°C), it is possible to plan an in line
thermal treatment carried out directly on the hot solid
residue at the end of the pyrolysis process, when upscaling to an industrial plant.
4.

CONCLUSION

Pyrolysis proved itself a highly suitable method for
recovering valuable products and energy from GFRPs
scraps. The innovative proposed process, with a
hydraulic guard that guarantees process safety, was
applied on whole parts of GFR polyester resin
laminates, thus saving the energy costs of shredding,
and yielding an oil (≈20 wt%), a gas (≈40 wt%) and a
solid residue (≈40 wt%). The pyrolysis gas appears
significantly rich in H2 and CH4 while the high content
of light aromatic compounds, the low content of sulfur
and halogens, together with the total absence of heavy
metals, make the obtained oil fraction suitable as fuel
without the need for any further purification process or
as raw material. Moreover, we have demonstrated that,
by a further oxidation treatment at temperature between
VOL. 44, No 4, 2016 ▪ 411

500-600°C, it is possible to obtain clean glass fibers
suitable to be re-used: at 500°C the time of air exposure
should be 50 minutes or more; at 600°C the oxidative
residence time should be about 20 minutes in order to
limit the energy cost.
ACKNOWLEDGMENT

Authors wish to acknowledge Curti S.p.A., Vetroresina
S.p.A. and POR FESR 2007-2013 Regione Emilia
Romagna - Attività I.1.1 funded by Regione Emilia
Romagna for financial support.
REFERENCES

[1] Chawla, K. K.: Composite materials. Science and
Engineering, Springer, New York, 1998.
[2] Pickering, S. J.: Recycling technology for
thermoset composite materials-current status,
Composites Part A, Vol. 37, pp. 1206-1215, 2006.
[3] Meira Castro, A. C., Ribeiro, M. C. S, Santos, J.,
Meixedo, J. P., Silva, F. J. G., Fiuza, A., Dinis, M.
and Alvim, L. M. R.: Sustainable waste recycling
solution for the glass fibre reinforced polymer
composite materials industry, Constr. Build Mater,
Vol. 45, pp. 87-94, 2013.
[4] Meira Castro, A. C., Carvalho, J. P., Ribeiro, M. C.
S., Meixedo, J. P., Silva, F. J. G., Fiúza, A. and
Dinis, M. L.: An integrated recycling approach for
GFRP pultrusion wastes: recycling and reuse
assessment into new composite materials using
Fuzzy Boolean Nets, J. Clean Prod, Vol.66, pp.
420-430, 2014.
[5] Sisti, L., Belcari, J., Mazzocchetti, L., Totaro, G.,
Vannini, M., Giorgini, L., Zucchelli, A. and Celli,
A.: Multicomponent reinforcing system for
poly(butylene succinate): composites containing
poly(L-lactide) electrospun mats loaded with
graphene, Polym. Test, vol 50, pp. 283-291, 2016.
[6] Samorì, C., Abbondanzi, F., Galletti, P., Giorgini,
L., Mazzocchetti, L., Torri, C. and Tagliavini, E.:
Extraction of polyhydroxyalkanoates from mixed
microbial cultures: impact on polymer quality and
recovery, Bioresource Technol, Vol. 189 pp. 195202, 2015.
[7] Lopez, F. A., Centano, T. A., Gracia-Diaz, I. and
Alguacil, F. J.: Textural and fuel characteristics of
the chars produced by the pyrolysis of waste wood,
and the properties of activated carbons prepared
from them, J. Anal. Appl. Pyrol, Vol. 104, pp. 551558, 2013.
[8] Miura, K.: Mild conversion of coal for producing
valuable chemicals, Fuel Process. Technol, Vol. 62,
pp. 119-135, 2000.
[9] Doumer, M. E., Carbajal Arízaga, G. G., da Silva,
D. A., Yamamoto, C. I., Novotnye, E. H., Santos, J.
M., Oliveira dos Santos, L., Wisniewski, A.,
Bittencourt de Andrade, J. and Mangrich, A. S.:
Slow pyrolysis of different Brazilian waste
biomasses as source of soil conditioners and
energy, and for environmental protection, J. Anal.
Appl. Pyrol, Vol. 113, pp. 434-443, 2015.
412 ▪ VOL. 44, No 4, 2016

[10] Tinwala, F., Mohanty, P., Parmar, S., Patel, A. and
Pant, K. K.: Intermediate pyrolysis of agroindustrial biomasses in bench scale pyrolyzer:
Product yields and its characterization, Bioresource
Technol, Vol. 188, pp. 258–264, 2015.
[11] Manyà, J. J., García-Ceballos, F., Azuara, M.,
Latorre, N. and Royo, C.: Pyrolysis and char
reactivity of a poor-quality refuse-derived fuel
(RDF) from municipal solid waste, Fuel Process.
Technol, Vol. 140, pp. 276-284, 2015.
[12] Haydary, J., Susa, D. and Dudas, J.: Pyrolysis of
aseptic packages (tetrapak) in a laboratory screw
type reactor and secondary thermal/catalytic tar
decomposition, Waste Manage, vol. 33, pp. 11361141, 2013.
[13] Undri, A., Rosi, L., Frediani, M. and Frediani, P.:
Fuel from microwave assisted pyrolysis of waste
multilayer packaging beverage, Fuel, Vol. 133, pp.
7-16, 2014.
[14] Giorgini, L, Benelli, T., Leonardi, C.,
Mazzocchetti, L., Zattini, G., Cavazzoni, M.,
Montanari, I. and Tosi, C.: Efficient recovery of
non-shredded tires via pyrolysis in an innovative
pilot plant, Environ. Eng. Manag. J., Vol. 14,
pp.1611-1622, 2015.
[15] Martinez, J. D., Puy, N., Murillo, R., Gracia, T.,
Navarro, M. V., and. Mastral, A. M.: Waste tyre
pyrolysis, Renew. Sust. Energ. Rev, Vol. 23, pp.
179-213, 2013.
[16] Giorgini, L., Benelli, T., Mazzocchetti, L.,
Leonardi, C., Zattini, G., Minak, G., Dolcini, E.,
Cavazzoni, M., Tosi, C. and Montanari I.: Recovery
of carbon fibers from cured and uncured CFRC
wastes and their use as feedstock for a new
composite production, Polym. Composite, Vol. 36,
pp. 1084-1095, 2015.
[17] Palmer, J., Ghita, O. R., Savage, L. and Evans, K.
E.: Successful closed-loop recycling of thermoset
composites, Composites: Part A, Vol. 40, pp. 490498, 2009.
[18] Giorgini, L., Benelli, T., Mazzocchetti, L.,
Leonardi, C., Zattini, G., Minak, G., Dolcini, E.,
Cavazzoni, M., Tosi, C. and Montanari I.: Pyrolysis
as a way to close a CFRC life cycle: Carbon fibers
recovery and their use as feedstock for a new
composite production. AIP Conf. Proc., Vol. 1599
pp. 354-357, 2014
[19] Hall, W. J. and Williams, P. T.: Separation and
recovery of materials from scrap printed circuit
boards, Resour Conserv. Recy, Vol. 51, pp.691709, 2007.
[20] Quan, C., Li, A., Gao, N. and Dan, Z.:
Characterization of products recycling from PCB
waste pyrolysis, J. Anal. Appl. Pyrol, Vol. 89, pp.
102-106, 2010.
[21] Long, L., Sun, S., Zhong, S., Dai, W., Liu, J. and
Song, W.: Using vacuum pyrolysis and mechanical
processing for recycling waste printed circuit
boards, J. Hazard. Mater, Vol. 177, pp. 626-632,
2010.
FME Transactions

[22] Torres, A., de Marco, I., Caballero, B. M.,
Laresgoiti, M. F., Legarreta, J. A., Cabrero, M. A.,
Gonzalez, A., Chomon, M. J. and Gondra, K.:
Recycling by pyrolysis of thermoset composites:
characteristics of the liquid and gaseous fuels
obtained, Fuel, Vol. 79, pp. 897-902, 2000.
[23] Yun, Y. M., Seo, M. W., Koo, G. H., Ra, H. W.,
Yoon, S. J., Kim, Y. K., Lee, J. G. and Kim, J. H.:
Pyrolysis characteristics of GFRP (Glass Fiber
Reinforced
Plastic)
under
non-isothermal
conditions, Fuel, Vol. 137, pp. 321-327, 2014.
[24] Yun, Y. M., Seo, M.W., Ra, H. W., Koo, G. H., Oh,
J. S., Yoon, S. J., Kim, Y. K., Lee, J. G. and Kim, J.
H.: Pyrolysis characteristics of GFRP (Glass Fiber
Reinforced Plastic) under isothermal conditions, J.
Anal. Appl. Pyrol, Vol. 114, pp. 40-46, 2015.
[25] Pickering, S. J., Kelly, R. M., Kennerley, J. R.,
Rudd, C. D. and Fenwick, N.J.: A fluidized-bed
process for the recovery of glass fibres from scrap
thermoset composites, Compos. Sci. Technol, Vol.
60, pp. 509-523, 2000.
[26] Torres, A., et al.: Recycling of the solid residue
obtained from the pyrolysis of fiberglass polyester
sheet molding compound, Adv. Polym. Tech, Vol.
28, pp. 141-149, 2009.
[27] Lopez, F. A., et al.: Thermolysis of fiberglass
polyester composite and reutilization of the glass
fibre residue to obtain a glass-ceramic material, J.
Anal. Appl. Pyrol, Vol. 93, pp. 104-114, 2012.
[28] Bortolani, G. N., et al.: Disposal of toxic materials,
Patent EP 1013992 A2, 2000.
[29] Bortolani, G. N., Giorgini, L., Tosi, C. and Bianchi,
M.: Plant for transforming into secondary raw
material, or disposing used tires, made of rubber or
other carbon matrices comprising pyrolysis
chamber, comprises first hydraulic sealing means,
first evacuating means, and second evacuating
means, Patent WO 2014057430-A1, 2014.
[30] Giorgini, L., Mazzocchetti, L., Minak, G. and
Dolcini, E., Investigation of a carbon fiber/epoxy
prepreg curing behavior for thick composite
materials production: An industrial case-study, AIP
Conf. Proc, Vol. 1459, pp. 190-192, 2012.
[31] Giorgini, L., et al.: Kinetics and modeling of curing
behavior for two different prepregs based on the
same epoxy precursor: a case-study for the
industrial design of thick composites, Polym.
composite, Vol. 34, pp. 1507-1514, 2013.
[32] Poodts, E., et al.: Fabrication, process simulation
and testing of a thick cfrp component using the rtm
process, Composites: Part B, Vol. 56, pp 673–680,
2014.
[33] Savoia, M., Stefanovic, M. and Fragassa, C.:
Merging technical competences and human
resources with the aim at contributing to transform
the Adriatic area in a stable hub for a sustainable
technological development, International Journal of
Quality Research, Vol. 10, No. 1, pp 1-16, 2016.
[34] Allesina, G., Pedrazzi, S., Montermini, L., Giorgini,
L., Bortolani, G. and Tartarini, P.: Porous filtering
FME Transactions

media comparison through wet and dry sampling of
fixed bed gasification products, J. Phys. Conf. Ser,
Vol. 547, pp 1-9, 2014.
[35] Williams, P. T. and Williams, E. A.: Fluidized bed
pyrolysis of low density polyethylene to produce
petrochemical feedstock, J. Anal. Appl. Pyrol, Vol.
51, pp. 107-126, 1999.
[36] Dai, X., Yin, X., Wu, C., Zhang, W. and Chen, Y.:
Pyrolysis of waste tires in a circulating fluidizedbed reacor, Energy, Vol. 26, pp. 385-399, 2001.
[37] Lopez, G., Olazar, M., Amutio, M., Aguado, R. and
Bilbao, J.: Influence of tire formulation on the
products of continuous pyrolysis in a conical
spouted bed reactor, Energ. Fuels, Vol. 23, pp.
5423-5431, 2009.
[38] Williams, P. T., et al.: The pyrolysis of scrap
automotive tires: The influence of temperature and
heating rate on product composition, Fuel, Vol. 69,
issue 12, pp. 1474-1482, 1990.
[39] Torres, A., de Marco, I., Caballero, B. M.,
Laresgoiti, M. F., Cabrero, M. A. and Chomón, M.
J.: GC-MS analysis of the liquid products obtained
in the pyrolysis of fibre-glass polyester sheet
moulding compound, J. Anal. Appl. Pyrol, Vol. 5859, pp. 189-203, 2000.
[40] Ferrari, A. C.: Raman spectroscopy of graphene
and graphite: disorder, electron-phonon coupling,
doping and nonadiabatic effects, Solid State
Commun, Vol. 143, pp. 47-57, 2007.
[41] Lespade, P., et al.: Model for Raman scattering
from incompletely graphitized carbons, Carbon,
Vol. 20, pp.427-231, 1982.
[42] McMillan, P.: Structural studies of silicate glasses
and melts-applications and limitations of Raman
spectroscopy, Am. Mineral, Vol. 69, pp 622-644,
1984.
NOMENCLATURE

GFRPs
CFRPs
GC-MS
XRF
µ-GC
SEM
LDPE
TGA
GCV
MS
PPU
TCD
ATR

Glass fiber reinforced polymers
Carbon fiber reinforced polymers
Gas Cromatography-Mass spectroscopy
X-ray Fluorescence analysis
micro-Gas Chromatography
Scanning Electron Microscopy
Low Density Polyethylene
Thermogravimetric analysis
Gross calorific value
Molsieve
PoraPLOT U
Thermal Conductivity Detector
Attenuated total reflectance
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СТАКЛЕНИХ/ПОЛИЕСТЕР ВЛАКАНА:
РЕКОНСТРУКЦИЈА И КАРАКТЕРИЗАЦИЈА
ДОБИЈЕНИХ ПРОИЗВОДА
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Ђ. Затини, М. Кавацони, И. Монтанари, К. Тоси,
Т. Бенели
Композити од полиестера ојачани стакленим
влакнима (GFRPs) као отпаци из производње
полиестерских ламината су разложени на 500, 550 и
600 °C у 70Kg иновативним пилот постројењима
која
обрађују
читаве
делове.
Присуство
хидрауличне заштите гарантује сигурност процеса.
Утицај максималне температуре процеса на течење
и физичко хемијске карактеристике пиролизе
производа је испитиван: фракција уља је
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анализирана помоћу GC-MС, вискозиметром и XRF,
док је фракција гаса праћена током читавог процеса
пиролизе путем µ-GC. Значајна фракција метана
(20,7 vol%) и водоника (11,5 vol%) је произведена.
Чврсти остатак (стаклена влакна покривена танким
угљеничним слојем) је прошао кроз процес
оксидације на 500 и 600 °C у различитим
временским распонима да би се обезбедила чиста
стаклена влакна без органских остатака. Ефекти обе
пиролизе и кораци оксидације стаклених влакана,
добијених у различитим процесним условима,
процењивани су СEM-ом и Raman спектроскопијом.
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