1 PROCESS FOR PRODUCI NG METHACRYLI C RESI N MOLDI NG
MATERI AL FI ELD OF THE | NVENTI'ON [ 0001] 5 The present
invention relates to a process for producing a

nmet hacrylic resin nolding material. BACKGROUND OF THE
I NVENTI ON [ 0002] 10 The nethacrylic resins have | ong
been used for car |anp covers, lighting covers,

si gnboards, optical |enses, triansparent tableware,
etc. due to their superior transparency and

weat herability. Recently, they have al so been used
for stationary articles or containers having
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BACKGROUND OF THE INVENTION

[0002]
10 The methacrylic resins have long been used for car
lamp covers, lighting covers, signboards, optical lenses,
transparent tableware, etc. due to their supericr
transparency and weatherability. Recently, they have also
been used for staticnary articles or containers having
15 relatively thick walls, accessories, etc. because of their
transparency. These methaﬁrylic resin moldings are
generally produced by injection molding methods, and
therefore, the methacrylic resins are processed into
pellets and the pellets are supplied as molding materials
20 for the methods.
{0003]

The typical injection molding method is outlined below.
The injection molding machine used for the method is
composed of a die, a die closing device for moving the die

25 in the die closing direction or the die opening direction,



2 and a device for injecting a nolten resin into the
closed die. The die consists of a core plate and a

cavity plate, wherein a sprue for passing a nolten

resin therethrough is fornmed in the cavity plate, a
runner and a gate are forned 5 along a parting |line
between the core plate and the cavity plate, and a

cavity for nolding an article bgtween both plates is
formed. In sonme cases, the cavity plate may be

installed with a hot runner for passing a nolten resin

t heret hrough while keeping it warm and may al so be 10

st r umidiredlssuck tthat ihhectiold en mcdsien reathesntdiridughclosed
a hot chip to the gate forned along the parting |ine.
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out a nolded article. The injection device is used
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forward, etc. The screw s eqU|pped on Its perlp
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materi al . [0004]

therethrough while keeping it warm, and may alsc be
structured such that the molten resin reaches through a hot
chip to the gate formed along the parting line. The core
plate may have a push-out device for taking out a molded
article. The injection device is used for plasticizing and
melting a molding material, and then injecting and filling
the molten material into the cavity of the die. The
injection device 1is composed of a cylinder, a screw
rotating in the cylinder, an injection nozzle attached to
the top of the cylinder, a hopper for suppiyving a molding
material into the cylinder, a motor for rotating the screw,
a ram mechanism for moving the screw forward, etc. The
screw 1s equipped on its periphery with a heater for
melting an internal molding material.
[0C04]

The molding material is supplied into a cylinder by

the rotation of the screw, heated by an energized heater,
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nol ding material is supplied into a cylinder by
he rotation of the screw, heated by an energi zed
er, 3 nelt-kneaded under the shear and frictiona
and/or the pressure due to the rotation of the

screw, fed into the top of the screw, and accunul at ed

t her

ein. At this tinme, the screwis gradually noved

backward by the pressure of the3z5 nolten resin
accunul ated in the top of the screw, and stopped when

It

s reached a desired position. Wen the screw

gradual | y noves backward while rotating, the
deconposdthegasdsumfert Héenphten angsifmichionawdicet and/or the
vapor, etc., which are caught in the resin, are
exhapstethisackaatd UG bytappbyiafg the appropriest énbacihe top
pressure from behind the screw, and degassed from a
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etc., which are caught in the resin, are exhausted backward
by applying an appropriate back pressure from behind the
screw, and degassed from a hopper part. Then, the screw is
moved forward by a ram mechanism to inject and fill the
meclten resin into the cavity of the die from a nozzle and
to apply a holding pressure for compensating a volumetric
shrinkage caused by the cooling solidification of the
molten resin. Then, the ccooling of the moiding in the die
and the metering of a molten resin for the next molding are
concurrently carried out. After the completion of coeling,
the die is opened by moving the core plate to remove the
molding.
[0005]

When a molding having a relatively thick wall or a
large volume is produced by such injection molding methods,
a large amount of molten resin must be accumulated in the

cylinder in the step (a plasticization step) of feeding the



When a nol ding having a relatively thick wall or a

| arge vol une is produced by such injection nolding

net hods, a |arge anmount of nolten resin nust be

accurul ated in the 25 cylinder in the step (a

pl asticization step) of feeding the 4 nolten resin to

the top of the screw and accunulating it therein, and
therefore, a lot of tine is needed for netering. In
addition, when the nolten resin filled in a dieis

cool ed by the heat exchange with the die surface, it 5

is likely that the predeterm ned di nensions of the

mol dinfgrerare=diot wbtdienedpbecause ofcrkheafdl deccumulating it
shrinkage of the nethacrylic resinif the nolding is

not shéfdici,enthy coelredorand ssolibdi fofed tipet aid t 8eeded for
central layer. Therefore, a long cooling tine is
necesstgningand Iongddythient iveerbecenesltel rengerfilled in =
[0006] Wien a nolding material in a nolten state

accufif dtsesool adabyiliendert f orchangengith nthe gde Surfacer it

descri bed above, the nolding material as a who
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cooling time is necessary, and one cycle time becomes

10 longer.

[0006]

When a molding material in a molten state accumulates
in a cylinder for a long time, as described above, the
molding material as a whole melts more than necessary and
15 the adhesion of the half-molten molding material (solid)
staying in the channel of the screw with the cylinder inner
wall 1is enhanced, so that it becomes hard to feed the
molten resin forward. In addition, a molding material
melts early in a supply zone of screw and the molten film-
20 is easily formed in the periphery of the screw, so that it
becomes hard to éxhaust the decomposed gases and/or water
vaper during metering backward. Therefore, the feeding is
delayed and thereby the decomposition of the molding
material is further promoted, so that the generation of the

25 decomposed gases is significantly increased. As a result,



5

10

15

20

25

20 is easily forned in the periphery of the screw, so
that it becones hard to exhaust the deconposed gases
and/ or water vapor during netering backward.
Therefore, the feeding is delayed and thereby the
deconposition of the nolding material is further
pronoted, so that the generation of the 25 deconposed
gases is significantly increasesl. As a result, 5 the
nolten resin accumul ates in the top of the screw while
cont ai ni ng the deconposed gases and/or air therein due
to lack of the degassing. Wien such a nolten resin is
fill@d modtandresirbubiueslabys oot urhe rnopdefofh¢ hecrew while
nol ding, and a 5 defect of shiny silver streak,
so- caiitednisg| vee "decarssdd lopsbabbhésormdioddimregn cue to
the surface of the nolding. [0007] To solve such _
pr oblat¥s o ff Gheesta@piEndIp 68217985 A Mols8Pepesin 1s filled
docunment 1) suggests to use, as. a | di material, 10
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repogpeaf the resulting methacrylic 15 resin nolding

material was hard to obtain and an effect to inhibit
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hard to stably obtain when the nolding material was

appl iretent document 1) suggests te use, as a molding material,
methacrylic resin pellets containing an amide compound
attached to their surface and having an angle of repose
adjusted to a predetermined range after attaching the amide
compound thereto. There were, however, problems that a
uniformity in angle of repose of the resulting methacrylic
resin molding material was hard to obtain and an effect to
inhibit the generation of the bubbles and/or the silver was
hard to stably obtain when the molding material was applied
to the injection melding methods.

{0008]

[Patent document 1} JP 08 217945 A

SUMMARY OF THE INVENTION
[0009]
Accordingly, an object of the present invention is to

provide a process that can produce a methacrylic resin



to the injection nolding nmethods. [0008] 20 [Patent
docunent 1] JP 08 217945 A SUMVARY OF THE | NVENTI ON

[ 0009] Accordingly, an object of the present
invention is to 25 provide a process that can produce
a methacrylic resin 6 nolding material having a high
uniformty in angle of repose. [0010] As the result
of extensive researches, the present 5 inventor found
that the above-nentioned object can be achi eved by
attaching an am de conpound to the surface of

met hacrylic resin pellets at a certain tenperature,

and MeHl1g thetpriedenkayinenti on drasube@mrd6upl et edngle of
[0011] 10 Nanmely, the present invention provides a
proc%%@?%%w producing a methacrylic resin nolding

mat e conprising attaching an am de conpound to

t he Léﬁche of nmet hacrylic resin peIIets at not | ess

th 35C., [0 Accor di to the pre
ventt ofs ol RAUyt || PESPRE S QT F AT Ft althe present
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achieved by attaching an amide compound toc the surface of
methacrylic resin pellets at a certain temperature, and
thus, thg preéent invention has been completed.

[0011]

Namely, the present invention provides a process for
producing a methacrylic resin molding material, comprising
attaching an amide compound to‘the surface of methacrylic
resin pellets at not less than 35°C.

[0012]

According to the present invention, a methacrylic

resin molding material having a high uniformity in angle of

repose can be produced.

DETAILED DESCRIPTION OF THE PREFERRED EMEODIMENTS
[0013]

The present invention is explained in detail below.
The methacrylic resin pellets to be used as a raw material
in the present invention are pellets (granules) of a
methacrylic resin composition containing a methacrylic

resin, or containing, in addition to the resin, mold
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repose can be produced. DETAI LED DESCRI PTI ON OF THE
PREFERRED EMBODI MENTS 20 [0013] The present invention
is explained in detail below. The nethacrylic resin
pellets to be used as a raw material in the present
invention are pellets (granules) of a nethacrylic
resin conposition containing a nethacrylic 25 resin,
or containing, in addition to tshe resin, nold 7

rel ease agents, ultraviolet |ight absorbers,

colorants, oxidation inhibitors, flane retarders and
the like. [0014] The nethacrylic resin may be a

pol yreeasbt aigradspby ulSrpoliyber i 2ighta amoobers maicellyrants,
conprising nmethyl nethacrylate, for exanple, a nononer
conpriisiehgomainHigg §ors hahl &56@% bYawwd iphandf thet nke.

net hacryl ate. The resin may be a honopol yner of
netH@plﬁéthacrylate or may be a copol yner of not

| ess than 50% b %a ght of nethyl 10 nethacr ate w th
not nor eTkhafieb W%lrgﬁﬁlnofmaé’ Mfhofre PO B Wed by
nmet hyl. net hacryl ate. The nonomer ot her than

netﬁﬁ%???ﬁi%”} cldﬁesrm¥ﬁpe5xanﬁﬁén tHﬂ%%?PF&n30|dmethyl

esters. such neth ¢rylate pyl
ﬁb%PyFa¥l§%eﬂnja§ ﬂqﬁa laﬁgmo g%z§omprlslng not less

HEtQ%ﬁﬁy%aLeby WSEJ%@ et%?ﬁnﬁgbﬁgéﬁgfgfﬁu C%%E°Q@§¥A may

nethacrylate bor nmet hacr te,
be a homopolymer of methyl methacrylate, or may be =&
copolymer of not 1less than 50% Dby weight of methyl
methacrylate with not more than 50% by weight of a monomer
other than methyl methacrylate. The mcnomer other than
methyl methacrylate includes, for example, methécrylic acid
esters such as ethyl methacrylate, propyl methacrylate,
butyl methacrylate, benzyl methacrylate, 2=ethylhexyl
methacrylate, cyclohexyl methacrylate, bornyl methacrylate,
adamantyl methacrylate, and cyclopentadienyl methacrylate;
acrylic acid esters such as methyl acrylate, ethyl acrylate,
propyl acrylate, butyl acrylate, benzyl acrylate, 2-
ethylhexyl acrylate, cyclohexyl acrylate, bornyl acrylate,
adamantyl acrylate, and cyclopentadienyl acrylate;
unsaturated carboxylic acids and acid anhydrides thereof
such as acrylic acid, methacrylic acid, maleic acid,
itaconic acid, maleic anhydride, and itaconic anhydride;
hydroxyl group-containing monomers such as 2-hydroxyethyl

acrylate, 2-hydroxypropyl acrylate, monoglycerol acrylate,
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adamantyl nethacryl ate, and cycl opent adi enyl

nmet hacryl ate; acrylic acid esters such as nethyl
acrylate, ethyl acrylate, propyl acrylate, butyl

acryl ate, benzyl acrylate, 2- ethyl hexyl acrylate,

cycl ohexyl acrylate, bornyl acrylate, 20 adamantyl
acryl ate, and cycl opentadi enyl acrylate; wunsaturated
carboxylic acids and acid anhydri des thereof such as
acrylic acid, methacrylic acid, maleic acid, itaconic
acid, maleic anhydride, and itaconic anhydride;

hydr oxyl group-contai ni ng nononers such as

2- hyihgdy ek hth a5 redhpkcal bat- hirdrisoppybpypy acrsilacaylate,
monogl ycerol acrylate, 8 2-hydroxyethyl nethacrylate,

2- hydicoxypeopyde nvet hacksyimitlete; apdt mgrigicpsérbring monomers
met hacryl ate; nitrogen-containing nononers such as k6
acrfW§ﬁldeaSnEtHQEYkﬁW%ﬁede BeEyRen erifg,  acrylonitrile,

thacrylonjtrjle, diacet | ami d 2
e et sty e

h dyl
acrifgfghygqﬁL“i% H& tga CI Q@ etg%&gtgggggfhﬁn mopgmers

acryrat yFéne nornomne

Suc%g%% Tﬁggﬁgtﬁ§g¥éﬁégﬂ:hgkﬁg¥re yéi@?lthghc#ﬂg%e, and

[ 00 I'C resin can De prfoduce for

examahei by nHRES. PPN iAQLLAR, mheheFabk¥chYas styrene,
contlnuous mass pol ymerization. According to the

continaugUsiec FRSSs t yR@h¥BEAZ &thicOnikéhe nmet hacrylic resin
havi ng an i nproved
{0015]

The methacrylic resin can be produced, for example, by
mass polymerization, preferably by continuous mass
polymerization. According to the continuous mass
polymerization, the methacrylic resin having an improved
transparency can be produced with reducing impurities as
much as possible. Then, the resin can be formed into a
strand, and the strand can be cut off to provide
methacrylic resin pellets. In this case, the forming can
be conducted by using an apparatus consisting of an
extruder having a heating cylinder and a screw rotating
therein, for examplé, a single screw extruder, a twin screw
extruder ‘or a vent-type extruder, and a die having a
plurality of holes placed at the exit of the extruder.
[0016]

Thus obtained strand in a molten state is cooled and

cut off, for example, by a water stream strand cutting



transparency can be produced wth reducing inpurities

as 15 nmuch as possible. Then, the resin can be forned

into a strand, and the strand can be cut off to

provide nethacrylic resin pellets. In this case, the
form ng can  be conducted by using an apparatus

consisting of an extruder having a heating cylinder

and a screw rotating 20 thereing for exanple, a single
screw extruder, a twin screw extruder or a vent-type
extruder, and a die having a plurality of holes

pl aced at the exit of the extruder. [0016] Thus

obt aPpEP Gt rigrie inelaehsl tepldint endterdedl edauny 25diameter
cut off, for exanple, by a water stream strand cutting

9 nefhoECm | At BO pél I8t $n¢ndl dieRgthmpér £8PY RatPng &T. The
dianeter of from2 to 4 nmand a length of from2 to

5 mmi'eFie SWREEEr SSTFRAR St aAd e hed ﬁgs%thﬁaalaséa a method
h tho I t
£{$é%mé$1sﬁg%§§0%ﬁw O B S InicuBan e Byl fofupo the
hut f
o ] Rty B, o8 g
The rethaety)i gatesi Qn@e'cb%kfmgagf?e t%sceo%&%guasg%% into

0 nelt-kneading a nethacrylic resin in an extr
extrygyngsthe resin fromdie holes, and cutting off
t he extrudate

[CC17]

The methacrylic resin pellets can be also produced by
10 melt-kneading a methacrylic resin in an extruder, extruding
the resin from die holes, and cutting off the extrudate
into pellets when the extrudate is attained a predetermined
length.

[0018]

15 The methacrylic resin molding material can be produced
by attaching an amide compound to the surface ‘of thus
obtained methacrylic resin pellets. In the present
invention, the attaching temperature is not less than 35°C.
By attaching an amide compound +tc¢ the surface of
20 methacrylic resin pellets at the predetermined temperature,
the uniformity 1in angle of repose of the resulting
methacrylic resin molding material can be increased, and an
effect to inhibit the generation of bubbles and/or the
silver can be stably obtained when the molding material is

25 applied to injection molding methods. The attaching



into pellets when the extrudate is attained a
predeterm ned I|ength. [0018] 15 The nethacrylic
resin nolding material can be produced by attaching
an am de conmpound to the surface of thus obtained
nmet hacrylic resin pellets. In the present invention,
the attaching tenperature is not |less than 35C. By
attachi ng an anmi de conpound to tthe surface of 20
nmet hacrylic resin pellets at the predeterm ned
tenperature, the uniformty in angle of repose of the
resulting methacrylic resin nolding naterial can be
i ncreasedatand ds  preEetabtly i ARPi t40t hee gdifér Gt i oicof more
bubbl es and/or the silver can be stably obtained when
t he siigiral L rat & 4° it8 2% @pplied to injection
nmol di ng et hods. The attaching 10 tenperature is
pref[é} k?l]y from40 to 100C, and nore preferably from
40 to 80 [001 The amde ¢ ound v 1Qr ;
exanpl e, ggem?ﬁ%g%ri agmp%mg)n%ao‘ﬁgb ’orP‘%lr g%gaam?ﬁ%(?é ¥ nonoanide
conmp ut._pre I ' } d C : ;
5rmnocgo?h& gngo%ﬁo%n%f%%g%dgggb%?@'e%% %?Eg%?gg%fgbﬁg@tlisgmde
nmonoayydengompound represented by the fornmula: RCONH2
[wherern R represents a nonoval ent aliphatic

The monoamide compound includes, preferably, an

aliphatic monoamide compound represented by the formula:
RCONH; [wherein R represents a monovalent aliphatic

10 hydrocarbon group], and specific examples thereof include
stearamide, palmitamide, oleamide, erucamide, and the like.

The bisamide ‘compound includes, preferably, an

aliphatic bisamide compound represented by the formula:
RICONH-R?-NHCOR® [wherein each of R! and R® represents a

15 rmonovalent aliphatic hydrocarbon group, and R? represents a
divalent aliphatic | hydrocarbon groupl, and specific
examples thereof include methylene bis stearamide, ethylene

bis stearamide, ethylene bis oleamide, hexamethylene bis

stearamide, methylene bis stearamide, ethylene bis
20 stearamide, and the like.
[0020]

The amount of the amide compound to be wused \is
generally from 0.003 to 0.5 part by weight, and preferably
from 0.008 to 0.015 part by weight, based on 100 parts by

25 weight of the methacrylic resin pellets. If the amount of
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10 hydrocarbon group], and specific exanpl es thereof

i nclude stearam de, palmtam de, ol eam de, erucam de,

and the like. The bisam de conmpound i ncl udes,

preferably, an aliphatic bisam de conpound represented

by the formula: R1CONH R2- NHCOR3 [wherein each of Rl

and R3 represents a 15 nonoval ent ali phatic

hydr ocar bon group, and R2 represents a dival ent

al i phatic hydrocarbon group], and specific exanples

t hereof include nethylene bis stearam de, ethyl ene

bi s stearam de, ethylene bis ol eam de, hexanet hyl ene

bi s ti=t earigei dempomerdytenee bisedstisatan daalet httermgfect to
bis 20 stearam de, and the like. [0020] The anount

of tﬁé“é?r-htdéh%o@ﬁﬁﬁm&l?é bE Qiddd epsangerertdlel yifyembecones
0.003 to 0.5 part by weight, and preferably from

0. 008 1%h @PO?gtﬁﬁ?tWB9“ P@hﬁmlﬂégﬁd“@ﬁei8®lpé?t§p8§19d to

25 ht f th th I | et
ot i9h g EH 6 ChBibound s o bt GUSIY cof gne amide
srml %dméaolgleglegf eC t9.15@' nhisgLEEoéh%u%ﬁ [ﬁ-{' OH 1? ring ,0f the

bubb & siiVer comnes A h wheh

the aq Bgmgﬁélefellalbecﬁmgg%ér@ tEOcafPil/ ecﬁfﬂ %chﬁ’ég'c&g their

nmet hods. I'f the anmount o e am de 5 conpound to be

usede i sk@Qe MUCippdrN@elBt @EdNEHef nbD8indBladicRgal is applied
materi al beconmes hard to carry out because of their

excessiivgest i ppaidiesg weewodde nolding material is
appli ed
[0021]

The melting point of the amide compound is preferably
from 30 to 200°C, and more preferably from 70 to 170°C. It
the melting point is too low, the resulting methacrylic
resin molding material becomes sticky. If the melting
point is too high, the amide compound becomes hard to
attach to the methacrylic resin pellets.

[0022]

The method for attaching the amide compound to the
surface of methacrylic resin pellets includes, for example,
a method comprising mixing the methacrylic resin pellets
and the amide compound by stirring, etc., a method
comprising spraying the amide compound to the methacrylic
resin pellets, and the like. In the method, an adqueous
solution of the amide compound may be used, and in this

case, it 1is preferable to dry the pellets after the

attaching step. In addition, the attaching step may be
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to injection nolding nmethods. [00211 10 The nelting
poi nt of the am de conpound is preferably from30 to
200C, and nore preferably from70 to 170C. If the
melting point is too low, the resulting nethacrylic
resin nolding material becones sticky. If the nelting
point is too high, the am de conpound becones hard to
15 attach to the nmethacrylic rasin pellets. [0022]

The nethod for attaching the am de conpound to the
surface of methacrylic resin pellets includes, for
exanple, a nmethod conprising mxing the nethacryllc
resiqarpebtiepst20edndet he adrde ecApour-iby dStier miatgacrylic
etc., a method conprising spraying the am de conpound
to tﬂ%lm%ha@WIhO@PeFe‘éi reipéhnpeesiomiy lopay | pa@Eine, etc.
t he net hod, an aqueous solutlon of t he am de conpound
may W&€%dded, and in this case, i's preferable to

dry the peliets after the 25 att
2ddi gﬁﬁet%ﬁt%fﬁggﬁﬁﬁﬁp%aﬁzgr%agﬁ%}el%d%ggﬁﬁi Yor prample,

bef%weh%rt?ﬁteEhQCﬁQP%%égg%@ g? Hﬁéﬂﬁ%&%'H%d{%?skﬂe'gmldé

“the &rof an injec

[00%%.}n Ebﬁdétg ngtﬁgm%awrsyr@%/ ttl%gaghug»&&%,phfeﬁc gas

exanpl e eating the nethacrylic resin pell

and/;Qr Qea%@bgﬁlng system. The heating may be carrled out
such that the temperature of the pellets, particularly the
surface temperature of the pellets, in the attaching step
is within the above-mentioned range of the attaching
temperature. In addition, the attaching time can be
appropriately adjusted, but it is generally from about 10
seconds to 10 minutes.
[0024]

Thus obtained methacrylic resin molding material can
be optionally subjected to a pretreatment such as predrying,
and then can be preferably used as a material for melt
molding methods including injection molding methods. In
particular, the methacrylic resin molding material can be
preferably used as an injection molding material for
producing a molding having a relatively thick wall (e.g.

not less than 3 mm) or a large volume.

EXAMPLES

[0025]
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conpounds before attaching or by heating an

at nospheric gas . in the attaching system The heating

may be carried out such that the tenperature of the
pellets, particularly the surface tenperature of the
pellets, in the attaching step 10 is within the
above-nenti oned range of the attaching tenperature.

In addition, the attaching tinmeitgan be appropriately
adjusted, but it is generally fromabout 10 seconds

to 10 m nutes. [0024] 15 Thus obtai ned nethacrylic

resin nolding material can be optionally subjected to

a pretredhgentraiastt asnypediop ngill afg t hehugtamtisd by the
preferably used as_a material for nelt nolding

met htlsl TWREPUGHABPL #F ect b nBP ARG AélhbdShe| gcope oI the
particular, the nethacrylic resin nolding material can

be X $EferBbFY 1I¥ed a8 4n"3Hj ecti on nol di ng materi a

for [ ucing a nol ding having a relatively thick

wal | @%ﬁﬂ. not less than 3 nm or a | arge vol une.

EXA 5 2 3 ese invention will be
i1 ﬁ%ﬁrﬁ‘gﬁe&g by ET e F%ﬁ%@%ﬁ%ﬁ% 38°CH ch do not
limt th@h§COB§Uﬁ&Pﬁﬁ“3Ld@meSQQEahgﬁgygﬂtqo I Ra AV a Wa-=d by

0026
[ SJmitomo Chemical Co., Ltd., was used as methacrylic resin
pellets. The “KAO WAX EB-FF” (ethylene bkis stearamide,
melting point: from 141.5 to 146.5°C), manufactured by Kac
Corporation, was used as an amide compound.
[0027]

Firstly, 3,000 g of the methacrylic resin pellets was
heated by an oven to the temperatures shown in Table 1 and
added into a plastic bag. Subsequently, 0.36 g of the
amide compound was added intc the plastic bag, and then,
the plastic bag was closed and shaken up forVSO seconds.
At that time, the temperature of the pellets in the plastic
bag was measured as an attaching temperature. The results
are shown in Table 1.

[0028]

Secondly, 300 g of the pellets containing the amide
cempound attached thereto was taken out from the plastic
bag eight times. Each sample was left c¢vernight (for 15
hours) at a room temperature. After that, 200 g of pellets

was taken out from each sample and measured for an angle of



5 Exanples 1 to 3 and Conparative Exanple 1 The

"SUM PEX L&" (transparent), manufactured by Sumtono
Chem cal Co., Ltd., was used as nethacrylic resin

pellets. The "KAO WAX EB-FF" (ethyl ene bis stearam de,
melting point: from141.5 to 146.5C), manufactured by

Kao 10 Corporation, was used as an am de conpound.

[0027] Firstly, 3,000 g of theigqethacrylic resin

pellets was heated by an oven to the tenperatures

shown in Table 1 and added into a plastic bag.
Subsequently, 0.36 g of the 15 am de conpound was
addetkdateo ¢iveh plaastotcatiag-tapnd tdrerie ¢he rplvasei ondsegring
was cl osed and shaken up for 30 seconds. At that

t i neingtiyameehper dhar enotet he pepdsr soff readie girwdei ¢s shown
bag was neasured as an attaching tenperature. The
resdioe aiehshbswingan Fal dts. sbandaoupgrvsathrrl yp T5hee 1-
g of_the pellets containing t he ami

e co und |
at t achéddtharet o-hfadPPaRent dRPFFO fﬂgaﬁgﬁgFFE Widput the
5eight.&%¥es. Eac sangle was | eft overnight (for 15
hour¥y: %t C§™PYM ("&fpéfat ure. After that, 200 g of
pell§h§9ﬁ5 was taken out from each sanpl e and neasured
for an angle of 14 repose with a rotating-type angle
of repose neasuring instrunment. The angle of repose
of each sanple is shown



along with the nmean and its standard deviation in
Table 1. In addition, the angle of repose of the
pellets without the 5 am de conpound was 36. [0029]
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[0030]

The present application has been filed claiming the
Paris Conventicn priority based on the Japanese Patent
Application No. 2007-223701 (filed on August 30, 2007), the

entire content of which is herein incorperated by reference.
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ro Ox x x x UWWWWI16 [0030] The present
application has been filed claimng the Paris
Convention priority based on the Japanese Patent
Application No. 2007-223701 (filed on August 30,
2007), the 5 entire content of which is herein

i ncorporated by reference. 17 WHAT IS CLAIMED | S: 1
A process for producing a nethacrylic resin nolding
materi al, conprising attaching an am de conpound to
the surface of nethacrylic resin pellets at not |ess
t harwHAS 35CCLRIMEThé Sprocess of claim 1, wherein the
anmount of the am de conpound to be used is from 0. 003

to 0.05 part dy prasieght , Ihas@rogncingd par s thyciel ight resin

of the nmethacrylic resin pellets. 10 3. The process

of daidnY BRLSE IatheFRTRr tHd Gridech ethpduRdife gempound to

bi sam de caqnp

ounaq.
the surface og methacrylic resin pellets at not less than

5 35°C.

2. The process of claim 1, wherein the amount of the
amide compound to be used is from 0.003 to 0.05 part by

weight, based on 100 parts by weight of the methacrylic

resin pellets.

10 3. The process of claim 1 or 2, wherein the amide

compound is a bisamide compound.



