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Professional Certificate in Quality Assurance in Packaging Industry

Packaging Materials Characterization and Testing

Tensile Strength is one of the most frequently cited mechanical properties of packaging materials. It
represents the maximum stress that a film, sheet, or container can sustain before it breaks when pulled in
tension. The value is expressed in units of force per unit area, typically megapascals (MPa) or pounds per
square inch (psi). In practice, tensile strength is measured using a universal testing machine equipped with a
suitable grip and a calibrated load cell. A common test method is ASTM D638 for plastics, which specifies
specimen dimensions, gripping procedures, and the rate of extension. For flexible films, ASTM D882 is more
appropriate, using a narrower specimen and a higher crosshead speed to simulate real‑world handling.
Understanding tensile strength helps quality assurance professionals set material specifications that prevent
tearing during transport, filling, or consumer use. For example, a high‑density polyethylene (HDPE) bottle
intended for carbonated beverages must have sufficient tensile strength to resist the internal pressure
generated by carbonation without rupturing.

Elongation at Break measures the ductility of a packaging material, indicating how much it can stretch
before failure. It is expressed as a percentage of the original gauge length. Materials with high elongation,
such as low‑density polyethylene (LDPE), can accommodate deformation without immediate fracture, which
is advantageous for applications requiring flexibility, like stretch films. Conversely, rigid containers often
require lower elongation to maintain shape integrity. Elongation data are recorded simultaneously with
tensile strength during the same test run, providing a comprehensive view of both strength and ductility. A
practical scenario involves selecting a film for a heat‑seal process; a film that elongates excessively may
cause seal line slippage, while insufficient elongation could lead to premature tearing.

Modulus, often referred to as Young’s modulus, quantifies the stiffness of a material. It is calculated from
the initial linear portion of the stress‑strain curve obtained during a tensile test. A high modulus indicates a
material that resists deformation under load, which is desirable for rigid containers that must maintain
dimensional stability. In contrast, a low modulus is characteristic of flexible films used for wrapping or
bagging. Modulus values guide decisions about material selection for load‑bearing applications such as
corrugated board used in palletized shipments.

Burst Strength assesses the resistance of a packaging material to pressure applied uniformly over its surface,
mimicking conditions such as internal gas pressure or external crushing forces. The test is typically
performed according to ASTM D2584, where a circular specimen is clamped and pressurized until failure.
The resulting burst pressure is reported in kilopascals (kPa) or pounds per square inch. Burst strength is
critical for containers used for carbonated drinks, aerosol cans, or any product that generates internal
pressure. A case study: A PET bottle designed for sparkling water must meet a minimum burst pressure that
exceeds the maximum expected internal pressure by a safety factor, ensuring the bottle does not explode
during distribution.

Tear Resistance characterizes a material’s ability to withstand the propagation of a tear once initiated. Two
standard test methods dominate: The “trouser” method (ASTM D1938) and the “crescent” method (ASTM
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D2176). Both involve creating a pre‑cut notch and applying a controlled load to propagate the tear. The
measured force required to continue tearing is expressed in force per unit width (N/mm). High tear
resistance is essential for packaging that may be subjected to rough handling, such as cardboard boxes for
fragile electronics. Conversely, a low tear resistance may be advantageous for products that require easy
opening, like certain food pouches.

Compression Set quantifies the permanent deformation retained by a material after it has been compressed
for a specified period and then released. The test, outlined in ASTM D395, involves compressing a specimen
at a controlled temperature and load, maintaining the compression for a set dwell time, and then measuring
the recovered thickness. The compression set is expressed as a percentage of the original thickness lost.
Materials with low compression set, such as silicone elastomers used for sealing gaskets, maintain their
sealing capability over repeated cycles. In contrast, high compression set indicates a material that may lose
its sealing integrity, leading to potential leaks in pharmaceutical blister packs.

Creep describes the time‑dependent deformation of a material under a constant load. The phenomenon is
especially relevant for polymers that operate at temperatures near their glass transition temperature (Tg).
Creep testing involves applying a sustained load to a specimen and recording strain versus time, often over
several hours or days. The resulting creep curve helps predict long‑term performance of packaging
components such as caps, closures, or structural supports. For example, a polypropylene (PP) cap on a
bottle may exhibit measurable creep under the weight of the liquid, potentially affecting the sealing force
over the product’s shelf life.

Hardness provides a quick indication of a material’s resistance to surface indentation. Various scales exist,
including Shore A for softer elastomers and Shore D for harder plastics. The test uses a durometer that
presses a standardized indenter into the material surface and reads the depth of penetration. Hardness
values are useful for quality control of caps, closures, and protective liners. A sudden shift in hardness values
during production may signal variations in polymer grade, additive concentration, or processing
temperature, prompting an investigation.

Gloss is a visual property that describes the specular reflection of light from a material surface. Gloss meters,
conforming to ISO 2813, measure the reflected light intensity at a defined angle (commonly 60°) and report
the result in gloss units (GU). Gloss influences consumer perception, especially for high‑visibility packaging
such as cosmetics or snack foods. A glossy finish may be associated with premium quality, while a matte
appearance can convey a natural or eco‑friendly image. Controlling gloss involves adjusting surface
treatments, coating thickness, and drying conditions.

Surface Energy determines the wettability of a material and its interaction with inks, adhesives, or coatings.
It is measured using contact angle goniometry, where a liquid droplet (often water) is placed on the
material surface and the angle formed between the droplet edge and the surface is recorded. The surface
energy is derived from the contact angle using the Young‑Dupre equation. Low surface energy polymers,
such as polyethylene, repel water and many inks, necessitating surface treatment (e.G., Corona discharge)
before printing. Understanding surface energy helps packaging engineers select appropriate priming or
corona conditions to achieve reliable print adhesion.
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Water Vapor Transmission Rate (WVTR) quantifies the amount of water vapor that permeates through a
packaging material per unit area and time, typically expressed in g/m²·day. The test is performed following
standards such as ASTM E96 or ISO 15106. WVTR is a critical parameter for moisture‑sensitive products like
pharmaceuticals, snacks, and electronics. A low WVTR indicates an effective moisture barrier, extending
shelf life. For instance, a multilayer film combining a polyethylene core with a polyvinylidene chloride
(PVDC) barrier layer can achieve WVTR values below 0.5 G/m²·day, suitable for dry snack packaging.

Oxygen Transmission Rate (OTR) measures the amount of oxygen gas that passes through a material under
controlled temperature and humidity, expressed in cc/m²·day (cubic centimeters per square meter per day).
The test is commonly conducted using an Mocon OTR analyzer, adhering to standards like ASTM D3985.
OTR is vital for products prone to oxidation, such as cured meats, nuts, and pharmaceuticals. A low OTR
reduces oxidative spoilage, preserving flavor and potency. Engineers often select barrier polymers such as
ethylene‑vinyl alcohol (EVOH) or incorporate nanocomposite layers to achieve OTR values below 1 cc/
m²·day.

Carbon Dioxide Transmission Rate (CO₂TR) is similar to OTR but focuses on CO₂ permeability, which is
important for carbonated beverages and modified atmosphere packaging (MAP). The test method mirrors
OTR procedures, with the analyzer calibrated for CO₂. Materials with high CO₂ permeability may be chosen
for applications where rapid gas exchange is desired, such as fresh‑produce packaging that requires
controlled respiration. Conversely, low CO₂TR is essential for preserving carbonation in soft drinks.

Moisture Content indicates the amount of water present in a polymer or composite before testing. It is
determined by drying a known mass of material in a desiccator or oven, then calculating the weight loss as
a percentage of the initial mass. Moisture can affect mechanical properties, dimensional stability, and barrier
performance. For example, residual moisture in polyamide (nylon) films can increase OTR due to the
hygroscopic nature of the polymer, leading to higher oxygen ingress. Controlling moisture content before
testing ensures repeatable and comparable results.

Density and Specific Gravity provide insight into the material’s composition and potential void content.
Density is measured using a pycnometer or a digital density meter, following ASTM D792. The result,
expressed in g/cm³, helps verify material formulation, especially when incorporating fillers or
reinforcements. A deviation from the expected density may signal improper mixing, contamination, or air
entrapment, prompting corrective action.

Thermal Conductivity describes how efficiently a material transfers heat. It is measured using a heat flow
meter or a guarded hot plate, according to ASTM C177. In packaging, thermal conductivity influences the
performance of insulated containers, cold chain packaging, and heat‑seal processes. A low thermal
conductivity material such as expanded polystyrene (EPS) is ideal for thermal insulation, whereas a higher
conductivity polymer may be selected for rapid heat transfer in microwaveable trays.

Heat Deflection Temperature (HDT) is the temperature at which a polymer specimen deforms under a
specified load, typically 0.455 MPa. The test, described in ASTM D648, provides a practical indication of a
material’s service temperature range. For packaging that will be exposed to hot fill processes, the HDT must
exceed the maximum processing temperature plus a safety margin. For example, a PET container designed
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for hot‑filled soups should have an HDT above 80 °C to avoid deformation during filling.

Melt Flow Index (MFI) measures the rate at which a polymer melt flows through a calibrated capillary under
a specified load and temperature, reported in g/10 min. The test, standardized in ASTM D1238, provides a
quick assessment of molecular weight and processability. A higher MFI indicates lower molecular weight
and easier flow, which can affect extrusion speed, film thickness uniformity, and mechanical strength.
Quality assurance teams monitor MFI to detect variations in polymer batch quality that could impact
downstream processing.

Crystallinity reflects the proportion of ordered, crystalline regions within a semi‑crystalline polymer. It is
determined using differential scanning calorimetry (DSC) by measuring the melting enthalpy and comparing
it to the theoretical enthalpy of a 100 % crystalline sample. Crystallinity influences stiffness, barrier
properties, and shrink behavior. For instance, a highly crystalline polypropylene film will exhibit higher
stiffness and lower OTR than an amorphous counterpart, making it suitable for rigid packaging.

Additives such as plasticizers, antioxidants, UV stabilizers, and flame retardants are incorporated into
polymers to tailor performance. Each additive class has specific testing requirements. Plasticizer migration
can be evaluated using solvent extraction followed by gas chromatography, while antioxidant activity may
be assessed by measuring the residual peroxide value after accelerated aging. Understanding the role and
behavior of additives is essential for compliance with regulatory limits, especially in food‑contact
applications.

Plasticizers lower the glass transition temperature of a polymer, increasing flexibility. Common plasticizers
include phthalates, adipates, and citrate esters. Their presence is verified by Fourier transform infrared
spectroscopy (FTIR) and quantified by chromatography. Excessive plasticizer migration can lead to
regulatory violations, as certain phthalates are restricted in food‑contact materials. Quality control protocols
include routine monitoring of plasticizer content and migration rates.

Antioxidants protect polymers from oxidative degradation during processing and service. Two primary types
are primary (e.G., Hindered phenols) and secondary (e.G., Phosphites). Antioxidant effectiveness is measured
by the increase in oxidation induction time using a chemiluminescence analyzer. In packaging, inadequate
antioxidant levels can cause embrittlement, discoloration, and loss of barrier performance, especially for
products stored at elevated temperatures.

UV Stabilizers mitigate the damaging effects of ultraviolet radiation on polymers. They are evaluated
through accelerated weathering tests, such as ASTM G154, where specimens are exposed to UV light and
moisture cycles. The extent of degradation is monitored by changes in tensile strength, color, and surface
appearance. Selecting the appropriate UV stabilizer and dosage ensures that outdoor‑exposed packaging,
like agricultural films, retains its mechanical integrity throughout its intended lifespan.

Barrier Layers are specialized polymer films or metalized coatings designed to restrict gas or moisture
transmission. Common barrier polymers include EVOH, PVDC, and polyamide. Metalized layers, produced
by vacuum deposition of aluminum, provide excellent oxygen and moisture barriers but may be prone to
pinhole defects. The performance of barrier layers is quantified by OTR and WVTR measurements. In
multilayer structures, the placement of the barrier layer (e.G., Core versus skin) influences overall barrier
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efficiency and mechanical properties.

Multilayer Structures combine different polymers, each contributing distinct attributes such as strength,
barrier, sealability, or printability. The layers are bonded through co‑extrusion, lamination, or adhesive
application. Characterizing multilayer packages involves assessing each layer’s thickness, adhesion strength,
and overall performance. A typical example is a food‑packaging film composed of a polyethylene (PE) skin
for sealability, an EVOH core for oxygen barrier, and a polypropylene (PP) skin for heat resistance. Testing
the adhesion between layers can be performed using a peel test (ASTM D903), where the force required to
separate the layers is recorded.

Lamination is the process of joining two or more films using heat, pressure, and sometimes an adhesive. The
quality of a lamination is judged by its peel strength, seal integrity, and visual appearance. Peel strength is
measured by pulling the laminated sheets apart at a 90° angle and recording the maximum force. Poor
lamination can result in delamination during handling, leading to compromised barrier performance or loss
of printed graphics.

Coatings are thin layers applied to a substrate to modify surface properties, such as gloss, barrier, or
printability. Coating thickness is measured using a micrometer or a non‑contact optical profilometer.
Coating uniformity is critical; variations can cause localized weak points that fail during sealing or puncture.
Coating technologies include solvent‑based, water‑based, and UV‑curable systems. Each requires specific
curing conditions and safety considerations.

Seal Strength evaluates the force required to open a sealed package, indicating the robustness of the
heat‑seal or ultrasonic‑seal process. The test follows standards such as ASTM F88 for flexible packages. A
specimen is sealed, conditioned, and then pulled apart in a tensile tester. The maximum load before seal
rupture is recorded as seal strength. Excessive seal strength may hinder consumer opening, while
insufficient strength can lead to leakage. Adjusting seal temperature, pressure, and dwell time helps achieve
the target seal strength.

Seal Integrity refers to the ability of a seal to prevent ingress of contaminants, moisture, or gases over the
product’s shelf life. Integrity is commonly assessed through vacuum decay, pressure decay, or dye
penetration tests. In vacuum decay testing, a sealed package is placed under vacuum, and the rate of
pressure increase is monitored; a rapid rise indicates a leak. For high‑value pharmaceutical products, a
combination of destructive (e.G., Leak test) and non‑destructive (e.G., X‑ray) methods may be employed to
certify seal integrity.

Leak Testing encompasses a range of methods to detect unintended openings in packaging. Besides
vacuum decay, other techniques include helium mass spectrometry (tracer gas method), bubble emission
(submersion test), and ultrasonic detection. Helium leak testing, described in ASTM E1434, is highly
sensitive, capable of detecting leaks as small as 10⁻⁹ atm·cm³/s. Selecting an appropriate leak detection
method depends on product risk, regulatory requirements, and production throughput.

Impact Resistance measures a material’s ability to absorb energy from sudden forces without fracturing. The
test, such as ASTM D542 for rigid plastics, involves dropping a weighted impactor onto a specimen and
observing for cracks or failure. Impact resistance is crucial for protective packaging of delicate electronics,
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where drops from handling equipment can cause catastrophic damage. Materials may be modified with
impact modifiers (e.G., Rubber particles) to improve performance; the effectiveness is confirmed through
comparative impact testing.

Drop Test simulates handling events by allowing a packaged product to fall from a specified height onto a
defined surface. Standards like ASTM D5276 outline the test apparatus, drop height, and number of
repetitions. The test outcome is recorded as pass/fail based on visible damage, functional performance, or
seal integrity after the drop. Drop testing is often incorporated into production line quality checks for
beverages, consumer electronics, and pharmaceuticals.

Flexural Modulus and Flexural Strength are obtained from three‑point bending tests (ASTM D790). Flexural
modulus indicates stiffness in bending, while flexural strength reflects the maximum stress the material can
sustain before failure in a flexural scenario. These properties are valuable for evaluating the performance of
trays, clamshells, and other rigid containers that experience bending loads during stacking or transport.

Coefficient of Friction (COF) quantifies the resistance to sliding between two surfaces. It is measured using a
tribometer, following standards such as ISO 2813. In packaging, COF influences the behavior of films on
processing equipment, the ease of stacking boxes, and the handling of finished goods. A low COF may
cause slippage on conveyor belts, while a high COF could increase wear on rollers. Adjusting surface
treatments or adding slip agents can tailor the COF to desired levels.

Surface Roughness is a parameter that describes the texture of a material’s exterior. It is measured with a
stylus profilometer or a laser scanning system, providing values such as Ra (average roughness). Surface
roughness affects print adhesion, seal formation, and tactile perception. For example, a smooth surface (low
Ra) is preferred for high‑resolution graphics, whereas a slightly roughened surface may improve seal
uniformity in heat‑seal applications.

Colorimetric Properties such as L*a*b* values are obtained using a spectrophotometer. These values
quantify lightness (L*) and chromatic coordinates (a* for red/green, b* for yellow/blue). Consistent color is
vital for brand identity; deviations may indicate variations in pigment concentration, processing
temperature, or aging. Color measurements are typically performed under D65 illumination to simulate
daylight conditions.

Transparency and Haze are optical characteristics measured with a haze meter. Transparency indicates the
ability of light to pass through the material without scattering, while haze quantifies the proportion of light
scattered. Low haze is required for clear packaging, such as blister packs for medical devices, whereas high
haze may be desirable for privacy packaging. The test follows ASTM D1003, reporting results as
percentages.

Printability encompasses the material’s ability to accept inks, coatings, and embossing. Printability is
evaluated by printing trials, followed by assessments of ink adhesion, drying time, and colorfastness. Ink
adhesion can be quantified using a tape pull‑off test (ASTM D3359), where an adhesive tape is applied and
removed, and the amount of ink transferred is rated. Good printability ensures that branding and regulatory
information remain legible throughout the product’s life.
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Food Contact Compliance requires that packaging materials meet regulatory standards such as FDA 21 CFR
Part 177 or EU Regulation 1935/2004. Compliance testing includes migration studies, where the packaging is
exposed to food simulants (e.G., 10 % Ethanol, 95 % ethanol, isooctane) under defined conditions, and the
migrated substances are analyzed by GC‑MS or LC‑MS. Results must stay within specific migration limits
(SML) for each substance. Quality assurance professionals must maintain documentation of these tests to
demonstrate compliance during audits.

Pharmaceutical Packaging Standards such as USP  (container/closure system) define requirements for
sterility, integrity, and extractables. Extractables testing involves soaking the packaging material in a solvent
and analyzing the leachates for potential contaminants. The data support risk assessments for leachable
substances that may affect drug safety. Validation of sterilization processes (e.G., Gamma irradiation,
ethylene oxide) also involves material characterization to ensure that the packaging retains its barrier and
mechanical properties after exposure.

Environmental Stress Cracking (ESC) refers to the formation of cracks under the combined action of a tensile
stress and a chemically aggressive environment, such as exposure to detergents or solvents. ESC testing
follows ASTM D1693, where specimens are subjected to a constant load while immersed in a cracking
agent. The time to failure is recorded, providing a comparative measure of resistance. Materials with poor
ESC resistance may fail prematurely in applications like detergent bottles, leading to costly warranty claims.

Biodegradability and Compostability are increasingly important for sustainable packaging. Standards such
as ASTM D6400 (compostable plastics) and ISO 14855 (biodegradation in compost) define test conditions
and acceptance criteria. Biodegradability testing involves measuring the percentage of material converted
to CO₂ under controlled composting conditions. The results guide material selection for environmentally
friendly packaging solutions, such as plant‑based films for fresh produce.

Recyclability is assessed by evaluating the material’s compatibility with existing recycling streams. The Resin
Identification Code (RIC) provides a visual cue for sorting, but true recyclability also depends on
contamination levels, additive presence, and mechanical properties after reprocessing. Mechanical recycling
tests involve grinding the material, re‑extruding it, and measuring retained properties such as tensile
strength and impact resistance. A material that retains at least 80 % of its original properties after multiple
cycles is considered suitable for closed‑loop recycling.

Nanocomposite Materials incorporate nanoscale fillers (e.G., Nanoclay, graphene) to enhance barrier,
mechanical, or thermal performance. Characterization of nanocomposites includes X‑ray diffraction (XRD) to
assess interlayer spacing, transmission electron microscopy (TEM) for dispersion quality, and barrier testing
to quantify improvements. For instance, adding 3 % nanoclay to a polyethylene film can reduce OTR by up
to 50 %, offering a cost‑effective alternative to higher‑performance barrier polymers.

Dynamic Mechanical Analysis (DMA) provides insight into viscoelastic behavior by measuring storage
modulus (E′) and loss modulus (E″) over a range of temperatures and frequencies. The tan δ peak indicates
the glass transition temperature (Tg). DMA data help predict how a packaging material will respond to
temperature fluctuations during storage or transport. A polymer with a sharp Tg may experience sudden
changes in stiffness, affecting seal performance in hot‑fill operations.
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Thermogravimetric Analysis (TGA) measures weight loss as a function of temperature, revealing thermal
stability and decomposition patterns. TGA is useful for identifying filler content, moisture levels, and the
presence of volatile additives. For example, a polymer that begins to degrade at 250 °C would be unsuitable
for microwaveable packaging, which may experience temperatures approaching 200 °C during heating.

Fourier Transform Infrared Spectroscopy (FTIR) is employed for chemical identification and verification of
polymer composition. FTIR spectra provide characteristic absorption bands for functional groups, allowing
the detection of contaminants, additive migration, or polymer blending. In quality control, FTIR can confirm
that a batch of polymer resin matches the specified grade before it enters the extrusion line.

Scanning Electron Microscopy (SEM) offers high‑resolution imaging of surface morphology, fracture
surfaces, and cross‑sections. SEM is valuable for investigating failure modes such as crack propagation,
delamination, or filler dispersion. By preparing a cross‑section of a multilayer film and imaging it, engineers
can verify layer thicknesses and detect voids that may compromise barrier performance.

Differential Scanning Calorimetry (DSC) measures heat flow associated with thermal transitions, such as
melting, crystallization, and glass transition. DSC data provide melting temperature (Tm), crystallization
temperature (Tc), and enthalpy values, which are used to calculate crystallinity. These parameters influence
mechanical strength, shrink behavior, and barrier properties. For example, a higher degree of crystallinity in
PET improves dimensional stability during hot‑fill processing.

Rheology characterizes the flow behavior of molten polymers, essential for process design. Viscosity
measurements are performed using a capillary rheometer or a rotational rheometer, following standards
like ASTM D822. Rheological data inform extrusion speed, temperature profiles, and die design. A polymer
with high melt viscosity may require higher screw speeds or higher temperatures to achieve consistent film
thickness.

Statistical Process Control (SPC) tools such as control charts are applied to packaging material testing data
to monitor process stability. Parameters like tensile strength, thickness, and WVTR are plotted over time,
with upper and lower control limits derived from historical data. When a data point falls outside the control
limits, an investigation is triggered to identify root causes, such as raw material variation or equipment drift.

Design of Experiments (DoE) is used to systematically evaluate the influence of multiple factors on material
performance. For example, a DoE may examine the impact of extrusion temperature, cooling rate, and die
gap on film thickness uniformity and tensile properties. By analyzing the resulting data with ANOVA,
engineers can optimize processing conditions to achieve target specifications with minimal waste.

Root Cause Analysis (RCA) techniques like the “5 Whys” or fishbone diagram help trace defects back to their
origin. If a batch of packaging fails the OTR test, RCA may reveal that a moisture contamination in the
polymer resin altered the barrier layer’s crystallinity, leading to higher oxygen permeation. Corrective
actions could include improving dryer performance or tightening resin storage protocols.

Non‑Destructive Evaluation (NDE) methods such as ultrasonic testing, X‑ray imaging, and infrared
thermography allow inspection of sealed packages without compromising their integrity. Ultrasonic testing
can detect voids or delamination in multilayer structures, while X‑ray imaging reveals foreign objects or
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inconsistencies in metalized layers. NDE is especially valuable for high‑value pharmaceutical blister packs,
where maintaining sterility is paramount.

Accelerated Aging tests expose packaging materials to elevated temperature and humidity to simulate
long‑term storage. The Arrhenius equation relates the acceleration factor to temperature, enabling
prediction of shelf life. For instance, a barrier film stored at 60 °C and 85 % RH for 30 days may exhibit
equivalent degradation to 12 months at ambient conditions. Monitoring changes in WVTR, tensile strength,
and visual appearance during accelerated aging informs product shelf‑life claims.

Moisture Vapor Transmission (MVT) Test is a variant of WVTR that measures the rate of water vapor
permeation under specific humidity gradients. The test apparatus consists of a cup containing a desiccant,
sealed with the test film, and placed in a controlled humidity chamber. The weight gain of the cup over time
is recorded, providing a direct measurement of moisture transfer. MVT is particularly useful for evaluating
the performance of barrier films in high‑humidity environments, such as tropical markets.

Gas Permeability Testing encompasses both OTR and CO₂TR, but also includes nitrogen transmission rate
(N₂TR) and other gases. Multi‑gas analyzers can simultaneously assess several gases, offering a
comprehensive permeability profile. This data is critical for MAP packaging, where precise control of gas
composition maintains product freshness. For example, a fresh‑cut salad package may require a specific
balance of O₂ and CO₂ to delay microbial growth, achievable by selecting a film with tailored OTR and
CO₂TR values.

Seal Temperature Mapping utilizes infrared thermography to visualize temperature distribution across a
sealing bar. Uniform temperature is essential for consistent seal strength. Hot‑seal equipment is equipped
with thermocouples or IR sensors that provide real‑time feedback, allowing operators to adjust settings and
prevent hot spots that could scorch the material or cause weak seals.

Dielectric Strength measures the electrical insulating capability of a polymer, expressed in kilovolts per
millimeter (kV/mm). The test involves applying an increasing voltage across a specimen until breakdown
occurs. Dielectric strength is relevant for packaging used in electronic applications, such as insulating films
for printed circuit boards. A high dielectric strength ensures that the packaging will not conduct electricity,
protecting sensitive components.

Flame Resistance is evaluated using tests like UL 94, which classifies materials based on their burning
behavior. The test involves exposing a specimen to a flame for a set duration and observing the afterflame
and afterglow. Materials classified as V‑0, V‑1, or V‑2 exhibit varying degrees of flame retardancy.
Flame‑resistant packaging is mandated for certain aerospace and military applications, where fire safety is
critical.

Regulatory Audits are periodic reviews conducted by authorities such as the FDA, EU authorities, or ISO
certification bodies. Audits examine documentation, test records, and compliance with standards. Packaging
quality assurance personnel must maintain traceable records of all material characterization tests,
calibration certificates for equipment, and corrective actions taken. Failure to provide adequate
documentation can result in product recalls or loss of market access.
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Calibration of testing equipment is a foundational requirement for reliable data. Calibration intervals are
defined by manufacturers or regulatory guidelines, often annually or after a specified number of test cycles.
Calibration involves comparing the instrument’s output against a known standard, such as a calibrated load
cell for tensile testing or a certified gas mixture for permeability analyzers. Maintaining a calibration log
demonstrates that test results are trustworthy.

Sample Preparation is a critical step that can introduce variability if not performed consistently. Specimens
must be cut to precise dimensions, free of defects, and conditioned at a standard temperature and humidity
(usually 23 °C ± 2 °C and 50 % ± 5 % RH) for at least 24 hours before testing. Inconsistent conditioning can
affect moisture content, which in turn influences mechanical and barrier properties. Documentation of
sample preparation procedures ensures repeatability across laboratories.

Environmental Conditioning simulates real‑world storage conditions prior to testing. For barrier films,
conditioning at high humidity can reveal changes in WVTR, while low‑temperature conditioning may affect
sealability. Conditioning protocols are defined in standards such as ASTM D618 for moisture conditioning of
plastics. Proper conditioning eliminates the confounding effect of environmental variables on test
outcomes.

Statistical Analysis of test data includes calculation of mean, standard deviation, coefficient of variation, and
confidence intervals. For critical parameters like OTR, a low coefficient of variation (Process Validation
ensures that manufacturing processes consistently produce material that meets specifications. Validation
protocols may include a series of qualification runs (IQ, OQ, PQ) where key material properties are
measured at each stage. For example, a co‑extrusion line producing multilayer films undergoes qualification
by testing tensile strength, thickness uniformity, and barrier performance on samples from each production
shift. Successful validation results in a documented “process window” that defines acceptable operating
ranges.

Supply Chain Management for packaging materials involves tracking raw material certificates of analysis
(CoA), shipment conditions, and lot traceability. Quality assurance teams implement incoming inspection
procedures that verify material identity (e.G., Via FTIR), physical properties (e.G., Melt flow index), and
compliance documentation. Any deviation detected during incoming inspection triggers a
non‑conformance report and may require quarantine until root cause resolution.

Risk Assessment tools such as Failure Modes and Effects Analysis (FMEA) are applied to packaging material
selection and testing. Each potential failure mode (e.G., Barrier failure, seal leakage) is assigned a severity,
occurrence, and detection rating, producing a risk priority number (RPN). High‑RPN items are prioritized for
mitigation actions, such as tighter control of moisture content or enhanced leak testing.

Documentation is the backbone of a quality system. Test reports must include the test method reference,
equipment identification, calibration status, operator name, sample description, environmental conditions,
raw data, calculations, and a conclusion. All documentation should be stored in a retrievable format,
whether electronic or hard copy, and retained for the period required by regulatory bodies (often three to
five years).

Training of personnel performing material characterization is essential. Training programs cover the theory
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behind each test, hands‑on operation of equipment, safety considerations, and data interpretation.
Competency assessments, such as written exams or practical demonstrations, verify that staff can execute
tests reliably. Ongoing refresher training helps maintain proficiency as standards evolve.

Continuous Improvement is driven by monitoring key performance indicators (KPIs) like on‑time test
turnaround, percentage of out‑of‑specification results, and customer complaint rates. Trend analysis of KPI
data highlights areas for process optimization. For instance, a rising trend in WVTR failures may prompt a
review of storage humidity controls for polymer resin, leading to corrective actions that reduce variability.

Read online: https://certificates.uksm.org.uk/guides/5428773/
packaging-materials-characterization-and-testing

London School of Planning and Management · 27 Jun 2026


