TOP-DRIVE VS. BOTTOM-DRIVE HIGH-SHEAR GRANULATION:
EFFECT ON GRANULE PROPERTIES OF AN IMMEDIATE RELEASE FORMULATION
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PURPOSE RESULTS

To compare top-drive (TD) high shear granulation versus . X X X N X X X
bottom-drive (BD) high-shear granulation. Particle Size (Dso) Comparison Particle Size Distribution m
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Compaction profiles were determined at 5, 10, 15, 20, and 23 kN.

Note: Formulation and process parameters are listed in Tables 1 Density Comparisons Compaction Comparison Hardness vs Compaction Force Slope

and 2.
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Pre-Mix (Time/Tip Speed) 3 minutes / 5.4 mps for TD; 4.2 mps for BD

Infusion (Rate/Tip Speed) 266 g/min / 5.4 mps for TD; 4.2 mps for BD

Wet Mass (Time/Tip Speed)| 3 minutes/ 8.4 mps for TD; 8.1 mps for BD CONCLUSIONS AC KN OWLEDGEM ENTS

Drying 65-70°C . . i .

_ Top-drive and bottom-drive granulators produced granulations with no significant differences except that flow of dried granulate through a ;&eca‘éthgsl extendc;(relrltzlatnﬁ to JfUII{/IAfT\?ng? CaFr)iarelll of ical

Milling 6 Blades; Knives forward; Fast speed; narrow aperture became more difficult at higher water levels. Granulation coarseness and tap density increased with increasing water Ingredi(:;tso y;Zr' Co(lac?rcorl: CG(Iac:bca)\I T:cchnﬁ:raln%uppgrtmigfutrl\%?r
0.050 inch (1.3 mm) hole screen Zgg:::gg to a point and then began to level off. Compaction profiles were not dependent on equipment design for the same level of water contributions of materials for this study.

Blending 10 min for dye; 5 min for MgSt; @ 24 rpm “ecmrcorporatlon
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Compaction 300 mg; 3/8 inch (9.5 mm) std. cup tablets
@ 5, 10, 15, 20, and 23 kN fMC
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