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Description

[Technical Field]

[0001] The present application claims the benefit of priority based on Korean Patent Application No. 10-2019-0112892
filed on September 11, 2019, the entire contents of which are incorporated herein by reference.
[0002] The present invention relates to thermoplastic polymer particles and a method for manufacturing the same.

[Background Art]

[0003] Polymer resin in the form of particles is used in various ways throughout the industry. These polymer resin
particles are manufactured through the process of granulating the raw material of the polymer resin.
[0004] In general, as a method of granulating the thermoplastic polymer resin, there are a pulverization method rep-
resented by freeze pulverization; a solvent dissolution precipitation method precipitating by dissolving in a high-temper-
ature solvent and then cooling, or precipitating by dissolving in a solvent and then adding a bad solvent; and a melt-
kneading method to obtain thermoplastic resin particles by mixing a thermoplastic resin and an incompatible resin in a
mixer to form a composition having a thermoplastic resin in the dispersed phase and an incompatible resin in a continuous
phase, and then removing the incompatible resin.
[0005] When the particles are manufactured through the pulverization method, there is a problem that it is difficult to
secure the particle uniformity of the manufactured thermoplastic polymer resin particles. In addition, since liquid nitrogen
is used during cooling of the pulverization method, a high cost is required compared to the particle obtaining process.
If the compounding process of adding pigments, antioxidants, etc. to the raw material of thermoplastic polymer resin is
added, since it is proceeded in a batch type, productivity is lowered compared to the continuous particle obtaining
process. If the particles are manufactured through the solvent dissolution precipitation method and the melt-kneading
method, there is a problem that other components such as a solvent in addition to the thermoplastic resin particles may
be detected as impurities. If the impurities are mixed during processing, it is difficult to produce particles made of pure
thermoplastic polymer resin, as well as there is a high risk of causing deformation of the physical properties and shape
of the particles, and also it is difficult to finely control them.
[0006] Due to the above-mentioned problems, it is not possible to manufacture thermoplastic polymer resin particles
having physical properties suitable for application to products by conventional methods. Accordingly, there is a need in
the art for thermoplastic polymer resin particles with improved physical properties by improving conventional methods.

[Prior Art Document]

[0007]

(Patent Document 1) Japanese Laid-open Patent Publication No. 2001-288273
(Patent Document 2) Japanese Laid-open Patent Publication No. 2000-007789
(Patent Document 3) Japanese Laid-open Patent Publication No. 2004-269865

[Disclosure]

[Technical Problem]

[0008] The present invention is to provide thermoplastic polymer particles that have a small particle diameter and do
not have a wide range of particle size distribution by using a new preparation process.

[Technical Solution]

[0009] The present invention provides a method for manufacturing thermoplastic polymer particles comprising the
steps of (1) extruding a thermoplastic polymer resin through an extruder; (2) spraying the extruded thermoplastic polymer
resin through a nozzle and then spraying a gas to the sprayed thermoplastic polymer resin through a plurality of sprayers
to granulate it; and (3) cooling the granulated thermoplastic polymer resin.
[0010] In addition, the present invention provides polypropylene particles formed in a continuous matrix phase, wherein
the particle diameter (D90) of the particles is 80 to 105 mm.
[0011] In addition, the present invention provides thermoplastic polyurethane particles formed in a continuous matrix
phase, wherein the particle diameter (D90) of the particles is 80 to 110 mm.
[0012] In addition, the present invention provides polylactic acid particles formed in a continuous matrix phase, wherein
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the particle diameter (D90) of the particles is 20 to 40 mm.
[0013] In addition, the present invention provides polyamide particles formed in a continuous matrix phase, wherein
the particle diameter (D90) of the particles is 80 to 115 mm.
[0014] In addition, the present invention provides polyether sulfone particles formed in a continuous matrix phase,
wherein the particle diameter (D90) of the particles is 80 to 130 mm.
[0015] In addition, the present invention relates to a nozzle for manufacturing thermoplastic polymer particles having
an input portion into which a thermoplastic polymer resin is injected and a discharge portion from which the thermoplastic
polymer resin is sprayed, wherein the input portion and the discharge portion of the nozzle are connected by a plurality
of flow paths.

[Advantageous Effects]

[0016] The thermoplastic polymer particles according to the present invention have a small average particle diameter
and do not have a wide particle size distribution, so they can be applied to powder-type cosmetics that require flowability,
thereby maximizing cosmetic effects such as spreadability, or since the thermoplastic polymer particles according to the
present invention do not have a wide particle size distribution, when mixed with an inorganic material, etc. they can
perform the role of a binder well by appropriately filling the voids between inorganic materials to maximize the function
of the composite.

[Description of Drawings]

[0017]

FIG. 1 is an image schematically showing the shape of the thermoplastic polymer particles of the present invention.
FIG. 2 is a process flow chart schematically illustrating a method for manufacturing thermoplastic polymer particles
according to the present invention.
FIG. 3 is a cross-sectional view of the nozzle discharge portion showing the supply positions of the thermoplastic
polymer resin and air in the nozzle according to an embodiment of the present invention.
FIG. 4 is a schematic diagram specifically showing the supply position of air in the nozzle according to an embodiment
of the present invention.

[Best Mode]

[0018] The embodiments provided according to the present invention can all be achieved by the following description.
It is to be understood that the following description describes preferred embodiments of the present invention. and it
should be understood that the present invention is not necessarily limited thereto.
[0019] With respect to the numerical range used in the following specification, the expression "to" is used to include
both the upper and lower limits of the range, and in the case of not including the upper or lower limits, expressions of
"less than", "greater than", "or less", or "or more" are used to specifically indicate whether or not the upper or lower limits
are included.
[0020] The present invention provides thermoplastic polymer particles, which could not be obtained by a conventional
method for preparing particles, and a method for preparing the same. Hereinafter, the thermoplastic polymer particles
according to the present invention will be described in detail.

Thermoplastic polymer particle

[0021] The present invention provides thermoplastic polymer particles manufactured by extruding a thermoplastic
polymer resin and then contacting it with air, and thus atomizing it. The method for manufacturing thermoplastic polymer
particles according to the present invention is an improved method compared to the conventional pulverization method,
solvent dissolution precipitation method, and melt kneading method. A specific preparation method will be described in
the "Method for manufacturing thermoplastic polymer particle" section below.
[0022] The thermoplastic polymer resin used in the present invention can be used without particular limitation as long
as it is a polymer resin having a thermoplastic, and preferably polypropylene, thermoplastic polyurethane, polylactic
acid, polyamide, polyether sulfone, etc. can be used.
[0023] The thermoplastic polymer particles according to the present invention have a value of 90% cumulative volume
particle diameter (D90) of 25 to 30 mm smaller than the thermoplastic polymer particles manufactured by the conventional
method. The thermoplastic polymer particles according to the present invention specifically have a value of 90% cumu-
lative volume particle diameter (D90) of about 80 to 130 mm.
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[0024] Specifically, when the thermoplastic polymer is polypropylene, the particle diameter (D90) of the particles may
be 80 to 105 mm, preferably 85 to 100 mm, and most preferably 85 to 95 mm.
[0025] In addition, when the thermoplastic polymer is thermoplastic polyurethane, the particle diameter (D90) of the
particles may be 80 to 110 mm, preferably 85 to 105 mm, and most preferably 95 to 100 mm.
[0026] In addition, when the thermoplastic polymer is polylactic acid, the particle diameter (D90) of the particles may
be 20 to 40 mm, preferably 25 to 35 mm, and most preferably 25 to 30 mm.
[0027] In addition, when the thermoplastic polymer is polyamide, the particle diameter (D90) of the particles may be
80 to 115 mm, preferably 85 to 110 mm, and most preferably 95 to 105 mm.
[0028] In addition, when the thermoplastic polymer is polyether sulfone, the particle diameter (D90) of the particles
may be 80 to 130 mm, preferably 90 to 125 mm, and most preferably 100 to 120 mm.
[0029] In addition, since the thermoplastic polymer particles according to the present invention have a small particle-
size distribution and small particle diameter deviation, they have the advantage of good mixing and increased mechanical
strength when applied to products.
[0030] In the present specification, the particle size distribution of the thermoplastic polymer particles was measured
by a wet method using a particle size analyzer (Microtrac company, S3500), and the specific method thereof is described
in the Example below. Here, D10, D50, and D90 mean the particle diameter corresponding to 10%, 50%, and 90% of the
cumulative volume percentage in the cumulative volume distribution of particles, respectively.
[0031] With regard to the particle size distribution of the thermoplastic polymer particles, the thermoplastic polymer
particles according to the invention have a D value of 5 to 20, more specifically 7 to 18. Specifically, in the case of
polypropylene, it has a D value of 10 to 20, preferably 13 to 18, in the case of thermoplastic polyurethane, it has a D
value of 5 to 12, preferably 7 to 10, in the case of polylactic acid, it has a D value of 6 to 13, preferably 8
[0032] to 11, in the case of polyamide, it has a D value of 7 to 15, preferably 8 to 14, and in the case of polyether
sulfone, it has a D value of 5 to 12, preferably 7 to 10. At this time, the D value is calculated by the following Calculation
Formula A: 

[0033] The D value is a numerical value where particles having a larger 90% cumulative volume particle diameter
(D90) and particles having a smaller 10% cumulative volume particle diameter (D10) are located on the basis of the
particles having an average particle diameter (D50). Here, the particles with relatively large particle diameter serve to
support the particles with average particle diameter when applied together with the particles with average particle diam-
eter, and the particles with relatively small particle diameter serve to fill the voids between the particles with average
particle diameter when applied together with the particles with average particle diameter. As the D value is smaller, the
particle diameter of the particles is distributed closer to the average particle diameter, and as the D value is larger, the
particle diameter of the particles is distributed farther from the average particle diameter. The D value is small, the
proportion of particles having a diameter close to the average particle diameter is increased, so it is difficult to obtain an
effect from the variability in the size of the particles. On the other hand, if the value of D is large, the proportion of particles
having a diameter far from the average particle diameter is increased, so it is difficult to o calculate and apply a standard
particle size. When the particles satisfy the D value in the above-mentioned range, large particles and small particles
are distributed in an appropriate ratio around the average particle diameter, thereby exhibiting excellent physical prop-
erties when applied to actual products.
[0034] In the present invention, the shape of the particles is evaluated in the following aspect ratio and roundness. As
the aspect ratio and roundness are closer to 1, the shape of the particles is interpreted as being closer to a spherical
shape. The aspect ratio is calculated by the following Calculation Formula 1: 

[0035] In addition, the roundness is calculated by the following Calculation Formula 2: 
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[0036] In order to describe the Calculation Formula in detail, FIG. 1 schematically depicting the thermoplastic polymer
particles is provided. According to FIG. 1, the "major axis" in Calculation Formulas 1 and 2 means the longest distance
among the vertical distances (d) between two parallel tangents of the 2D image (cross-section) of the thermoplastic
polymer particles, and the "minor axis" means the shortest distance among the vertical distances (d) between two parallel
tangents of the 2D image (cross-section) of the thermoplastic polymer particles. In addition, the "area" in the calculation
formula 3 means a cross sectional area including the major axis of the thermoplastic polymer particles. FIG. 1 illustrates
an area (A) as an example when the vertical distance (d) between two parallel tangent planes of the thermoplastic
polymer particles is a major axis.
[0037] According to one embodiment of the present invention, the thermoplastic polymer particles according to the
present invention may have an aspect ratio of 1.00 or more and less than 1.05, more specifically, 1.02 or more and less
than 1.05, and may have a roundness of 0.95 to 1.00, more specifically, 0.98 to 1.00. If the shape of the thermoplastic
polymer particles satisfies the above-mentioned aspect ratio and roundness ranges, the flowability and uniformity of the
thermoplastic polymer particles are increased, so that when applied to a bipolar plate, etc., it is easy to handle the
particles, and the bipolar plate to which the particles are applied can have improved quality due to the excellent flowability
and dispersibility of the particles.
[0038] The numerical values according to the Calculation Formulas 1 and 2 can be measured by image processing -
after converting to a binary image, the degree of spheroidization of individual particles is quantified - the image of the
thermoplastic polymer particles using ImageJ (National Institutes of Health: NIH).
[0039] The thermoplastic polymer particles according to the present invention are particles obtained by forming a
continuous matrix from a thermoplastic polymer resin. Forming the continuous matrix phase from the thermoplastic
polymer resin means forming a continuously close-packed structure of the thermoplastic polymer resin without additional
components. By extruding and melting a thermoplastic polymer resin and then granulating the melt with air, thermoplastic
polymer particles are continuously produced with a close-packed structure. On the contrary, according to the conventional
preparation method, since the particles are formed by adding an additional component or the particles are formed through
a discontinuous process of cooling and grinding, the particles with a continuous matrix phase are not formed.
[0040] The particles obtained by forming a continuous matrix phase from thermoplastic polymer resin basically have
high purity because an impurity is not mixed in the preparation process of the particles. As used herein, the term "impurity"
refers to a component other than the thermoplastic polymer, which may be incorporated in the preparation of the particles.
Exemplary impurities may be a solvent for dispersing the thermoplastic polymer resin, a heavy metal component included
in the pulverization or grinding process, and an unreacted monomer included in the polymerization process. According
to one embodiment of the present invention, the impurity content of the thermoplastic polymer particles of the present
invention may be 50 ppm or less, preferably 20 ppm or less, more preferably 5 ppm or less.
[0041] In addition, the particles may additionally have other properties as well as purity. As one of these properties,
the thermoplastic polymer particles exhibit a peak of a cold crystallization temperature (Tcc) at a temperature between
a glass transition temperature (Tg) and a melting location point (Tm) in the DSC curve derived by analysis according to
the temperature increase of 10 °C/min by the differential scanning calorimetry (DSC). The thermoplastic polymer particles
are spherical solid particles at room temperature. When these particles are analyzed at elevated temperature using the
differential scanning calorimetry, as the temperature is raised, the fluidity is gradually increased. At this time, the ther-
moplastic polymer particles exhibit a peak of a cold crystallization temperature (Tcc) at a temperature between a glass
transition temperature (Tg) and a melting location point (Tm), which means that the thermoplastic polymer particles have
exothermic properties before they are melted. According to one embodiment of the present invention, the cold crystal-
lization temperature (Tcc) appears in a section in the range of 30% to 70% between the glass transition temperature (Tg)
and the melting location point (Tm). In the above section, 0% is the glass transition temperature (Tg), and 100% is the
melting location point (Tm). In addition, according to the DSC curve, the thermoplastic polymer particles may have a
difference value (ΔH1-ΔH2) of an endothermic value (ΔH1) and a calorific value (ΔH2) of 3 to 100J/g. Due to these
characteristics, when the thermoplastic polymer particles are used in a heating process, it is possible to obtain the
advantage of being able to process at a low temperature compared to the processing temperature of the same type of
thermoplastic polymer particles.
[0042] The thermoplastic polymer particles of the present invention have a degree of compressibility similar to that of
the conventional thermoplastic polymer particles. The degree of compressibility may be calculated by the following
Calculation Formula 3, and according to one embodiment of the present invention, the thermoplastic polymer particles
have a degree of compressibility of 10 to 20%. 
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[0043] In Calculation Formula 3, P means compressed bulk density, and R means relaxed bulk density.
[0044] As described above, since the thermoplastic polymer particles according to the present invention have good
flowability, the voids between the particles can be well filled, and accordingly, a degree of compressibility of a certain
level or more is maintained. The degree of compressibility of the thermoplastic polymer particles can affect the quality
of a product when manufacturing the product through the particles. As in the present invention, when thermoplastic
polymer particles having a degree of compression greater than or equal to a certain degree are used, the molded article
may have an effect of minimizing voids that may occur in the article. According to one embodiment of the present
invention, the thermoplastic polymer particles have a compressed bulk density of 0.20 to 0.6 g/cm3.
[0045] Specifically, when the thermoplastic polymer is polypropylene, the compressed bulk density of the particles
may be 0.3 to 0.6 g/cm3, preferably 0.4 to 0.5 g/cm3.
[0046] In addition, when the thermoplastic polymer is thermoplastic polyurethane, the compressed bulk density of the
particles may be 0.3 to 0.5 g/cm3, preferably 0.35 to 0.45 g/cm3.
[0047] In addition, when the thermoplastic polymer is polylactic acid, the compressed bulk density of the particles may
be 0.2 to 0.4 g/cm3, preferably 0.25 to 0.3 g/cm3.
[0048] In addition, when the thermoplastic polymer is polyamide, the compressed bulk density of the particles may be
0.3 to 0.6 g/cm3, preferably 0.45 to 0.55 g/cm3.
[0049] In addition, when the thermoplastic polymer is polyether sulfone, the compressed bulk density of the particles
may be 0.4 to 0.6 g/cm3, preferably 0.45 to 0.55 g/cm3.
[0050] The thermoplastic polymer particles according to the present invention have a travel time of 20 to 30 seconds.
The travel time is a numerical value indicating the fluidity of the powder. The short travel time means that the frictional
resistance between the particles is small, and if the frictional resistance between the particles is small, it is easy to handle
the particles. Since the thermoplastic polymer particles according to the present invention have a shorter travel time
compared to the conventional thermoplastic polymer particles, they have good fluidity and are easy to handle.
[0051] The thermoplastic polymer particles according to the present invention have a crystallinity of 5 to 10%. The
crystallinity of the thermoplastic polymer particles is lower than that of the large-diameter particles in the form of pellets,
and the thermoplastic polymer particles according to the present invention are easy to process due to the low crystallinity.
[0052] The thermoplastic polymer particles having the above-described characteristics are manufactured by the fol-
lowing preparation method. Hereinafter, a method for manufacturing the thermoplastic polymer particles according to
the present invention will be described in detail.

Preparation method of thermoplastic polymer particle

[0053] FIG. 2 schematically shows a process flow chart for the preparation method. The preparation method comprises
a step of extruding a thermoplastic polymer resin through an extruder (S100); a step of spraying the extruded thermoplastic
polymer resin through a nozzle and then spraying a gas to the sprayed thermoplastic polymer resin through a plurality
of sprayers to granulate it (S200); and a step of cooling the granulated thermoplastic polymer resin (S300). In addition,
it may further comprise the step of collecting the cooled thermoplastic polymer particles. In addition, between the (S100)
step and the (S200) step, a step of passing the extruded thermoplastic polymer through a mesh screen may be further
included. Hereinafter, each step of the preparation method will be described in detail.

(1) Step of extruding thermoplastic polymer resin through extruder

[0054] In order to manufacture the thermoplastic polymer particles according to the present invention, first, the raw
material, thermoplastic polymer resin, is supplied to an extruder and extruded.
[0055] The thermoplastic polymer resin used in the present invention can be used without particular limitation as long
as it is a polymer resin having a thermoplastic, and preferably polypropylene, thermoplastic polyurethane, polylactic
acid, polyamide, polyether sulfone, etc. can be used.
[0056] By extruding the thermoplastic polymer resin, the thermoplastic polymer resin has properties suitable for the
processing of particles in the nozzle. The thermoplastic polymer resin used as a raw material may preferably have a
weight average molecular weight (Mw) of 10,000 to 200,000 g/mol in consideration of appropriate physical properties
of the manufactured particles.
[0057] The extruder to which the thermoplastic polymer resin is supplied heats and pressurizes the thermoplastic
polymer resin to control physical properties such as viscosity of the thermoplastic polymer resin. The type of the extruder
is not particularly limited as long as it can adjust to the physical properties suitable for granulation in the nozzle. According
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to one embodiment of the present invention, a twin screw extruder may be used as the extruder for efficient extrusion.
Although the inside of the extruder varies depending on the type of thermoplastic polymer used, it may be desirable to
maintain the temperature of the entire extruder at a temperature of 140 to 420°C. If the internal temperature of the
extruder is too low, not only the viscosity of the thermoplastic polymer resin is high, so it is not suitable for granulation
in the nozzle, but also the flowability of the thermoplastic polymer resin in the extruder is low, so it is not efficient for
extrusion. In addition, if the internal temperature of the extruder is too high, the flowability of thermoplastic polymer resin
is high and thus efficient extrusion is possible, but it is difficult to fine-tune the physical properties when the thermoplastic
polymer resin is granulated in the nozzle.
[0058] However, in the preparation method of the thermoplastic polymer particles of the present invention, by adjusting
the temperature profile of the extruder, and by controlling, the amount of heat received by the thermoplastic polymer
resin in the extruder, the position from the fore-end of the extruder where the thermoplastic resin is fed into the extruder
to the distal end where the thermoplastic resin is discharging from the extruder, and the temperature of each position,
the physical properties of the finally manufactured thermoplastic polymer particles can be controlled, and in particular,
the size of particle-size distribution can be controlled.
[0059] Specifically, when the thermoplastic polymer resin is polypropylene, the extruder temperature from the fore-
end of the extruder to the 2/10 location point based on the resin flow direction is raised from 140 °C to 150 °C, the
extruder temperature from the 2/10 location point to the 7/10 location point is raised from 150 °C to 200 °C, and the
extruder temperature from the 7/10 location point to the distal end is raised from 200 °C to 225 °C.
[0060] In addition, when the thermoplastic polymer resin is thermoplastic polyurethane, the extruder temperature from
the fore-end of the extruder to the 2/10 location point based on the resin flow direction is raised from 160 °C to 170 °C,
the extruder temperature from the 2/10 location point to the 7/10 location point is raised from 170 °C to 210 °C, and the
extruder temperature from the 7/10 location point to the distal end is raised from 210 °C to 220 °C.
[0061] In addition, when the thermoplastic polymer resin is polylactic acid, the extruder temperature from the fore-end
of the extruder to the 2/10 location point based on the resin flow direction is raised from 150 °C to 160 °C, the extruder
temperature from the 2/10 location point to the 7/10 location point is raised from 160 °C to 190 °C, and the extruder
temperature from the 7/10 location point to the distal end is raised from 190 °C to 200 °C.
[0062] In addition, when the thermoplastic polymer resin is polyamide, the extruder temperature from the fore-end of
the extruder to the 2/10 location point based on the resin flow direction is raised from 240 °C to 250 °C, the extruder
temperature from the 2/10 location point to the 7/10 location point is raised from 250 °C to 300 °C, and the extruder
temperature from the 7/10 location point to the distal end is raised from 300 °C to 320 °C.
[0063] In addition, when the thermoplastic polymer resin is polyether sulfone, the extruder temperature from the fore-
end of the extruder to the 2/10 location point based on the resin flow direction is raised from 370 °C to 380 °C, the
extruder temperature from the 2/10 location point to the 7/10 location point is raised from 380 °C to 400 °C, and the
extruder temperature from the 7/10 location point to the distal end is raised from 400 °C to 420 °C.
[0064] The extrusion amount of the thermoplastic polymer resin can be easily set to control the physical properties of
the thermoplastic polymer resin in consideration of the size of the extruder. According to one embodiment of the present
invention, the thermoplastic polymer resin is extruded at a rate of 1 to 20 kg/hr. The viscosity of the extruded thermoplastic
polymer resin varies depending on each type of the thermoplastic resin, but overall, it may have a range of 0.5 to 25
Pa·s. If the viscosity of the thermoplastic polymer resin is less than 0.5 Pa·s, it is difficult to process the particles in the
nozzle. If the viscosity of the thermoplastic polymer resin exceeds 25 Pa·s, the flowability of the thermoplastic polymer
resin in the nozzle is low and thus the processing efficiency is reduced. The temperature of the extruded thermoplastic
polymer resin may be 150 to 420 °C.
[0065] After the step of extruding the thermoplastic polymer resin through the extruder, the extruded thermoplastic
polymer can be passed through the mesh screen. The mesh screen may have a mesh of 60 to 100. If the extruded
thermoplastic polymer is passed through the mesh screen, since the polymer is evenly gelled, the deviation of the particle
diameter can be reduced, and it can be prevented from widening the particle-size distribution.

(2) Step of spraying the extruded thermoplastic polymer resin through the nozzle and then spraying a gas to the sprayed 
thermoplastic polymer resin through a plurality of sprayers to granulate it.

[0066] The preparation method of the thermoplastic polymer particles of the present invention supplies the thermo-
plastic polymer resin extruded from the extruder to the nozzle.
[0067] The nozzle used in the present invention is a nozzle for manufacturing thermoplastic polymer particles, which
has an input portion into which a thermoplastic polymer resin is injected and a discharge portion from which the ther-
moplastic polymer resin is sprayed.
[0068] Also, in the present invention, the nozzle may be a nozzle having a ratio (A/B) of the area (A) of the discharge
portion, from which the thermoplastic polymer resin is sprayed, and the area (B) of the input portion, into which the
thermoplastic polymer resin is injected, of 10 to 30. When designing the nozzle, since the area of the input portion into
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which the resin is injected is not changed, if the ratio (A/B) of the area (A) of the discharge portion from which the resin
is sprayed and the area (B) of the input portion into which the resin is injected is less than 10, there is a problem that
the average particle diameter is increased. Also, if a nozzle designed with a ratio (A/B) of more than 30 is used, the
thickness deviation of the resin becomes large based on the resin injected in the same amount, and eventually, the
deviation of the particle diameter of the polymer particles to be manufactured becomes severe, thereby causing a problem
that the particle-size distribution is widened.
[0069] Also, in the present invention, the nozzle may be a nozzle having a retention time of 15 to 45 seconds for the
thermoplastic polymer resin injected into the nozzle. If the retention time in the nozzle is less than 15 seconds, the
particles are not generated. If the retention time in the nozzle exceeds 45 seconds, the physical properties of the particles
may be reduced.
[0070] Also, in the present invention, the nozzle may be a nozzle in which the input portion and the discharge portion
of the nozzle are connected through a plurality of flow paths. The nozzle of the present invention has an advantage that
the uniformity of the size of the particles is increased as the input portion and the discharge portion are connected through
a plurality of flow paths.
[0071] At this time, the number (n) of the plurality of flow paths may satisfy X ≤ n ≤ 60X, specifically, 2X ≤ n ≤ 30X,
based on the X value expressed by Calculation Formula 4 below. 

[0072] In Calculation Formula 4, the length and area used to obtain the X value have different dimensions in units,
but the X value is a value calculated using only numbers based on the length in mm and the area in mm2. In the nozzle
of the present invention, if the number of flow paths in the nozzle is reduced, since the probability that the gas collides
with the resin at a uniform speed is reduced, there is a problem that the deviation of the particle diameter becomes
severe, thereby causing the particle-size distribution to become wider.
[0073] Along with the above thermoplastic polymer resin, a gas for spraying is also supplied to nozzle. In the preparation
method of the thermoplastic polymer particles of the present invention, the gas is sprayed with a plurality of sprayers to
granulate. The gas sprayed by a plurality of sprayers is sprayed toward the thermoplastic polymer resin discharged from
the discharge portion of the nozzle, and the gas contacts the thermoplastic polymer resin in the nozzle to granulate the
thermoplastic polymer resin.
[0074] The plurality of sprayers used in the preparation method of the thermoplastic polymer particles of the present
invention may be two, three, or four or more.
[0075] If there are two sprayers, the temperature of the first spraying gas is 250 °C to 600 °C and the temperature of
the second spraying gas may have a difference of 610 °C from the first spraying gas. If there are three sprayers, it is
possible to spray the third spraying gas having a temperature higher than 0 °C to 50 °C than the first spraying gas. In
addition, if there are four sprayers, it is possible to spray the fourth spraying gas having a temperature higher than 0 °C
to 20 °C than the first spraying gas.
[0076] If the above temperature conditions are satisfied, the physical properties of the surface in contact with air when
the thermoplastic polymer particles are manufactured from the thermoplastic polymer resin can be changed in a desirable
direction, and it is possible to prevent the decomposition of the thermoplastic polymer on the surface of the particles by
preventing excessive heat from being supplied to the contact surface with air.
[0077] In addition, the first spraying gas may be sprayed at an angle of 20 to 70 ° based on the discharging direction
of the thermoplastic polymer resin, and the second spraying gas may be sprayed at an angle of 70 to 80° based on the
discharging direction of the thermoplastic polymer resin. In addition, the third spraying gas may be sprayed at an angle
of 5 to 10° based on the discharging direction of the thermoplastic polymer resin.
[0078] At this time, the fourth spraying gas may be sprayed on the melt of the thermoplastic polymer resin flowing
down from the nozzle before the thermoplastic polymer is sprayed by the nozzle, and the fourth spraying gas may be
sprayed parallel to the discharging direction of the thermoplastic polymer resin.
[0079] In the preparation method of the thermoplastic polymer particles of the present invention, the spraying speed
of the gas may be 100 to 200 m/s.
[0080] The supply position of the thermoplastic polymer resin and air supplied to the nozzle is set so that the thermo-
plastic polymer particles can have an appropriate size and shape and the formed particles can be evenly distributed.
FIG. 3 shows a cross-sectional view of the discharge portion of the nozzle, and the supply location of the thermoplastic
polymer resin according to an embodiment of the present invention and air will be described in detail with reference to
FIG. 3.
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[0081] For detailed description herein, the position of the nozzle is expressed as "inlet portion", "discharge portion",
and "distal end", and the like. The "inlet portion" of a nozzle refers to the position where the nozzle starts, and the
"discharge portion" of the nozzle refers to the position where the nozzle ends. Also, the "distal end" of the nozzle means
the position from the two-thirds location point of the nozzle to the discharge portion. Here, the 0 location point of the
nozzle is the inlet portion of the nozzle, and the 1 location point of the nozzle is the discharge portion of the nozzle.
[0082] As shown in FIG. 3, the cross-section perpendicular to the flow direction of the thermoplastic polymer resin
and air is circular. The first spraying gas and the second spraying gas are supplied through a first gas stream 20 and
the third spraying gas is supplied through a second gas stream 40. The thermoplastic polymer resin 30 is supplied
together with the fourth spraying gas between the first gas stream 20 and the second gas stream 40. As shown in FIG.
3, from when the thermoplastic polymer resin and gas are supplied to the inlet portion of the nozzle to just before the
discharge portion of the nozzle, each supply stream (thermoplastic polymer resin and the fourth spraying gas stream
30, the first gas stream 20 and the second gas stream 40) is separated by a structure inside the nozzle. As specifically
shown in FIG. 4, the thermoplastic polymer resin meets the fourth spraying gas 50 to form a thin film, and at this time,
the fourth spraying gas 50 serves to spread the thermoplastic polymer resin thinly. After this, the thermoplastic polymer
resin flows down and first meets the first spraying gas 60 of the first gas stream, wherein the first spraying gas 60 serves
to form droplets by breaking the filmed thermoplastic polymer resin. Immediately before the discharge portion of the
nozzle, the thermoplastic polymer resin formed as a droplet preserves the amount of heat, while meeting the second
spraying gas 70 of the first gas stream and the third spraying gas 80 of the second gas stream, and is discharged from
the nozzle, and is not cooled until it enters the cooling chamber, so that a fibrous shape is not formed and the shape of
the droplet is maintained. In addition, the second spraying gas 70 of the first gas stream and the third spraying gas 80
of the second gas stream also play an auxiliary role in breaking the thermoplastic polymer resin that has not yet been
broken through the first spraying gas to form droplets, while preventing the droplets of the thermoplastic polymer resin
from adhering to the discharge portion of the nozzle.
[0083] Since the thermoplastic polymer resin is granulated in the nozzle, the inside of the nozzle is adjusted to a
suitable temperature for the thermoplastic polymer resin to be granulated. Since the rapid increase in temperature can
change the structure of the thermoplastic polymer, the temperature from the extruder to the discharge portion of the
nozzle can be increased step by step. Therefore, the internal temperature of the nozzle is set in a range higher than the
internal temperature of the extruder on average. Since the temperature of the distal end of the nozzle is separately
defined below, the internal temperature of the nozzle in this specification means the average temperature of the rest of
the nozzle except for the distal end of the nozzle, unless otherwise specified. According to one embodiment of the
present invention, the inside of the nozzle can be maintained at 250 to 350 °C. If the internal temperature of the nozzle
is less than 250 °C, it is not possible to transfer sufficient heat to satisfy the physical properties when granulating the
thermoplastic polymer resin. If the internal temperature of the nozzle exceeds 350 °C, an excessive heat may be supplied
to the thermoplastic polymer resin, thereby changing the structure of the thermoplastic polymer.
[0084] The distal end of the nozzle can be maintained at a temperature higher than the average temperature inside
the nozzle to improve the external and internal properties of the generated particles. The temperature of the distal end
of the nozzle may be determined between the glass transition temperature (Tg) and the thermal decomposition temper-
ature (Td) of the thermoplastic polymer, and specifically may be determined according to Calculation Formula 5 below. 

wherein B may vary depending on the type of the thermoplastic polymer to be used, but overall, may be 0.5 to 1.5,
specifically 0.85 to 1.45. If B is less than 0.5, it is difficult to expect improvement of the external and internal physical
properties of the particles according to the rise in the temperature of the distal end of the nozzle. If B is greater than 1.5,
the heat transferred substantially from the distal end of the nozzle to the thermoplastic polymer is excessively increased,
and thus the structure of the thermoplastic polymer may be deformed. The glass transition temperature and thermal
decomposition temperature may vary depending on the type, polymerization degree, structure, and the like of the polymer.
According to one embodiment of the present invention, since the distal end of the nozzle is maintained above the average
temperature of the nozzle, additional heating means may be provided at the distal end of the nozzle, if desired.
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(3) Step of cooling the granulated thermoplastic polymer resin

[0085] The thermoplastic polymer particles discharged from the nozzle are supplied to the cooling chamber. The
nozzle and the cooling chamber may be spaced apart from each other, and in this case, the discharged thermoplastic
polymer particles are primarily cooled by ambient air before being supplied to the cooling chamber. In the nozzle, not
only the thermoplastic polymer particles but also high-temperature air is discharged. By separating the nozzle and the
cooling chamber, since the high-temperature air can be discharged to the outside instead of the cooling chamber, the
cooling efficiency in the cooling chamber can be increased. According to one embodiment of the present invention, the
cooling chamber is positioned 0.1 to 1.0 m apart from the nozzle, specifically 0.15 to 0.4 m, more specifically 0.2 to 0.3
m apart. If the separation distance is shorter than the distance, a large amount of high-temperature air is injected into
the cooling chamber, and the cooling efficiency is low. If the separation distance is longer than the distance, the amount
of cooling by the ambient air is increased, and thus rapid cooling by the cooling chamber cannot be achieved. In addition,
when discharging the thermoplastic polymer particles from the nozzle, the spraying angle may be 10 to 60°. When the
thermoplastic polymer particles are discharged at the corresponding angle, the effect due to the separation between the
nozzle and the cooling chamber can be doubled.
[0086] The cooling chamber can cool the thermoplastic polymer particles by supplying low-temperature external air
to the inside of the cooling chamber to contact the air and the thermoplastic polymer particles. The low-temperature
external air forms a rotational airflow in the cooling chamber. The retention time of the thermoplastic polymer particles
in the cooling chamber can be sufficiently secured by the rotational airflow. The flow rate of the external air supplied to
the cooling chamber can be adjusted according to the supply amount of the thermoplastic polymer particles. According
to one embodiment of the present invention, the external air may be supplied to the cooling chamber at a flow rate of 1
to 10 m3/min. The cooling chamber has an internal temperature of 25 to 40 °C. In order to maintain this temperature,
the external air may preferably have a temperature of -30 to -10 °C. The cooling chamber is provided with a plurality of
the external air inlet, and the plurality of external air inlet may be installed so as not to interfere with the free-falling flow
of the thermoplastic polymer particles. In addition, a plurality of external air inlets may be provided on the upper portion
of the cooling chamber, and the external air inlet portion may be installed at 1/2 to 3/4 location points based on concentric
circles of the cooling chamber. In addition, a plurality of external air inlets may be provided on the side surface of the
cooling chamber, and the inflow velocity of the air of the external air inlet portion may be set to 0.5 to 10 m/s. By supplying
cryogenic external air, as compared to the thermoplastic polymer particles supplied to the cooling chamber, into the
cooling chamber, the thermoplastic polymer particles are rapidly cooled so that the internal structure of the high tem-
perature thermoplastic polymer particles can be properly maintained during discharging. When the thermoplastic polymer
particles are actually applied for the manufacture of products, they are reheated again. At this time, the reheated ther-
moplastic polymer particles have advantageous physical properties for processing.

(4) Step of collecting the cooled thermoplastic polymer particles

[0087] The polypropylene particles cooled by low-temperature external air are cooled to a temperature of 40 °C or
less and discharged, and the discharged particles are collected through a cyclone or a bag filter. At this time, the particles
can be collected by using a plurality of cyclones in series or in parallel. In addition, the plurality of cyclones can control
the collection of the particles by different pressure conditions from each other.

Nozzle for manufacturing thermoplastic polymer

particles

[0088] The present invention provides a nozzle for manufacturing thermoplastic polymer particles comprising an input
portion into which a thermoplastic polymer resin is injected and a discharge portion from which the thermoplastic polymer
resin is sprayed, wherein the input portion and the discharge portion of the nozzle are connected by a plurality of flow paths.
[0089] The specific contents of the nozzle for manufacturing the thermoplastic polymer particles are the same as the
nozzle used in the preparation method of the thermoplastic polymer particles, as discussed above.
[0090] Hereinafter, preferred Examples are presented to help the understanding of the present invention. However,
the following Examples are provided for easier understanding of the present invention, and the present invention is not
limited thereto.
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Examples

Example 1 (polypropylene resin)

[0091] 100 % by weight of polypropylene resin (PolyMirae, MF650Y, Mw: about 90,000 g/mol, glass transition tem-
perature (Tg): about 10 °C, thermal decomposition temperature (Td):

about 300 °C) was supplied to a twin screw extruder (diameter (D)=32 mm, length/diameter (L/D)=40). The twin
screw extruder was designed to raise the extruder temperature from 140 °C to 150 °C from the fore-end of the
extruder to the 2/10 location point, raise the extruder temperature from 150 °C to 200 °C from the 2/10 location point
to the 7/10 location point, and raise the extruder temperature from 200 °C to 225 °C from the 7/10 location point to
the distal end, and the extrusion was carried out by setting the condition of an extrusion amount of about 15 kg/hr.
The extruded polypropylene resin was passed through a mesh screen having 80 mesh. The extruded polypropylene
resin has a viscosity of about 10 Pa·s, and the extruded polypropylene resin was supplied to a nozzle having a ratio
(A/B) of the area (A) of the discharge portion from which the resin is sprayed and the area (B) of the input portion
into which the resin is injected set to 20 and including a plurality of flow paths therein, and the resin was made to
have a retention time of 30 seconds. The nozzle was set at an internal temperature of about 300 °C and a distal end

temperature of about 400 °C (B value according to Calculation Formula 5 is about 1.34). At this time, the nozzle
included 32 flow paths based on Calculation Formula 4 (X value according to Calculation Formula 4 is 9.2). In
addition, the first spraying gas that sprays air at about 470 °C at a flow rate of 150m/s at an angle of 45° based on
the discharging direction of the polymer resin discharged from the discharge portion of the nozzle, the second
spraying gas that sprays at an angle of 75° based on the discharging direction of the polymer resin discharged from
the discharge portion at the same temperature and flow rate as the first spraying gas, the third spraying gas that
sprays at an angle of 7.5° based on the discharging direction of the polymer resin discharged from the discharge
portion at a temperature 25 °C higher than the first spraying gas and at the same flow rate as the first spraying gas,
and the fourth spraying gas that sprays in parallel based on the discharging direction of the polymer resin discharged
from the discharge portion at a temperature 10 °C higher than the first spraying gas and at the same flow rate as
the first spraying gas were sprayed. The polypropylene resin supplied to the nozzle was atomized by contact with
the spraying gases, and the atomized particles were sprayed from the nozzle. The atomized particles were supplied
to a cooling chamber (diameter (D)=1,100 mm, length (L)=3,500 mm) which is spaced about 200 mm from the
nozzle and has an internal temperature of 30 °C.

In addition, the cooling chamber was provided with an external air inlet portion which is configured to form a rotating
airflow by injecting -25°C air at a flow rate of about 6 m3/min before the sprayed particles are supplied. The external air
inlet portion was installed at 3/4 location point based on concentric circles on the top of the cooling chamber. The particles
cooled sufficiently to 40 °C or less in the cooling chamber were collected through two cyclones connected in series.

Example 2 (thermoplastic polyurethane)

[0092] 100 % by weight of thermoplastic polyurethane resin (Lubrizol, LZM-TPU-95A, Mw: about 100,000 g/mol, glass
transition temperature (Tg): about -19 °C, thermal decomposition temperature (Td): about 330°C) was supplied to a twin
screw extruder (diameter (D)=32 mm, length/diameter (L/D)=40). The twin screw extruder was designed to raise the
extruder temperature from 160 °C to 170 °C from the fore-end of the extruder to the 2/10 location point, raise the extruder
temperature from 170 °C to 210 °C from the 2/10 location point to the 7/10 location point, and raise the extruder
temperature from 210 °C to 220 °C from the 7/10 location point to the distal end, and the extrusion was carried out by
setting the condition of an extrusion amount of about 15 kg/hr. The extruded thermoplastic polyurethane resin was
passed through a mesh screen having 80 mesh. The extruded thermoplastic polyurethane resin has a viscosity of about
5 Pa·s, and the extruded thermoplastic polyurethane resin was supplied to a nozzle having a ratio (A/B) of the area (A)
of the discharge portion from which the resin is sprayed and the area (B) of the input portion into which the resin is
injected set to 20 and including a plurality of flow paths therein, and the resin was made to have a retention time of 30
seconds. The nozzle was set at an internal temperature of about 280 °C and a distal end temperature of about 335 °C
(B value according to Calculation Formula 5 is about 1.01). At this time, the nozzle included 32 flow paths based on
Calculation Formula 4. In addition, the first spraying gas that sprays air at about 340 °C at a flow rate of 150 m/s at an
angle of 45° based on the discharging direction of the polymer resin discharged from the discharge portion of the nozzle,
the second spraying gas that sprays at an angle of 75° based on the discharging direction of the polymer resin discharged
from the discharge portion at the same temperature and flow rate as the first spraying gas, the third spraying gas that
sprays at an angle of 7.5° based on the discharging direction of the polymer resin discharged from the discharge portion
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at a temperature 25 °C higher than the first spraying gas and at the same flow rate as the first spraying gas, and the
fourth spraying gas that sprays in parallel based on the discharging direction of the polymer resin discharged from the
discharge portion at a temperature 10 °C higher than the first spraying gas and at the same flow rate as the first spraying
gas were sprayed. The thermoplastic polyurethane resin supplied to the nozzle was atomized by contact with the spraying
gases, and the atomized particles were sprayed from the nozzle. The atomized particles were supplied to a cooling
chamber (diameter (D)=1,100 mm, length (L)=3,500 mm) which is spaced about 200 mm from the nozzle and has an
internal temperature of 30 °C. In addition, the cooling chamber was provided with an external air inlet portion which is
configured to form a rotating airflow by injecting -25°C air at a flow rate of about 6 m3/min before the sprayed particles
are supplied. The external air inlet portion was installed at 3/4 location point based on concentric circles on the top of
the cooling chamber. The particles cooled sufficiently to 40 °C or less in the cooling chamber were collected through
two cyclones connected in series.

Example 3 (polylactic acid)

[0093] 100 % by weight of polylactic acid resin (Total Corbion, L105, Mw: about 120,000 g/mol, glass transition tem-
perature (Tg): about 62 °C, thermal decomposition temperature (Td):

about 340 °C) was supplied to a twin screw extruder (diameter (D)=32 mm, length/diameter (L/D)=40). The twin
screw extruder was designed to raise the extruder temperature from 150 °C to 160 °C from the fore-end of the
extruder to the 2/10 location point, raise the extruder temperature from 160 °C to 190 °C from the 2/10 location point
to the 7/10 location point, and raise the extruder temperature from 190 °C to 200 °C from the 7/10 location point to
the distal end, and the extrusion was carried out by setting the condition of an extrusion amount of about 15 kg/hr.
The extruded polylactic acid resin was passed through a mesh screen having 80 mesh. The extruded polylactic acid
resin has a viscosity of about 10 Pa·s, and the extruded polylactic acid resin was supplied to a nozzle having a ratio
(A/B) of the area (A) of the discharge portion from which the resin is sprayed and the area (B) of the input portion
into which the resin is injected set to 20 and including a plurality of flow paths therein, and the resin was made to
have a retention time of 30 seconds. The nozzle was set at an internal temperature of about 300 °C and a distal
end temperature of about 400 °C (B value according to Calculation Formula 5 is about 0.82). At this time, the nozzle
included 32 flow paths based on Calculation Formula 4. In addition, the first spraying gas that sprays air at about
420 °C at a flow rate of 150 m/s at an angle of 45° based on the discharging direction of the polymer resin discharged
from the discharge portion of the nozzle, the second spraying gas that sprays at an angle of 75° based on the
discharging direction of the polymer resin discharged from the discharge portion at the same temperature and flow
rate as the first spraying gas, the third spraying gas that sprays at an angle of 7.5° based on the discharging direction
of the polymer resin discharged from the discharge portion at a temperature 25 °C higher than the first spraying gas
and at the same flow rate as the first spraying gas, and the fourth spraying gas that sprays in parallel based on the
discharging direction of the polymer resin discharged from the discharge portion at a temperature 10 °C higher than
the first spraying gas and at the same flow rate as the first spraying gas were sprayed. The polylactic acid resin
supplied to the nozzle was atomized by contact with the spraying gases, and the atomized particles were sprayed
from the nozzle. The atomized particles were supplied to a cooling chamber (diameter (D)=1,100 mm, length
(L)=3,500 mm) which is spaced about 200 mm from the nozzle and has an internal temperature of 30 °C. In addition,
the cooling chamber was provided with an external air inlet portion which is configured to form a rotating airflow by
injecting -25°C air at a flow rate of about 6 m3/min before the sprayed particles are supplied. The external air inlet
portion was installed at 3/4 location point based on concentric circles on the top of the cooling chamber. The particles
cooled sufficiently to 40 °C or less in the cooling chamber were collected through two cyclones connected in series.

Example 4 (polyamide)

[0094] 100 % by weight of polyamide resin (BASF, Ultramid® 8202C, Mw: about 65,000 g/mol, glass transition tem-
perature (Tg): about 50 °C, thermal decomposition temperature (Td):
about 450 °C) was supplied to a twin screw extruder (diameter (D)=32 mm, length/diameter (L/D)=40). The twin screw
extruder was designed to raise the extruder temperature from 240 °C to 250 °C from the fore-end of the extruder to the
2/10 location point, raise the extruder temperature from 250 °C to 300 °C from the 2/10 location point to the 7/10 location
point, and raise the extruder temperature from 300 °C to 320 °C from the 7/10 location point to the distal end, and the
extrusion was carried out by setting the condition of an extrusion amount of about 15 kg/hr. The extruded polyamide
resin was passed through a mesh screen having 80 mesh. The extruded polyamide resin has a viscosity of about 20
Pa·s, and the extruded polyamide resin was supplied to a nozzle having a ratio (A/B) of the area (A) of the discharge
portion from which the resin is sprayed and the area (B) of the input portion into which the resin is injected set to 20 and
including a plurality of flow paths therein, and the resin was made to have a retention time of 30 seconds. The nozzle



EP 4 029 903 A1

14

5

10

15

20

25

30

35

40

45

50

55

was set at an internal temperature of about 430 °C and a distal end temperature of about 470 °C (B value according to
Calculation Formula 5 is about 1.05). At this time, the nozzle included 32 flow paths based on Calculation Formula 4.
In addition, the first spraying gas that sprays air at about 550 °C at a flow rate of 150 m/s at an angle of 45° based on
the discharging direction of the polymer resin discharged from the discharge portion of the nozzle, the second spraying
gas that sprays at an angle of 75° based on the discharging direction of the polymer resin discharged from the discharge
portion at the same temperature and flow rate as the first spraying gas, the third spraying gas that sprays at an angle
of 7.5° based on the discharging direction of the polymer resin discharged from the discharge portion at a temperature
25 °C higher than the first spraying gas and at the same flow rate as the first spraying gas, and the fourth spraying gas
that sprays in parallel based on the discharging direction of the polymer resin discharged from the discharge portion at
a temperature 10 °C higher than the first spraying gas and at the same flow rate as the first spraying gas were sprayed.
The polyamide resin supplied to the nozzle was atomized by contact with the spraying gases, and the atomized particles
were sprayed from the nozzle. The atomized particles were supplied to a cooling chamber (diameter (D)=1,100 mm,
length (L)=3,500 mm) which is spaced about 200 mm from the nozzle and has an internal temperature of 30 °C. In
addition, the cooling chamber was provided with an external air inlet portion which is configured to form a rotating airflow
by injecting -25 °C air at a flow rate of about 6 m3/min before the sprayed particles are supplied. The external air inlet
portion was installed at 3/4 location point based on concentric circles on the top of the cooling chamber. The particles
cooled sufficiently to 40 °C or less in the cooling chamber were collected through two cyclones connected in series.

Example 5 (polyether sulfone)

[0095] 100 % by weight of polyether sulfone resin (BASF, E1010, Mw: about 45,000 g/mol, glass transition temperature
(Tg):
about 220 °C, thermal decomposition temperature (Td): about 460 °C) was supplied to a twin screw extruder (diameter
(D)=32 mm, length/diameter (L/D)=40). The twin screw extruder was designed to raise the extruder temperature from
370 °C to 380 °C from the fore-end of the extruder to the 2/10 location point, raise the extruder temperature from 380
°C to 400 °C from the 2/10 location point to the 7/10 location point, and raise the extruder temperature from 400 °C to
420 °C from the 7/10 location point to the distal end, and the extrusion was carried out by setting the condition of an
extrusion amount of about 15 kg/hr. The extruded polyether sulfone resin was passed through a mesh screen having
80 mesh. The extruded polyether sulfone resin has a viscosity of about 20 Pa·s, and the extruded polyether sulfone
resin was supplied to a nozzle having a ratio (A/B) of the area (A) of the discharge portion from which the resin is sprayed
and the area (B) of the input portion into which the resin is injected set to 20 and including a plurality of flow paths therein,
and the resin was made to have a retention time of 30 seconds. The nozzle was set at an internal temperature of about
440 °C and a distal end temperature of about 480 °C (B value according to Calculation Formula 5 is about 1.08). At this
time, the nozzle included 32 flow paths based on Calculation Formula 4. In addition, the first spraying gas that sprays
air at about 580 °C at a flow rate of 150 m/s at an angle of 45° based on the discharging direction of the polymer resin
discharged from the discharge portion of the nozzle, the second spraying gas that sprays at an angle of 75° based on
the discharging direction of the polymer resin discharged from the discharge portion at the same temperature and flow
rate as the first spraying gas, the third spraying gas that sprays at an angle of 7.5° based on the discharging direction
of the polymer resin discharged from the discharge portion at a temperature 25 °C higher than the first spraying gas and
at the same flow rate as the first spraying gas, and the fourth spraying gas that sprays in parallel based on the discharging
direction of the polymer resin discharged from the discharge portion at a temperature 10 °C higher than the first spraying
gas and at the same flow rate as the first spraying gas were sprayed. The polyether sulfone resin supplied to the nozzle
was atomized by contact with the spraying gases, and the atomized particles were sprayed from the nozzle. The atomized
particles were supplied to a cooling chamber (diameter (D)=1,100 mm, length (L)=3,500 mm) which is spaced about
200 mm from the nozzle and has an internal temperature of 30 °C. In addition, the cooling chamber was provided with
an external air inlet portion which is configured to form a rotating airflow by injecting -25°C air at a flow rate of about 6
m3/min before the sprayed particles are supplied. The external air inlet portion was installed at 3/4 location point based
on concentric circles on the top of the cooling chamber. The particles cooled sufficiently to 40 °C or less in the cooling
chamber were collected through two cyclones connected in series.

Comparative example 1-1

[0096] Polymer particles were manufactured in the same manner as Example 1, except that only the first spraying
gas that sprays at an angle of 45° based on the discharging direction of the polymer resin discharged from the discharge
portion of the nozzle was sprayed, and the second spraying gas to the fourth spraying gas were not sprayed.
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Comparative example 1-2

[0097] Polymer particles were manufactured in the same manner as Example 1, except that the twin screw extruder
was set to raise the extruder temperature from 130 °C to 140 °C from the fore-end of the extruder to the 2/10 location
point, raise the extruder temperature from 140 °C to 170 °C from the 2/10 location point to the 7/10 location point, and
raise the extruder temperature from 170 °C to 200 °C from the 7/10 location point to the distal end.

Comparative example 1-3

[0098] Polymer particles were manufactured in the same manner as Example 1, except that the polymer resin did not
pass through the mesh screen.

Comparative example 1-4

[0099] Polymer particles were manufactured in the same manner as Example 1, except that the nozzle having a ratio
(A/B) of the area (A) of the discharge portion from which the resin is sprayed and the area (B) of the input portion into
which the resin is injected set to 35 was used.

Comparative example 1-5

[0100] Polymer particles were manufactured in the same manner as Example 1, except that the nozzle comprising 4
flow paths based on Calculation Formula 4 (X value according to Calculation Formula 4 is 9.2) was used.

Comparative example 2-1

[0101] Polymer particles were manufactured in the same manner as Example 2, except that only the first spraying
gas that sprays at an angle of 45° based on the discharging direction of the polymer resin discharged from the discharge
portion of the nozzle was sprayed, and the second spraying gas to the fourth spraying gas were not sprayed.

Comparative example 2-2

[0102] Polymer particles were manufactured in the same manner as Example 2, except that the twin screw extruder
was set to raise the extruder temperature from 140 °C to 150 °C from the fore-end of the extruder to the 2/10 location
point, raise the extruder temperature from 150 °C to 180 °C from the 2/10 location point to the 7/10 location point, and
raise the extruder temperature from 180 °C to 200 °C from the 7/10 location point to the distal end.

Comparative example 2-3

[0103] Polymer particles were manufactured in the same manner as Example 2, except that the polymer resin did not
pass through the mesh screen.

Comparative example 2-4

[0104] Polymer particles were manufactured in the same manner as Example 2, except that the nozzle having a ratio
(A/B) of the area (A) of the discharge portion from which the resin is sprayed and the area (B) of the input portion into
which the resin is injected set to 35 was used.

Comparative example 2-5

[0105] Polymer particles were manufactured in the same manner as Example 2, except that the nozzle comprising 4
flow paths based on Calculation Formula 4 (X value according to Calculation Formula 4 is 9.2) was used.

Comparative example 3-1

[0106] Polymer particles were manufactured in the same manner as Example 3, except that only the first spraying
gas that sprays at an angle of 45° based on the discharging direction of the polymer resin discharged from the discharge
portion of the nozzle was sprayed, and the second spraying gas to the fourth spraying gas were not sprayed.
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Comparative example 3-2

[0107] Polymer particles were manufactured in the same manner as Example 3, except that the twin screw extruder
was set to raise the extruder temperature from 140 °C to 150 °C from the fore-end of the extruder to the 2/10 location
point, raise the extruder temperature from 150 °C to 170 °C from the 2/10 location point to the 7/10 location point, and
raise the extruder temperature from 170 °C to 180 °C from the 7/10 location point to the distal end.

Comparative example 3-3

[0108] Polymer particles were manufactured in the same manner as Example 3, except that the polymer resin did not
pass through the mesh screen.

Comparative example 3-4

[0109] Polymer particles were manufactured in the same manner as Example 3, except that the nozzle having a ratio
(A/B) of the area (A) of the discharge portion from which the resin is sprayed and the area (B) of the input portion into
which the resin is injected set to 35 was used.

Comparative example 3-5

[0110] Polymer particles were manufactured in the same manner as Example 3, except that the nozzle comprising 4
flow paths based on Calculation Formula 4 (X value according to Calculation Formula 4 is 9.2) was used.

Comparative example 4-1

[0111] Polymer particles were manufactured in the same manner as Example 4, except that only the first spraying
gas that sprays at an angle of 45° based on the discharging direction of the polymer resin discharged from the discharge
portion of the nozzle was sprayed, and the second spraying gas to the fourth spraying gas were not sprayed.

Comparative example 4-2

[0112] Polymer particles were manufactured in the same manner as Example 4, except that the twin screw extruder
was set to raise the extruder temperature from 230 °C to 240 °C from the fore-end of the extruder to the 2/10 location
point, raise the extruder temperature from 240 °C to 280 °C from the 2/10 location point to the 7/10 location point, and
raise the extruder temperature from 280 °C to 300 °C from the 7/10 location point to the distal end.

Comparative example 4-3

[0113] Polymer particles were manufactured in the same manner as Example 4, except that the polymer resin did not
pass through the mesh screen.

Comparative example 4-4

[0114] Polymer particles were manufactured in the same manner as Example 4, except that the nozzle having a ratio
(A/B) of the area (A) of the discharge portion from which the resin is sprayed and the area (B) of the input portion into
which the resin is injected set to 35 was used.

Comparative example 4-5

[0115] Polymer particles were manufactured in the same manner as Example 4, except that the nozzle comprising 4
flow paths based on Calculation Formula 4 (X value according to Calculation Formula 4 is 9.2) was used.

Comparative example 5-1

[0116] Polymer particles were manufactured in the same manner as Example 5, except that only the first spraying
gas that sprays at an angle of 45° based on the discharging direction of the polymer resin discharged from the discharge
portion of the nozzle was sprayed, and the second spraying gas to the fourth spraying gas were not sprayed.
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Comparative example 5-2

[0117] Polymer particles were manufactured in the same manner as Example 5, except that the twin screw extruder
was set to raise the extruder temperature from 360 °C to 370 °C from the fore-end of the extruder to the 2/10 location
point, raise the extruder temperature from 370 °C to 390 °C from the 2/10 location point to the 7/10 location point, and
raise the extruder temperature from 390 °C to 400 °C from the 7/10 location point to the distal end.

Comparative example 5-3

[0118] Polymer particles were manufactured in the same manner as Example 5, except that the polymer resin did not
pass through the mesh screen.

Comparative example 5-4

[0119] Polymer particles were manufactured in the same manner as Example 5, except that the nozzle having a ratio
(A/B) of the area (A) of the discharge portion from which the resin is sprayed and the area (B) of the input portion into
which the resin is injected set to 35 was used.

Comparative example 5-5

[0120] Polymer particles were manufactured in the same manner as Example 5, except that the nozzle comprising 4
flow paths based on Calculation Formula 4 (X value according to Calculation Formula 4 is 9.2) was used.

Experimental Example 1

[0121] The particle size distribution of the polymer resin particles manufactured according to Examples 1 to 5 and
Comparative Examples 1-1 to 5-5 was measured in the following manner, and the results are shown in Tables 1 to 2
below. Specifically, for particle size distribution of Example 3 and Comparative Examples 3-1 to 3-5, sample pretreatment
was performed in the following 1-2) manner, and for all Examples except for Example 3 and all Comparative examples
except for Comparative examples 3-1 to 3-5, sample pretreatment was performed in the manner 1-1). After that, particle-
size distribution was measured by method 2).
1-1) Sample pretreatment: A powder sample is placed in ethanol in an amount of about 0.003 wt%, and a 50 Watt/30
kHz ultrasonic disperser is set to 30% of the maximum amplitude, and the powder sample is dispersed in ethanol by
excitation of ultrasonic waves for about 120 seconds.
1-2) Sample pretreatment: About 0.003 wt% of a powder sample is added to distilled water to which 0.1 wt% of PEO/PPO
ethylene derivative as a dispersant has been added, and a 50 Watt/30 kHz ultrasonic disperser is set to 30% of the
maximum amplitude, and the powder sample is dispersed in the distilled water by excitation of ultrasonic waves for about
120 seconds.
2) Measurement of particle-size distribution: Particle size distribution is measured according to ISO 13320 standard.

Table 1:

Particle size distribution

D10(mm) D50(mm) D90(mm)

Example 1 11 32 89

Comparative example 1-1 20 75 132

Comparative example 1-2 16 52 131

Example 2 24 56 100

Comparative example 2-1 36 92 124

Comparative example 2-2 30 72 115

Example 3 6 15 28

Comparative example 3-1 12 25 55

Comparative example 3-2 10 20 48
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[0122] According to Tables 1 to 2, it can be seen that the particle diameter of the particles manufactured according to
Example 1 was 25 to 30 mm smaller than the D90 average particle diameter, unlike the particle diameter of the particles
manufactured according to Comparative examples 1-1 to 1-5. The particle diameters of the particles manufactured
according to Examples 2 to 5 also show the same trend as described above.
[0123] First, when comparing Examples 1 to 5 with Comparative examples 1-1 to 5-1, in the case of Comparative
examples 1-1 to 5-1 using only the first spraying gas, since the probability (number of times) that the polymers meet the
gas is smaller than that in the case of Examples 1 to 5 using the first to fourth spraying gases, the powder is manufactured
with a relatively large particle-size distribution.

(continued)

Particle size distribution

D10(mm) D50(mm) D90(mm)

Example 4 20 58 101

Comparative example 4-1 30 88 131

Comparative example 4-2 26 75 127

Example 5 28 65 115

Comparative example 5-1 40 95 147

Comparative example 5-2 35 83 133

Table 2:

Particle size distribution

D10(mm) D50(mm) D90(mm) D

Example 1 11 32 89 16

Comparative example 1-3 7 31 105 31

Comparative example 1-4 4 31 109 72

Comparative example 1-5 5 33 107 54

Example 2 24 56 100 8.6

Comparative example 2-3 11 55 123 30

Comparative example 2-4 7 56 138 70

Comparative example 2-5 9 59 135 48

Example 3 6 15 28 9.7

Comparative example 3-3 4 14 56 28

Comparative example 3-4 2 15 59 72

Comparative example 3-5 3 19 58 49

Example 4 20 58 101 11

Comparative example 4-3 11 57 117 31

Comparative example 4-4 7 55 138 68

Comparative example 4-5 8 56 132 55

Example 5 28 65 115 8.5

Comparative example 5-3 13 64 140 29

Comparative example 5-4 8 66 149 73

Comparative example 5-5 10 67 145 50
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[0124] In addition, when comparing Examples 1 to 5 with Comparative examples 1-2 to 5-2, in the case of Comparative
Examples 1-2 to 5-2, where the temperature condition of the extruder is generally low, as the amount of heat received
by the resin from the extruder is relatively small, the particle-size distribution becomes larger as compared to Examples
1 to 5.
[0125] In addition, when comparing Examples 1 to 5 with Comparative examples 1-3 to 5-3, in the case of Comparative
examples 1-3 to 5-3, where the particles are manufactured without passing the polymer resin through a mesh screen,
the gelation of polymers is not uniform, and thus the deviation of particle diameter becomes severe. That is, the particle-
size distribution is widened.
[0126] In addition, when comparing Examples 1 to 5 with Comparative examples 1-4 to 5-4, the area of the input
portion into which the resin is injected is not changed when designing the nozzle. Accordingly, if the nozzles of Comparative
examples 1-4 to 5-4 having a ratio (A/B) of the area (A) of the discharge portion from which the resin is sprayed and the
area (B) of the input portion into which the resin is injected set to 35, are used, the ratio (A/B) is large compared to
Examples 1 to 5 set to 20. Accordingly, if the input amount of the resin is the same, the thickness deviation of the resin
becomes large and thus the deviation of the particle diameter becomes severe. Therefore, the particle-size distribution
is widened.
[0127] In addition, when comparing Examples 1 to 5 with Comparative examples 1-5 to 5-5, if the number of gas flow
paths is reduced, since the probability that the gas collides with the resin at a uniform speed is reduced, the deviation
of the particle diameter becomes severe and thus the particle-size distribution is widened.
[0128] In addition, when comparing Examples 1 to 5 with Comparative examples 1-3 to 5-3, Comparative examples
1-4 to 5-4, and Comparative examples 1-5 to 5-5, it was found that in the case of Examples 1 to 5, it has a D value of
5 to 20, more specifically 7 to 18, specifically, in the case of polypropylene, it has a D value of 10 to 20, preferably 13
to 18, in the case of thermoplastic polyurethane, it has a D value of 5 to 12, preferably 7 to 10, in the case of polylactic
acid, it has a D value of 6 to 13, preferably 8 to 11, in the case of polyamide, it has a D value of 7 to 15, preferably 8 to
14, and in the case of polyether sulfone, it has a D value of 5 to 12, preferably 7 to 10. As the particles satisfy the D
value in the above-mentioned range, large particles and small particles could be distributed in an appropriate ratio around
the average particle diameter, thereby exhibiting excellent physical properties when applied to actual products.
[0129] Therefore, if the particles have the same particle diameter distribution as the particles manufactured according
to Examples 1 to 5, when applied to products, it can effectively compensate for the shortcomings of the case that only
controls the average particle diameter.

Experimental Example 2

[0130] The physical properties of the particles manufactured according to Examples 1 to 5 and Comparative Examples
1-1 to 5-5 were measured, and the results are shown in Table 3 below.

Table 3:

Relaxed bulk density4) 
(g/cm3)

Compressed bulk density5) 
(g/cm3)

Degree of compressibil 
ity 6) (%)

Travel 
time7) 

(s)

Example 1 0.42 0.45 6.7 19

Comparative 
example 1-1

0.535 0.573 6.6 18

Comparative 
example 1-2

0.49 0.525 6.7 19

Comparative 
example 1-3

0.43 0.49 12 20

Comparative 
example 1-4

0.41 0.48 15 23

Comparative 
example 1-5

0.425 0.492 14 21

Example 2 0.34 0.37 8.1 15

Comparative 
example 2-1

0.44 0.48 8.3 14
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[0131] 4) Relaxed bulk density: When the particles are quietly filled in a 100ml cylinder, the mass is measured and

(continued)

Relaxed bulk density4) 
(g/cm3)

Compressed bulk density5) 
(g/cm3)

Degree of compressibil 
ity 6) (%)

Travel 
time7) 

(s)

Comparative 
example 2-2

0.40 0.435 8.0 14

Comparative 
example 2-3

0.345 0.385 10 17

Comparative 
example 2-4

0.35 0.405 14 20

Comparative 
example 2-5

0.34 0.39 13 18

Example 3 0.24 0.26 7.7 25

Comparative 
example 3-1

0.35 0.38 7.9 25

Comparative 
example 3-2

0.31 0.335 7.5 26

Comparative 
example 3-3

0.25 0.28 11 28

Comparative 
example 3-4

0.24 0.29 17 31

Comparative 
example 3-5

0.25 0.293 15 29

Example 4 0.45 0.48 6.3 14

Comparative 
example 4-1

0.52 0.555 6.3 13

Comparative 
example 4-2

0.49 0.524 6.5 14

Comparative 
example 4-3

0.447 0.5 11 16

Comparative 
example 4-4

0.453 0.52 13 18

Comparative 
example 4-5

0.451 0.514 12 17

Example 5 0.50 0.53 5.7 14

Comparative 
example 5-1

0.63 0.668 5.7 13

Comparative 
example 5-2

0.55 0.583 5.7 13

Comparative 
example 5-3

0.51 0.58 12 16

Comparative 
example 5-4

0.5 0.6 17 20

Comparative 
example 5-5

0.515 0.593 13 18
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the mass per unit volume is calculated (average value of 5 repeated measurements).
[0132] 5) Compressed bulk density: After arbitrarily compressing the cylinder filled with the particles according to 4)
by tapping 10 times with a constant force, the mass per unit volume is calculated by measuring the mass (average value
of 5 repeated measurements).
[0133] 6) Degree of compressibility (%) = (P-R)/P3100, P: particle compressed bulk density, R: particle relaxed bulk
density.
[0134] 7) Travel time: After filling the 100ml cylinder with particles, and then pouring it into the KS M 3002 apparent
specific gravity measuring device funnel and opening the exit, the time it takes for the sample to completely escape is
measured (average value of 5 repeated measurements).
[0135] According to Table 3, in the case of the particles of Comparative Examples 1-1 and 1-2, it was found that the
relaxed bulk density and compressed bulk density are increased in contrast to the particles in Example 1, but there is
no significant difference in degree of compressibility and flowability. This means that if the average particle size is
increased, the relaxed bulk density and compressed bulk density are increased, but if the standard deviation of the
particle distribution is almost the same, the degree of compressibility and flowability are not affected. On the other hand,
it was found that as the particles of Comparative Examples 1-3 to 1-5 have similar average particle sizes compared to
the particles of Example 1, there is no difference in the relaxed bulk density, but if the standard deviation of the particle
size distribution is large, since the voids between the particles are filled with particles having various sizes, the compressed
bulk density is increased compared to the relaxed bulk density, and thus the degree of compressibility is increased.
However, it was found that when the particles have fluidity, the flowability is reduced because the voids between the
particles are not large. The particles manufactured according to Examples 2 to 5 also show the same tendency as
described above.
[0136] All simple modifications or variations of the present invention are within the scope of the present invention, and
the specific protection scope of the present invention will be made clear by the appended claims.

[Description of Symbol]

[0137]

10: nozzle
20: First gas stream (first spraying gas, second spraying gas)
30: Thermoplastic polymer resin and fourth spraying gas stream
40: Second gas stream (third spraying gas)
50: Fourth spraying gas
60: First spraying gas
70: Second spraying gas
80: Third spraying gas

Claims

1. A method for manufacturing thermoplastic polymer particles comprising,

(1) extruding a thermoplastic polymer resin through an extruder;
(2) spraying the extruded thermoplastic polymer resin through a nozzle and then spraying a gas to the sprayed
thermoplastic polymer resin through a plurality of sprayers to granulate it; and
(3) cooling the granulated thermoplastic polymer resin.

2. The method for manufacturing the thermoplastic polymer particles according to claim 1, further comprising a step of,
(4) collecting the cooled thermoplastic polymer particles.

3. The method for manufacturing the thermoplastic polymer particles according to claim 1, further comprising a step of,
(1-1) passing the extruded thermoplastic polymer through a mesh screen between step (1) and step (2).

4. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein the polymer is a
polymer selected from the group consisting of polypropylene, thermoplastic polyurethane, polylactic acid, polyamide
and polyether sulfone.

5. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein when the thermo-
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plastic polymer resin is polypropylene, the extruder temperature from the fore-end of the extruder to the 2/10 location
point based on the resin flow direction is raised from 140 °C to 150 °C, the extruder temperature from the 2/10
location point to the 7/10 location point is raised from 150 °C to 200 °C, and the extruder temperature from the 7/10
location point to the distal end is raised from 200 °C to 225 °C.

6. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein when the thermo-
plastic polymer resin is thermoplastic polyurethane, the extruder temperature from the fore-end of the extruder to
the 2/10 location point based on the resin flow direction is raised from 160 °C to 170 °C, the extruder temperature
from the 2/10 location point to the 7/10 location point is raised from 170 °C to 210 °C, and the extruder temperature
from the 7/10 location point to the distal end is raised from 210 °C to 220 °C.

7. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein when the thermo-
plastic polymer resin is polylactic acid, the extruder temperature from the fore-end of the extruder to the 2/10 location
point based on the resin flow direction is raised from 150 °C to 160 °C, the extruder temperature from the 2/10
location point to the 7/10 location point is raised from 160 °C to 190 °C, and the extruder temperature from the 7/10
location point to the distal end is raised from 190 °C to 200 °C.

8. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein when the thermo-
plastic polymer resin is polyamide, the extruder temperature from the fore-end of the extruder to the 2/10 location
point based on the resin flow direction is raised from 240 °C to 250 °C, the extruder temperature from the 2/10
location point to the 7/10 location point is raised from 250 °C to 300 °C, and the extruder temperature from the 7/10
location point to the distal end is raised from 300 °C to 320 °C.

9. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein when the thermo-
plastic polymer resin is polyether sulfone, the extruder temperature from the fore-end of the extruder to the 2/10
location point based on the resin flow direction is raised from 370 °C to 380 °C, the extruder temperature from the
2/10 location point to the 7/10 location point is raised from 380 °C to 400 °C, and the extruder temperature from the
7/10 location point to the distal end is raised from 400 °C to 420 °C.

10. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein in step (2), the
nozzle has a ratio (A/B) of the area (A) of the discharge portion, from which the thermoplastic polymer resin is
sprayed, and the area (B) of the input portion, into which the thermoplastic polymer resin is injected, of 10 to 30.

11. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein in step (2), the
thermoplastic polymer resin injected into the nozzle and sprayed therefrom has a retention time of 15 to 45 seconds.

12. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein in step (2), the
input portion and the discharge portion of the nozzle are connected by a plurality of flow paths.

13. The method for manufacturing the thermoplastic polymer particles according to claim 12, wherein the number (n)
of the plurality of flow paths satisfy 1X ≤ n ≤ 60X, based on the X value expressed by Calculation Formula 4 below: 

14. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein in step (2), the
discharge portion of the nozzle is maintained at a temperature calculated by Calculation Formula 5 below: 
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wherein B is 0.5 to 1.5.

15. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein the gas sprayed
by a plurality of sprayers is sprayed toward the thermoplastic polymer resin discharged from the discharge portion
of the nozzle, the temperature of the first spraying gas is 250 °C to 600 °C, and the temperature of the second
spraying gas is different from the first spraying gas by 610°C.

16. The method for manufacturing the thermoplastic polymer particles according to claim 15, wherein the temperature
of the third spraying gas is 0 °C to 50 °C higher than the first spraying gas.

17. The method for manufacturing the thermoplastic polymer particles according to claim 15, wherein the temperature
of the fourth spraying gas is 0 °C to 20 °C higher than the first spraying gas.

18. The method for manufacturing the thermoplastic polymer particles according to claim 15, wherein in step (2), before
the thermoplastic polymer is sprayed by the nozzle, the fourth spraying gas is sprayed on the melt of the thermoplastic
polymer resin flowing down from the nozzle.

19. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein in step (2), the gas
is sprayed so that the spraying speed of the gas becomes 100 to 200 m/s.

20. The method for manufacturing the thermoplastic polymer particles according to claim 15, wherein the first spraying
gas is sprayed at an angle of 20 to 70° based on the discharging direction of the thermoplastic polymer resin, and
the second spraying gas is sprayed at an angle of 70 to 80° based on the discharging direction of the thermoplastic
polymer resin.

21. The method for manufacturing the thermoplastic polymer particles according to claim 16, wherein the third spraying
gas is sprayed at an angle of -5 to -10° based on the discharging direction of the thermoplastic polymer resin, and
the fourth spraying gas is sprayed parallel to the discharging direction of the thermoplastic polymer resin.

22. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein in step (3), the
distance between the nozzle and the cooling chamber is 0.1 to 1.0 m.

23. The method for manufacturing the thermoplastic polymer particles according to claim 1, wherein in step (3), the
granulated thermoplastic polymer resin is cooled by a cooling chamber having an internal temperature of 25 to 40 °C

24. The method for manufacturing the thermoplastic polymer particles according to claim 23, wherein the cooling chamber
is provided with an external air inlet into which external air at -30 to -10 °C is introduced.

25. The method for manufacturing the thermoplastic polymer particles according to claim 24, wherein the cooling chamber
is provided with a plurality of external air inlets, and the plurality of external air inlets are installed so as not to interfere
with the free-falling flow of the thermoplastic polymer particles.

26. The method for manufacturing the thermoplastic polymer particles according to claim 25, wherein the plurality of
external air inlets are provided on the upper portion of the cooling chamber, and the external air inlet portion is
installed at 1/2 to 3/4 location points based on concentric circles of the cooling chamber.

27. The method for manufacturing the thermoplastic polymer particles according to claim 25, wherein the plurality of
external air inlets are provided on the side surface of the cooling chamber, and the air inflow velocity of the external
air inlet portion is 0.5 to 10 m/s.

28. The method for manufacturing the thermoplastic polymer particles according to claim 2, wherein in step (4), the
particles are collected by using a plurality of cyclones in series or in parallel.

29. The method for manufacturing the thermoplastic polymer particles according to claim 28, wherein the plurality of
cyclones controls the collection of the particles by different pressure conditions from each other.

30. The method for manufacturing the thermoplastic polymer particles according to claim 3, wherein the mesh screen
of step (1-1) has 60 to 100 meshes.
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31. Polypropylene particles formed as a continuous matrix phase and having a particle diameter (D90) of 80 to 105 mm.

32. Thermoplastic polyurethane particles formed as a continuous matrix phase and having a particle diameter (D90) of
80 to 110 mm.

33. Polylactic acid particles formed as a continuous matrix phase and having a particle diameter (D90) of 20 to 40 mm.

34. Polyamide particles formed as a continuous matrix phase and having a particle diameter (D90) of 80 to 115 mm.

35. Polyether sulfone particles formed as a continuous matrix phase and having a particle diameter (D90) of 80 to 130 mm.

36. A nozzle for manufacturing thermoplastic polymer particles comprising an input portion into which a thermoplastic
polymer resin is injected and a discharge portion from which the thermoplastic polymer resin is sprayed, wherein
the input portion and the discharge portion of the nozzle are connected by a plurality of flow paths.

37. The nozzle for manufacturing the thermoplastic polymer particles according to claim 36, wherein the number (n) of
the plurality of flow paths satisfy 1X ≤ n ≤ 60X, based on the X value expressed by Calculation Formula 4 below:

38. The nozzle for manufacturing the thermoplastic polymer particles according to claim 36, wherein the nozzle has a
ratio (A/B) of the area (A) of the discharge portion, from which the thermoplastic polymer resin is sprayed, and the
area (B) of the input portion, into which the thermoplastic polymer resin is injected, of 10 to 30.

39. The nozzle for manufacturing the thermoplastic polymer particles according to claim 36, wherein the thermoplastic
polymer resin injected into the nozzle has a retention time of 15 to 45 seconds.
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