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Fig. 1 Recycled polystyrene
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b) Diagonal view
Fig. 2 Forming die

a) Top view
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Fig. 3 Forming process

Sequential press molding of recycled polystyrene
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Fig. 4 Plate surface
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Sequential molding Bulk molding

Fig. 5 Average board thickness and standard deviation

b) Bulk moldin;
Fig. 6 CT image for each forming method

a) Sequential molding
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Fig. 7 Bending strength
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Fig. 8 Cross section of specimen
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