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Fig. 1. Factors affecting of paper quality and runnability.
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Pine Sheet Eucalyptus Sheet Southern Pine Northern Spruce

Thick wall and stiff Thin wall and flexible
Fig. 3. Handsheets made from pine Fig. 4. Morphological properties of
and eucalyptus pulp fiber. different softwood fibers.
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Fig. 7. Tensile properties of different pulps.m
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Fig. 9. Stretch—tensile strength relationship of different pulpS.Z)
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Fig. 10. Relationship between tear index and breaking length
of different pulps.z)
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