AAG A EEX AATHeA BA

A QAR TEAY 2OUAE $740] $58 BTEAE 0842 A48
5A0% Azdd AUE 2@oR FIN Axsud e Awst 9

4~
A A AgEZE X (Extensible kraft paper)= 1% % refiner® HIZE Z

o
)
réd
kI

o curl¥®} micro-compressions EQUFI AFE refiner® HEsle] Fol
A7) WHoez AAEY Fig. 12 MondiPackaging®] 31414 =gkx
EX] A ¥4 HoEtk MondiAbe] A= a9 o] velhd uvfel o] H T Ao A

AxslA &S H2Z £8|g (never—dried virgin pulp)S Wolx 48w AMgSl1, 1%

P o 4
o
2

e
Ho

o|\
N

= oguelyet Aex gdoly ¥AE AWM A Fig. 2+ gdeldse )
& HoFu 341 AFYEZER = twin roll pressE &850 A 55 30-35%9] F
=2 $EAM LEE refining AHE 3L, 289 AEE refining A S A &3k A
ZEY A FolAM TS A= Awk uteold vgol Hrbdd olFEA A
¥ A% T machine chest® B Ul T},

Chip pile Digesters  Blow towers  Screening oo HC & LC REMNGTY wrevcmmrmmmcmmssvcsimine e Paper Maching <«

Washing

Fig. 1. Schematic layout of the production line, from chip pile to paper

machine, at MondiPackaging Dynas.
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Fig. 3. Effect of kneading, and PFI mill beating on TEA.
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Fig. 4. Effect of kneading, and PFI mill beating on tensile index.

35 40
30 | 3.5 1
;\E? ;\;‘ 3.0 4
~ 25 ~
c c
© ® 25
» »
A 207 a
= O 20
—6— PFIMIl 0, 5, 10, 15 min q —©— PFIMIll 0, 5,10, 15 min
1.5 1 —— 1 Pass + PFI Mill 0, 5, 10, 15 min 15 —%— 1Pass +PFIMill 0,5, 10, 15 min
A
1.0 T T T T T T T T T T 1.0 T T T T T T T T T .
0 10 20 30 40 5 60 70 80 90 100 110 0 10 20 30 40 5 60 70 80 90 100 110
Gurley Air Resistance (sec/100mL) Gurley Air Resistance (sec/100mL)

Fig. b. Effect of kneading, and PFI mill beating on tensile strain.
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Fig. 6. Gurley air resistance of mill made kraft sack papers and
DSF sheets. A Domestic kraft sack paper, B Imported from
Scandinavian company "M", C Imported from Scandinavian

company "B".
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Fig. 7. Tensile index of mill made kraft sack papers and DSF

sheets at the varied angle of test strips.
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Fig. 8. Tensile stretch of mill made kraft sack papers and DSF
sheets at the varied angle of test strips.
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Fig. 9. TEA of mill made kraft sack papers and DSF sheets at the

varied angle of test strips.
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