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ABSTRACT

Tissue and paper manufacturing companies have common problems with increasing cost of imported vir-
gin pulp and the restriction of using woods in the forest. Possibility of using bagasse pulp for solving those
problems was studied. In order to reduce the production cost and study the dependency on pulps, bagasse
pulp has been studied for mixing with Sw-BKP and Hw-BKP. Optimum blending ratio of wood pulps
and bagasse pulp to enhance tissue properties were analyzed. Various properties of the hand sheet after
blending of wood pulp and bagasse pulp were measured. As results, the bagasse pulp could substitute
the hard wood pulp with similar properties of tissue. Therefore, we judged that the bagasse pulp was suit-
able for replacement of the hardwood pulp.
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Table 1. Pulp mixing ratio
Control HW-10 HW-20 HW-30 SW-3 SW-6
Rati HwBKP 80 70 60 50 80 80
(Oa/o')o SWBKP 20 20 20 20 17 14
Bagasse 0 10 20 30 3 6

Table 2. Fiber properties of HwWBKP, SWBKP and NW

Length Width Fines content Cell wall thickness
(mm) (pm) (%) (pm)
S1 1.08 243 403 6.2
SWBKP s2 0.79 286 531 52
HI 0.42 14.9 63.4 2.7
HWBKP H2 0.65 204 36.8 44
NW Bagasse 0.31 23.7 81.4 5.1
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Fig. 1. SEM image of bagasse(A), HWBKP(B), SWBKP(C) handsheet.
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