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Effects of Lignocellulosic Bulking Agents Made from
Agricultural Byproducts on Physical Properties and
Drying Energy Consumption of Duplex Board

Jong Hye Park,? Ji Young Lee,”* Chul Hwan Kim,? and Eun Hea Kim 2

Though potentially useful, agricultural byproducts are often discarded
because of the lack of specific applications in many industries. However,
they have suitable properties for use in the paper industry, according to
recent literature. In this study, the suitability of rice husk, peanut husk, and
garlic stem as raw materials for the manufacture of a new lignocellulosic
bulking agent was investigated, and the best material to replace a
commercial wood powder, widely used in Korean duplex board mills, was
determined. Many powders were manufactured from agricultural
byproducts, and their effects on the physical properties and drying energy
requirements of handsheets were evaluated compared to those of a
commercial wood powder. All of the powders improved the bulk and
dryness after wet pressing, but a reduction in paper strength was
unavoidable. In particular, the powder made from rice husk showed a
greater bulk and increase in dryness after wet pressing than the
commercial wood powder. These findings indicated that these three
agricultural byproducts could be used as raw materials for the manufacture
of bulking agents, and rice husk was the best agricultural byproduct to
replace commercial wood powder in duplex board mills.
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INTRODUCTION

A shortage of natural resources, regulations on the utilization of artificial synthetic
materials, and environmental concerns have created an impetus for using sustainable
resources such as biomass for various industrial applications (Mohanty et al. 2000; Van
Wyk 2001). Biomass, such as agricultural crops and residues, forest resources and residues,
and animal and municipal wastes, is the largest source of cellulose (Reddy and Yang 2005).
Agricultural residues or byproducts are generally produced from the cultivation of
agricultural crops and are available at a lower cost than other biomass resources. These
lignocellulosic agricultural byproducts have been used in various applications, depending
on their composition and physical properties (Alslaibi et al. 2013; Liu et al. 2013; Rehrah
et al. 2014; Raj et al. 2015). However, over 50% of the agricultural byproducts generated
while harvesting crops in Korea are discarded because of the lack of specific technologies
for industrial applications, according to statistics from the Rural Development
Administration (Kook et al. 2013). Therefore, a new, practical technique must be
developed in order to transform these discarded cellulosic resources into high-value
materials.
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Commercial wood powder is often used as a bulking agent in the Korean
paperboard industry. Wood powder can be utilized to improve paperboard thickness and to
decrease drying energy requirements (Lee et al. 2014). A Korean patent also reports that
wood powder effectively reduces production costs, even though it is more expensive than
Korean old corrugated containers (KOCC) (Lee et al. 2009). However, wood powder
cannot be used in the long term because of concerns about protection of the environment
and green growth. Moreover, this lignocellulosic material is also widely utilized in the
bioenergy sector, making the supply and price of commercial wood powder unstable (Sung
et al. 2013). Therefore, there is a need in Korea to find a new material to replace or
supplement wood powder to ensure the stable production of paperboard. Many biomass
resources were explored, and it was found that lignocellulosic agricultural byproducts had
potential as raw materials for the manufacture of paperboard. Previous studies reported that
some agricultural byproducts had suitable chemical and physical properties for the
manufacture of the organic fillers and kraft pulps used in many paperboard mills (Lee et
al. 2011, 2013, 2014). Further study is required to determine the best material among three
abundantly available agricultural products to replace commercial wood powder.

The aim of this study was to determine the best candidate among the available
agricultural byproducts for this purpose, by exploring the ability of each material to
improve bulk and reduce drying energy in the manufacture of paperboard. New bulking
agents were manufactured from rice husk, peanut husk, and garlic stem by grinding and
screening processes. After measuring their fundamental properties, their effects on the bulk
and physical strength of handsheets were investigated. To determine the reduction in drying
energy, the dryness of sheets containing new bulking agents after wet pressing was also
measured.

EXPERIMENTAL

Materials

Rice husk, peanut husk, and garlic stem were supplied from Daeyoung PowerTec
(South Korea). The effects of the new bulking agents were compared against commercial
wood powder produced by G-biotech (South Korea). KOCC pulp was used to produce
laboratory handsheets, and cationic polyacrylamide (C-PAM) (Percol 175) obtained from
Ciba Specialty Chemicals (South Korea) was used to retain the powders in the wet web.

Methods
Preparation of agricultural byproduct bulking agent

Agricultural byproducts were washed with tap water and dried at 120 °C for 24 h
because they contained many contaminants, including sand and stones. The oven-dried rice
husk, peanut husk, and garlic stem were pulverized into small particles using a grinder
(WB-01, Sanplatec, Japan) at 25,000 rpm for 20 sec. The ground powders were fractionated
by a vibratory sieve shaker (J-VSS, Jisico, Korea) equipped with a 60-mesh sieve. Because
the portions that could not pass through a 60-mesh sieve were deemed to be harmful to the
surface properties of paperboard, according to a Korean patent (Lee et al. 2009) and a
previous study (Lee et al. 2014), they were removed; the rejected portion was about 20%.
The average particle size of the bulking agents was measured using a particle size analyzer
(1090 LD, CILAS, France). This device employs diffraction of laser light, together with
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application of Mie and Fraunhofer scattering theories. To evaluate the aspect ratio of
powders, the average fiber length and fiber width of the powders was measured using a
fiber analyzer (FiberLab, Metso, Finland) and the particle shape of the powders was
captured using a scanning electron microscope (JSM-5600LV, JEOL, Japan).

Handsheet manufacture and measurement of physical properties

Handsheet preparation was carried out as outlined in a previous study by Kim et al.
(2015). After KOCC was soaked for 18 h, disintegration was carried out at 10%
consistency for 30 min using a standard disintegrator (Disintegrator, Daeil Machinery Co.,
Ltd, South Korea) according to TAPPI T205 (2006). The disintegration time was
determined by checking whether the individual fibers were separated completely. The
KOCC furnish was diluted to 0.5% consistency for the handsheet manufacturing step. The
agricultural byproduct powders were added to the KOCC furnish and mixed for 1 min at
600 rpm, and 0.1% C-PAM was added and mixed for 1 min at 600 rpm. Handsheets with
a grammage of 100 g/m? were made from this furnish, according to TAPPI T205 (2006).
The handsheets were wet-pressed at 345 kPa for 5 min and dried at 120°C using a
laboratory wet press (Model 326, Wintree Corporation, Japan) and a cylinder dryer
(Cylinder dryer, Daeil Machinery Co., Ltd, South Korea), respectively. The handsheets
were conditioned at 23 °C and 50% RH to maintain their moisture content at 8%. Before
measuring their physical properties, the surfaces of the handsheets were visually
scrutinized to identify the applicability of organic powders and surface extrusion. Bulk
(TAPPI T411 2010), breaking length (TAPPI T494 2006), burst strength (TAPPI T403
2010), compressive strength (TAPPI T818 2007), and stiffness (TAPPI T543 2005) were
measured to identify the effects of the new bulking agents on the physical properties of
paperboard.

Evaluation of reductions in the drying energies of handsheets

The reduction in the drying energy requirements of the handsheets was evaluated
by the same method used in a study by Kim et al. (2015). The moisture content of the wet
web was determined by the quality of the sheet forming and wet pressing (the after-pressing
moisture content), and this measure was selected to indicate the potential drying energy
requirement of each handsheet. Peel (1999) reported that an increase of 1% dryness reduces
the heating requirement in the dryer section by about 4%, and it was expected that a lower
after-pressing moisture content, indicating a lower amount of water that has to be removed
in the drying stages, meant a lower drying energy requirement. Therefore, the reduction in
drying energy was evaluated by measuring the increase in dryness after wet pressing and
computed as shown in Eq. 1. The handsheets used for these measurements were prepared
and pressed in the same manner as those used for the physical testing. After wet pressing,
the moisture content of each handsheet was measured using a dry oven (WiseVen, Daihan
Scientific, Korea).

Reduction in drying energy (%) = % x 100 Q)

0

where Mo is the after-pressing moisture content of a sheet containing no bulking agent, and
Mz is the after-pressing moisture content of a sheet containing bulking agent.
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RESULTS AND DISCUSSION

Agricultural Byproduct Bulking Agent Properties

Various lignocellulosic bulking agents were manufactured from agricultural
byproducts, as shown in Fig. 1. Figure 1(d) shows the commercial wood powder that is
widely used in duplex board mills in South Korea. All of the bulking agents made from
agricultural byproducts showed no great difference, in color or appearance, from the
commercial wood powder. Table 1 shows the average particle size and aspect ratio of the
bulking agents tested. The rice husk powder showed the highest particle size, and the
peanut husk powder showed the lowest. The wood powder and garlic stem powder showed
a higher aspect ratio than the rice husk and peanut husk powders. Figures 2 and 3 illustrate
the particle shape of the various powders. The surfaces of the rice husk and garlic stem
powders were smoother than those of the peanut husk and wood powders. Despite the
differences in particle size and shape, no limitations were observed, such as severe surface
extrusion of sheets (Lee et al. 2014), relative to the application of these new organic fillers
as raw materials for the manufacture of paperboard, compared to commercial wood powder.

Kk, (b) peanut husk, (c)

Fig. 1. Images Iignocellulosic bulking agéni‘é:f(a) rice ﬁus
(d) commercial wood powder

garlic stem, and

Table 1. Average Particle Size and Aspect Ratio of Bulking Agents

Agricultural Byproduct Rice Husk | Peanut Husk | Garlic Stem Commercial Wood
Powder
Average Particle Size (um) 175.9 94.4 118.7 116.7
Aspect ratio 5.50 5.30 6.50 6.49

Fig. 2. Scanning electron micrographs of the rice husk (left) and peanut husk (right) powders
(50X magnification)
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Fig. 3. Scanning electron micrographs of the garlic stem powder (left) and wood powder (right)
(50X magnification)

Effects of Bulking Agents on the Physical Properties of Handsheets

The effect of bulking agent addition on the bulk of the handsheets is shown in Fig.
4. Most of the bulking agents increased the bulk of the handsheets; the rice husk powder
added the greatest bulk, even higher than that of the commercial wood powder, indicated
by the dashed line. It has been reported that bulking agents containing larger particles
proved the most effective at increasing bulk (Lee et al. 2014), so the larger particle size of
the rice husk powder was likely the reason for the greater bulk in the handsheets compared
to the commercial wood powder. This result indicates that agricultural byproducts can be
used as raw materials for the manufacture of bulking agents to improve the bulk of
paperboard.

As shown in Fig. 5, the breaking length and burst strength of the handsheets
generally decreased, as the amount of bulking agents increased. Figure 6 shows the effect
of bulking agents on the compressive strength and stiffness of the handsheets; the results
indicate the same trends as breaking length and burst strength. Some researchers have
reported that materials which increase sheet thickness also decrease the area of fiber bonds,
thus paper strength (Krogerus 1997; Seo et al. 2014). This decrease in paper strength
cannot be avoided when bulking agents, including agricultural byproduct powders and
commercial wood powder, are added to paperboard, but the type of agricultural byproduct
and the amount of bulking agents can be selected to compensate for the deterioration in
paper strength as a result of the increase in bulk. The rice husk powder showed the highest
bulk and stiffness among three powders. This increase is a significant advantage, as
stiffness is a very important quality for paperboard.
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Bulk (cm?/g)

—o—Rice husk —{—Peanut husk
—'r— Garlic stem — = Wood powder

0 3 6 9
Addition of organic filler on o.d. fibers (%)

Fig. 4. Effect of the addition of bulking agents on the bulk of handsheets
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Fig. 5. Effect of the addition of bulking agents on the breaking length (a) and burst strength (b) of

handsheets
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Fig. 6. Effect of the addition of bulking agents on the compressive strength (a) and stiffness (b) of
handsheets

Effects of Bulking Agents on Drying Energy Reduction of Handsheets

The papermaking process consumes vast amounts of drying energy, which is a
critical element of the cost of production of paperboard. Peel (1999) reported that an
increase of 1% sheet dryness reduces the heating requirement in the dryer section by about
4%, so increasing the dryness of the wet web after wet pressing is one of the most important
aims in the quest to reduce energy consumption. Recently, many researchers have tried to
increase the dryness of the wet web after wet pressing (Hwang et al. 2013; Kim et al.
2014a,b; Seo and Kim 2014) in South Korea. In this study, the reduction in drying energy
was calculated in relation to the final after-press moisture of the sheets, with and without
bulking agents (Lee et al. 2015).

Figure 7 shows the moisture content and the reduction in drying energy of a sheet
containing bulking agents after wet pressing. As the bulking agents were added to the
handsheets, the after-press moisture content decreased. The rice husk powder showed the
highest reduction in drying energy, and the peanut husk powder was also as effective as
the wood powder in reducing drying energy. Because the bulking agents made from the
rice husk and peanut husk were relatively more hydrophobic than KOCC, the addition of
lignocellulosic bulking agents increased the amount of hydrophobic material in the sheets
and, therefore, the dryness of the sheets after wet pressing.
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Figure 8 shows that the reduction in drying energy increased linearly with the bulk
of the sheets, indicating that bulk was the most important factor in predicting the drying
energy reduction of the bulking agents.

It was concluded that rice husk was the most effective material for the manufacture
of a bulking agent and that the rice husk powder was a satisfactory replacement for
commercial wood powder in a paperboard mill.

65 10

‘ DRice husk OPeanuthusk OGarlic stem ®Wood powder

BRice husk DPeanuthusk OGarlic stem mWood powder
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Reduction in drying energy (%)
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Fig. 7. Moisture content of sheet containing bulking agents after wet pressing (a) and reduction in
drying energy (b)

Reduction in drying energy (%)
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Fig. 8. Relationship between reduction in drying energy and bulk of sheets containing bulking

agents after wet pressing

CONCLUSIONS

1. New bulking agents were manufactured by grinding and screening from rice husk,
peanut husk, and garlic stem, and their effects on bulk improvement and drying energy
reduction were investigated for potential application in duplex board.

2. There were no limitations to the application of new bulking agents in the manufacture
of paperboard, as no severe deterioration of the surface properties of handsheets was
observed compared to commercial wood powder.

3. The new bulking agents and the commercial wood powder improved the bulk and
dryness after wet pressing, but a reduction in paper strength was unavoidable for all of
the bulking agents.
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4. Rice husk was the most effective material for the manufacture of a bulking agent, and
rice husk powder could replace commercial wood powder in a paperboard mill.

ACKNOWLEDGEMENTS

This research was supported by the Bio-industry Technology Development
Program of the Ministry of Agriculture, Food, and Rural Affairs, South Korea.

REFERENCES CITED

Alslaibi, T. M., Abustan, I., Ahmad, M. A., and Foul, A. A. (2013). “A review:
Production of activated carbon from agricultural byproducts via conventional and
microwaving heating,” J. of Chemical Technology and Biotechnology 88(7), 1183-
1190. DOI: 10.1002/jctb.4028

Hwang, I. Y., Ji, S. G., and Seo, Y. B. (2013). “Use of calcium carbonate for improving
solid content of KOCC wet web,” J. of Korea TAPPI 45(6), 1-9. DOI:
10.7584/ktappi.2013.45.6.001

Kim, D. S., Sung, Y. J., Kim, C. H., and Kim, S. B. (2014a). “Evaluation of the
applicability of oil palm EFB fines as a functional organic filler,” J. of Korea
TAPPI 46(1), 56-64. DOI: 10.7584/ktappi.2014.46.1.056

Kim, D. S., Yoon, D. H., and Sung, Y. J. (2014b). “The changes in drying efficiency
and paper properties of linerboard by the application of the fractions of wood powder
as a bulking agent,” J. of Korea TAPPI 46(5), 61-68. DOI: 10.7584/
ktappi.2014.46.5.061

Kim, S. Y., Lee, J. Y., Kim, C. H., Lim, G. B., Park J. H., and Kim, E. H. (2015).
“Surface modifications of organic fillers to improve the strength of paperboard,”
BioResources 10(1), 1174-1185. DOI: 10.15376/biores.10.1.1174-1185

Kook, J. W., Jeon, S. J., Park, S. Y., Yoo, H. S., Shin, J. H., and Lee, S. H. (2013).
“Analysis of energy potential from the Korean biomass resource map,” J. of Korea
Society of Waste Management 30(5), 505-511. DOI: 10.9786/kswm.2013.30.5.505

Krogerus, B. (1997). “Ch. 6: Fillers and pigments,” in: Vol. 4, Paper Science and
Technology, TAPPI Press, Atlanta.

Lee, J. Y., KimC. H,, Seo, D. J,, Lim, G. B., Kim, S. Y., Park, J. H., and Kim, E. H.
(2014). “Fundamental study on developing wood powder as an additive of
paperboard,” TAPPI Journal 13(11), 17-22.

Lee, J. Y., Lee, E. K,, Sung, Y. J,, Kim, C. H., Choi, J. S., Kim, B. H., Lim, G. B., and
Kim, D. M. (2011). “Application of new powdered additives to paperboard using
peanut husk and garlic stem,” J. of Korea TAPPI 43(4), 40-48.

Lee, J. Y., Lim, G. B., Kim, S. Y., Park, J. H., Kim, C. H., Heo, Y. J., Kim, Y. H., Kim,
Y. H., and Lee, S. R. (2014). “Evaluation of the physical properties of kraft pulps
made from major agricultural byproducts,” J. of Korea TAPPI 50-57. DOI: 10.7584/
ktappi.2014.46.3.050

Lee, J. Y., Lim, G. B., Kim, Y. H,, Lee, S. R., Kim, M. Y., Kim, C. H., Kim, S. Y., and
Kim, J. S. (2013). “Evaluation of the physical properties of organic fillers made from

Park et al. (2015). “Ag. byproduct bulking agent,” BioResources 10(4), 7889-7897. 7896



PEER-REVIEWED ARTICLE b | oresources.com

agricultural byproducts,” J. of Korea TAPPI 45(4), 34-41. DOI: 10.7584/
ktappi.2013.45.4.034

Lee, J. Y., Seo, D. J., and Yoon, K. T. (2009). “Method for wood powder for use
in papermaking and method for bulk having thereof,” Korean Patent 10-0898383.

Liu, N., Nuo, K., McDowell, M. T., Zhao, J., and Cui, Y. (2013). “Rice husks as a
sustainable source of nanostructured silicon for high performance Li-ion battery
anodes,” Scientific Reports 3(1919). DOI: 10.1038/srep01919

Mohanty, A. K., Misra, M., and Hinrichsen, G. (2000). “Biofibres, biodegradable
polymers and biocomposites: An overview,” Macromolecular Materials and
Engineering 276-277(1), 1-24. DOI: 10.1002/(SICI1)1439-
2054(20000301)276:1<1::AID-MAME1>3.0.CO;2-W

Peel, J. D. (1999). “Ch. 10: Pressing and the press section,” in: Paper Science and Paper
Manufacture, Angus Wilde Publications, Inc., Vancouver, BC, Canada.

Raj, T., Kapoor, M., Gaur, R., Christopher, J., Lamba, B., Tuli, D. K., and Kumar, R.
(2015). “Physical and chemical characterization of various Indian agriculture residues
for biofuels production,” Energy Fuel 29(5), 3111-3118. DOI: 10.1021/ef5027373

Reddy, N. and Yang, Y. (2005). “Biofibers from agricultural byproducts for industrial

applications,” Trends in Biotechnology 23(1), 22-27. DOI:
10.1016/j.tibtech.2004.11.002

Rehrah, D., Reddy, M. R., Novak, J. M., Bansode, R. R., Schimmel, K. A,, Yu, J., Watts,
D. W., and Ahmedna, M. (2014). “Production and characterization of biochars from
agricultural by-products for use in soil quality enhancement,” J. of Analytical and
Applied Pyrolysis 108, 301-309. DOI: 10.1016/j.jaap.2014.03.008

Seo, Y. B.,Jung J. G, Lee, Y. H., and Sung, Y. J. (2014). “Utilization of wood flour for
drying energy saving of old corrugated container,” J. of Korea TAPPI 46(6), 8-15.
DOI: 10.7584/ktappi.2014.46.6.008

Seo, Y. B. and Kim, H. J. (2014). “Improvement of thickness in white duplex board by
utilization of defibrated fiber (1) - Utilization of defibrated fibers,” J. of Korea TAPPI
46(6), 34-40. DOI: 10.7584/ktappi.2014.46.6.034

Sung, Y. J., Kim, C. H., Cho, H. S., Kim, S. H., Sim, S. W., Yim, S. J.,, Lee, J. Y., and
Kim, S. B. (2013). “Study of oil palm biomass resources (Part 2): Manufacturing
characteristics of pellets using oil palm biomass,” J. of Korea TAPPI 45(1), 42-51.
DOI: 10.7584/ktappi.2013.45.1.042

Van Wyk, J. P. H. (2001). “Biotechnology and the utilization of biowaste as a resource
for bioproduct development,” Trends in Biotechnology 19(5), 172-177. DOI:
10.1016/S0167-7799(01)01601-8

Article submitted: July 7, 2015; Peer review completed: September 24, 2015; Revised
version received and accepted: October 2, 2015; Published: October 7, 2015.
DOI: 10.15376/biores.10.4.7889-7897

Park et al. (2015). “Ag. byproduct bulking agent,” BioResources 10(4), 7889-7897. 7897



