
BIOCHEMICAL ADDITIVES FOR
PAPERMAKING

Joel J. Pawlak, Ph.D.

Associate Professor, North Carolina State University,
Department of Forest Biomaterials

Raleigh, North Carolina, United States of America
Email: jjpawlak@ncsu.edu, Phone: 919-513-0511, Fax: 919-515-6302

ABSTRACT

Biochemical additives encompass materials added to the paper-
making operation that are derived from biological origins. Other
than starch, the majority of the biochemical additives currently
used in the paper industry are enzymatic. Enzymes are protein
structures that speed a particular chemical reaction. The enzymes
are not consumed during the reaction and can be used repeatedly.
The enzymes used in the paper industry typically target one of the
four major components of wood: cellulose, hemicellulose, lignin
or extractives. Enzymes have been used industrially to aid in
bleaching, reduce pitch, enhance strength, alter pulp freeness, and
aid in paper machine cleaning. This review focuses on the use of
enzymes in the papermaking operation, but also addresses the use
of enzymes in other areas of the pulp and paper mill. There has
also been considerable work in the use of fungus for improving
both mechanical and chemical pulping operations. This is con-
sidered a separate topic and is only briefly addressed in this
review. The future of biochemical additives may extend well
beyond the current use of enzymes and a few notes on potential
application are given.
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1 INTRODUCTION

Throughout the pulping and papermaking operation, various chemicals are
added to the process. These additives are used to alter the final product
properties, keep the process free of deposits, and/or improve the processing of
the fibers. The majority of the additives are derived from synthetic origins.
However, some of these additives may be derived from biological origins.
These types of additives will be referred to as biochemical additives. Starch is
perhaps the most familiar additive in the papermaking process that is derived
from biological origins. It is rarely used in its native form. Typically, it will
undergo modification by ethylation, cationization, or degradation (enzyme or
acid) to reduce its molecular weight before application. Another historical
biochemical additive is rosin, which is used in rosin/alum sizing. This method
of paper sizing requires an acidic pH. Rosin/alum sizing has lost favor with
advent of alkaline papermaking and it is only used in select applications.
While starch is currently an extremely important papermaking additive and
rosin is historically an important additive, they are not the focus of this
review. This review focuses on a third type of biochemical additive – enzymes.
Enzymes that have been used in pulp and paper making include cellulases,
hemicellulases, amylases, lipases, laccases, manganese peroxidase, lignin per-
oxidase, peroxidase, esterase, and protease. This review will place emphasis
on the enzymes used in the papermaking operation. Also, a brief discussion
about the potential future use of biotechnology and microbiology in the
paper industry is given.

1.1 Basics of pulping and papermaking

Paper is a thin material consisting of randomly deposited fibers arranged in
varying degrees of layering. Annually, almost 400,000,000 tons of pulp and
paper products are produced worldwide and the majority of these products
are based on wood fibers. Wood is processed into fibers by a number of
different means including chemical pulping (ex. sulphite, kraft, and soda
process) and mechanical pulping (ex. groundwood, thermo-mechanical,
refiner mechanical, and chemical thermo-mechanical pulping). These pro-
cesses are used to produce fibers with different properties.

Chemical pulping methods are essentially a chemical degradation of the
lignin that binds the wood fibers together in the tree. The chemical pulping
process results in a wood fiber that is enriched in cellulose and has had
significant amounts of lignin, hemicellulose and extractives removed from it.
Chemical pulping may be followed by a bleaching operation that removes
near all of the lignin and hemicellulose from the wood fiber. Fully bleached
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chemical wood fibers are hydrophilic and will retain 1.5–3.5 grams of water
for every gram of pulp [1]. These fibers are flexible and tend to collapse
during the papermaking operation.

Mechanical pulping results in fibers that are shorter and stiffer than the
chemically pulped fibers. Mechanically pulped fibers are liberated from the
wood by disrupting the middle lamella of the wood structure, which is
the portion of the wood that interconnects the individual wood fibers. This
is accomplished by a combination of mechanical force and heat. A chemical
treatment may also take place to aid in the fiber liberation and reduce the
amount of energy needed to separate the fibers. The approximate chemical
composition of mechanically pulped fibers is the same as the original wood.
Some volatiles maybe liberated during processing, and in the case of the
chemically treated fibers, there may be a measurable change in the chemical
composition. These fibers retain about 1.25–2.5 grams of water per gram of
fiber [2]. These fibers are stiff hollow cylinders that tend to remain in a similar
geometry in the paper sheet. This gives a low density and compressible paper
sheet with high opacity. The lignin that remains in the paper sheet makes
paper made from these types of fibers poor for archiving and, in general,
lower in strength than papers made from chemically pulped fibers.

The papermaking process uses wood fibers from a pulping process and
forms the fibers into a paper sheet. During this operation, the fibers are
subjected to a number of different processes. There are five basic operations
that take place prior to the fibers arriving at the headbox of the paper
machine. These operations are screening (separation by size), cleaning (sep-
aration by density), thickening (often coincidental to screening and cleaning),
dilution (consistency control), and refining (mechanical processing). Refining
is critical for developing the papermaking potential of fibers, especially chem-
ical fibers. The mechanical brushing, which occurs during refining, improves
the flexibility and creates fibrillation of the fibers, cf. Figure 1. These two
changes in the properties of the fibers help to create paper with more bonding
and higher tensile strength.

Once the fibers are processed, they are sent to the headbox of the con-
tinuous paper machine. In the headbox, the fibers are dispersed and spread
uniformly across the width of the paper machine. In the forming section,
water is removed from the fibers and the initial structure of the sheet is set.
The sheet then passes into a press section where the consistency is raised to
about 49%. The sheet then is dried under tension using heat to about 0%–10%
moisture.
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1.2 Enzyme basics

Papermakers use a variety of tools to enhance the papermaking character-
istics of the fibers including: varying the pulping method, refining and beat-
ing, high consistency kneading, chemical addition, etc. The use of enzymatic
treatment to enhance the papermaking characteristics of fibers is less com-
mon, but offers a unique way of modifying the chemical composition and
ultra-structure of the fiber. This section reviews the basics of enzyme tech-
nology to provide a background for further discussion of the technology.

The role of enzymes in papermaking is one of degradation. Enzymes have
been targeted for use in deinking, refining, elimination of extractive and
lipids, removal of stickies, debarking, degradation of hemicellulose before
bleaching, enhancement of lignin degradation during bleaching and pulping.
In most cases, enzymes are used to specifically degrade and remove a particu-
lar compound or classes of compounds from the pulp. The exception to this
may be the use of cellulase to enhance the refining of pulp. In this case, the
target is not to remove a compound from the fiber, but to enhance the ease
with which the papermaking properties are developed. However, in refining

Figure 1. Optical microscope images of beaten and unbeaten softwood fibers. Note
that the beaten fibers exhibit a fibrillated surface, which it thought to enhance bonding

between fibers that in turn improves paper strength.
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pretreatments, cellulose degrading enzymes are used to remove cellulose from
the fiber. In this case, the degradation is a negative side effect of the enzyme
action. The critical point is that enzymes used in the paper industry degrade
fibers leaving behind a smaller fraction of material.

Enzymes are biological catalysts that increase the rate of chemical reac-
tions. The reactants of enzymes are termed substrates [3]. There are many
types of enzymes, but all enzymes are proteins. Without the presence of non-
protein component called a cofactor, many enzyme proteins lack catalytic
activity. Some of the common terminology used for enzyme chemistry
includes apoenzyme, holoenzyme, coenzyme and prosthetic group [3]. An
apoenzyme is the inactive protein component of an enzyme. The holoenzyme
is the active enzyme, including cofactor. A coenzyme is a cofactor that is an
organic molecule. And the prosthetic group is a cofactor that is so tightly
bound that it is difficult to remove without damaging the enzyme [3].

All reactions catalyzed by enzymes are reversible to some degree and the
classification which would be given to enzymes for the catalysis of the for-
ward reaction would not be the same for the reverse reaction. Also, enzymes
exhibit group specificity in that they may act on several different, though
closely related, substrates to catalyze a reaction involving a particular chem-
ical group [3]. This is termed absolute specificity when enzymes act only on
one particular substrate. Enzyme catalyzed reactions are product specific as
well as being substrate specific [3]. Uncatalyzed reactions will give rise to a
wide range of products. Besides being substrate and product specific,
enzymes also exhibit stereochemical specificity. If a substrate can exist in two
stereochemical forms, chemically identical but with a different arrangement
of atoms in 3-D space, then only one of the isomers will undergo reaction as a
result of catalysis by a particular enzyme. The only enzymes which act on
both stereoisomeric forms of a substrate are those whose function is to inter-
convert L and D isomers [3].

There must be at least three different points of interaction between
enzymes and substrate [3]. These interactions have either a binding or a cata-
lytic function. The binding sites link to specific groups in the substrate, ensur-
ing that the enzyme and substrate molecules are held in a fixed orientation
with respect to each other, with the reacting groups in the vicinity of catalytic
sites. The active site is the region which contains the binding site and the
catalytic sites. The binding and catalytic sites must be either amino acid res-
idues or cofactors. The substrate binding may involve a variety of linkages,
but the bonds formed are usually relatively weak (i.e. non-covalent) [3]. The
active site often includes both polar and non-polar amino acid residues, creat-
ing an arrangement of hydrophilic and hydrophobic microenvironments not
found elsewhere on an enzyme molecule. The function of an enzyme may
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depend not only on the spatial arrangement of binding and catalytic sites, but
also on the environment in which these sites occur [3]. Binding domains may
also be present in the enzyme. They improve the binding and facilitate the
activity of the catalytic domain on the insoluble substrates, but not on soluble
substrates.

There are a number of models or hypotheses to explain how enzymes work.
One is the lock and key model which suggests that all substrates remain fixed
throughout the binding process. This hypothesis (lock and key), by Fischer
explains many features of enzyme specificity, but takes no account of the
known flexibility of proteins, X-ray diffraction analysis and data from several
forms of spectroscopy, including NMR, have revealed differences in structure
between free and substrate bound enzymes [3]. This hypothesis suggests that
the binding of a substrate to an enzyme may bring about a conformational
change. Another hypothesis is Koshland’s [4] induced fit hypothesis of 1958
that suggested that the structure of a substrate may be complementary to that
of the active site in the enzyme-substrate complex, but not in the free enzyme
[3]. This suggests that a conformational change takes place in the enzyme
during the binding of substrate which results in the required matching of
structure. This essentially requires that the active site to be floppy and the
substrate to be rigid.

There are two major groups of enzymes: monomeric enzymes and oligo-
meric enzymes. Monomeric proteins are those which consist of only a single
polypeptide chain, so they cannot be dissociated into smaller units. These
proteins catalyze hydrolytic reactions and may contain between 100 and 300
amino acid residues and have molecular weights in the range of 13,000 to
35,000. Some of these proteins are associated with a metal ion, but most act
without the help of any cofactor. A large number of monomeric enzymes are
proteases, i.e. they catalyze the hydrolysis of peptide bonds in other proteins.
Oligomeric proteins are different from monomeric proteins in that they con-
sist of two or more polypeptide chains, which are usually linked to each other
by non-covalent interactions and never by peptide bonds. The component
polypeptide chains are termed sub-units and may be identical to or different
from each other. If they are identical to each other they are sometimes called
protomers. The vast majority of known enzymes are oligomeric.

Enzymes used in industrial applications may be in a dissolved form or in a
dry powdered form. Each of these preparations may contain surfactants,
buffers, other stabilizing materials, and inactive protein content. Thus, the
application rate of enzymes can be some what cumbersome to characterize.
Enzyme application rates are typically specified in one of three ways. The
simplest way to specify enzyme application rate is based on dry content of
enzyme per unit of substrate. This method does not account for differences
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between enzyme activity and the amount of inactive material that may be
present in the enzyme preparation. The second method of dosing enzymes is
based on protein content with an enzyme preparation. This technique reduces
the influence of inactive material within the preparation on the perceived
enzyme efficiency, but it does not account for inactive protein content within
the preparation. The final means to characterize enzyme dosage is by
effectiveness of the enzyme on a known substrate. For example, with cel-
lulase, it is typical to evaluate the effectiveness of the enzyme when degrading
both filter paper (insoluble substrate) and carboxymethyl cellulose (soluble
substrate). The amount of enzyme that liberates a certain amount of glucose
in a certain amount of time is then considered a standard unit. The deficiency
in this method is that it is limited by the type of substrate used. Thus, each
method of dosing an enzyme has its drawbacks and often, in industrial appli-
cations, the simplest means of dosing is used. Table I shows typical dosing
rates for various types of enzymes in different applications.

2 DESCRIPTION OF CELLULASE AND ROLE OF SUBSTRATE/
ENZYME INTERACTION

In terms of the papermaking process, cellulases present one of the most
interesting classes of enzymes. One of the main reasons for this is that the
major component in paper is cellulose. Thus, one can speculate that cellulases
have the greatest potential to impact the papermaking process. This section
gives details regarding the interaction of cellulases with cellulose (the sub-
strate) and provides a number of points to consider when enzymes interact
with wood fibers.

The fact that cellulases are made of multiple types of enzymes was known
as early as 1950 [5]. Reese discussed the role of two enzymes that worked
synergistically to first create soluble cellulose fragments and then to degrade
these fragments into sugars. Cellulolytic activity has been shown to arise for a
variety of different organisms including both fungi and bacteria. Much work
has focused on fungal sources of enzymes as these organisms are attributed
with a more significant economic impact in terms of their degradation of
wood structures and cotton fabrics. Coughlan [6] provides a detailed review
of the various cellulolytic enzymes associated with different species of fun-
gus. He identifies seven different enzymes that are responsible for the fungal
degradation of cellulose and an additional three enzymes that are associated
with the bacterial degradation of cellulose.

Cellulolytic enzymes are known to be oligomeric in nature and can be
subdivided into cellobiohydrolases and endoglucanases. A third enzyme may
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also be present such as ß-glucosidase, which acts to convert soluble cel-
lulobiose into glucose. ß-glucosidase is not critical in degradation of cellu-
lose, but is important for creating fermentable sugars from degraded cellu-
lose. Cellobiohydrolases (CBH, exo-type) degrade crystalline regions and
endoglucanases (EG, endo-type) prefer to degrade amorphous regions of
cellulose. Cellobiohydrolase (CBHI) is an oligomeric enzyme and is probably
the key enzyme needed for the efficient hydrolysis of native crystalline cellu-
lose [7]. It is also the most abundant cellulase produced by the filamentous
fungus Trichoderma reesei and the removal of its gene reduces overall activity
on crystalline cellulose by 70%. CBHI has been classified on the basis of its
amino acid sequence as a family C enzyme. This family includes both
exo- and endoglucanases, which cleave the β(1,4) glycosidic bond by a
double-displacement mechanism, resulting in retention of configuration of
the product, cellobiose. Also, CBHI is a two domain enzyme, consisting of a
large catalytic core linked to a small cellulose-binding domain by a heavily
glycosylated linker region [7]. Both CBH’s (CBHI and CBHII) contain an
active site tunnel. Most, if not all, cellulases that are effective on crystalline
cellulose share a modular structure composed of a catalytic domain linked to
a distinct CBD. While the EG’s have open active site clefts, the exoglucnases
active sites are located in tunnels formed by long loops in the protein struc-
ture [8]. Although the tunnel of CBHI is about twice as long as that observed
in CBHII, they both are built up from loops extending from the structural
motif [7]. The sides of both tunnels are formed by side chains involved in a
complex network of hydrogen bonds and salt links and are rich in amino
acids that are known to interact with sugars. The sorption of CBHI is rapid
and irreversible and CBHI shows a preference for the crystal edge, but CBHII
acts at one tip of the crystal [7].

The action of cellulase on cellulose has also been shown to be inhibited by
the presence of the reaction products. Berghem, Pettersson, and Fredriksson
[9] showed that by continuously removing the reaction product of a cellulose
degradation by enzymes, a high level of substrate degradation can be
achieved. This is an important aspect to consider when one desires to degrade
a large fraction of the cellulose. Berghem et al. [9] discussed the interaction
of various enzymes within a cellulase mixture. The synergy of using endo-
glucanase, exoglucanase, and ß-1,4-glucan cellobiohydrolase was demon-
strated. An important aspect pointed out by these authors is that cellobiose
can act as an inhibitor during enzymatic degradation. Cellobiose is a product
of exo-glucanase and an abundance of this molecule was shown to decrease
the rate of reaction. When cellobiose was removed by ultra-filtration during
the reaction, the percentage of material dissolved increase from about 45%
up to 80%. The addition of endo-glucanase to the mixture increased the
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degree of degradation from 80% to 96%. The thermal stability of ß-1,4-
glucan cellobiohydrolase was also evaluated. Above 78°C the enzyme
became completely denatured and exhibited no activity. However, the
enzyme was shown to be capable of renaturation by dialysis with a sodium
acetate buffer at pH 5.0. The enzyme regained about 40% of its activity after
this process.

The CBH’s within a cellulase mixture have shown a propensity to bind
strongly to the cellulose substrate. The enzymes tend to bind at the corners
and edges of cellulose crystals. This was observed via SEM by Chanzy et al.
[10] and later modeled using molecular modeling [11]. This is an important
aspect of the cellulose degradation mechanism as it shows that cellulases are
highly specific enzymes that can be used to modify cellulose structures. It also
demonstrates the importance of the cellulose binding domain of the enzyme,
which greatly influences its activity on the cellulose substrate.

Cellulose binding domains (CBD’s) have been divided into several different
families based on their amino acid sequence similarities [8]. CBD’s rely on
several aromatic amino acids for binding to the cellulose. The CBD’s have
different topologies, but share similar rigid backbone structures for correct
positioning of the side chains required for the substrate recognition and bind-
ing. Efficient wood decaying organisms, such as filamentous fungi, typically
use batteries of secreted and synergistically acting cellulases, while anaerobic
bacteria utilize large multi-enzyme complexes (cellulosomes), which operate
at the cell-substrate interface [8]. The overall binding efficiency of the
enzymes is much enhanced by the presence of the CBD and the enhanced
binding clearly seems to correlate with better activity towards insoluble cellu-
lose. Similar to cellulases, removal of the substrate binding domains of
glucoamylases decreases their activities on insoluble substrates, but not on
soluble substrates [8].

The CBD’s of cellulases have been grouped into several families based on
similarities in their amino acid sequence [12]. Family I is the smallest with
CBD’s containing 33–36 amino acid residues. They occur only in fungal
cellulases such as those created by Trichoderma reesei and Humicola insolens.
Family II CBD’s have about 110 amino acid residues and these include the
CBD’s of some cellulases of Cellulomonas fimi and Thermomonospara fusca
[12]. Boraston et al. showed that family II CBD’s disrupt the surface of
cellulosic fibers and release fine particles from cotton or Avicel [13]. The
CBD’s of family I have not been found to disrupt the cellulose structure.
Jervis concluded that CBD’s of bacterial cellulases from C. fimi (Cen A and
Cex CBD’s, family II) bind irreversibly to crystalline cellulose, because
desorption of these CBD’s was not observed after dilution [14]. Also, Both-
well reported irreversible adsorption for the EG’s E3 and E5 from T. fusca
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(CBD’s of family II), but found completely reversible binding for CBHI from
T. reesei (family I CBD) [15].

The enzymatic activity of many different cellulases is affected by the
shortening or lengthening of the linker region between CBD and the cata-
lytic domain. Data suggest that two domains are in contact on the cellulose
surface during catalyzation, and that relatively long linker regions with some
flexibility are needed to express full cellulolytic activity [8]. Cellulases with
CBD’s are required in the early stages of cellulose degradation when most of
the substrate is still insoluble. At later stages, when the substrate has been
largely solubilized into oligosaccharides, enzymes operating in the liquid
phase may be preferred and brought about by specific proteolysis of the
CBD [8]. An aspect of CBD adsorption to cellulose is how ‘tightly’ or
irreversibly the protein binds to cellulose. When considering the function of
intact cellulases, irreversible binding through the CBD seems very unlikely.
Instead, the enzymes should undergo a dynamic process of binding and
desorption of both domains allowing progressive hydrolysis and/or reloca-
tion to new enzymatically accessible sites or the solid substrate surface [8]. It
is likely that the diversity of the substrates and the enzymes, as well as
difficulties in the experimental design, have contributed to the observation of
irreversible binding of cellulases and CBD’s. First of all, a great variety of
substrates that clearly present different binding surfaces for the cellulases
have been used in the binding studies. Secondly, the binding can occur
through either one or the other of the individual domains, or through both
of the domains simultaneously, and that each way of binding also has a
different affinity [8]. Finally, the catalytic and binding domains of different
cellulases may have different preferred binding sites on the cellulose surface
and the dominating mode of binding may depend on the enzyme concentra-
tion [8].

Much of the work related to enzymatic attack of cellulose focuses on the
complex interactions of enzyme and substrate. As discussed previously, cel-
lulase enzymes are actually a mixture of various enzymes that attack the
cellulose structure in a synergistic manner. This can complicate the under-
standing of the cellulose degradation mechanism as it is possible for enzymes
produced from the same species of organism to have varying amount of each
cellulose degrading enzyme. This can become even more complex when con-
sidering differences in cellulase activity when comparing enzymes from dif-
ferent species of organisms, which may have different enzymes and relative
concentrations of each enzyme. In this review, we will not attempt to address
the differences between enzyme attack for various enzyme mixtures and
enzymes originating from different organisms. This review will focus on
discussing the basic concepts associated with enzyme degradation and the
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influence various cellulose structures have on the activity of cellulase enzymes
in general.

The rate of degradation of cellulose by cellulase enzymes is a function of a
number of different factors that are related to both the enzyme and the
cellulose substrate. Fan et al. [16] published a review of the effects of cellulose
structure on enzyme degradation rates. Various forms of cellulose will have
dramatically different degradation rates despite having the same chemistry.
This can be explained through examination of the ultra-structure of the cellu-
losic materials. Fan et al. [16] summarizes the work of Cowling and Brown
[17] and Cowling [18,19] to point out the influence of cellulose structure on
enzyme degradation rates. In Cowling’s 1963 [18] review (updated in 1969 by
Cowling and Brown [17], and 1975 by Cowling [19]) of the influence of
cellulose structure on enzyme activity, he points to the following cellulose
characteristics that influence enzyme activity:

(1) Cellulose moisture content – A minimum moisture content is needed. In
some cases, it may be as little as 10% moisture. It is worth noting that a
product of cellulose degradation is water and thus, once a critical level of
water is reached, water is no longer a limiting factor.

(2) The size and diffusibility of the cellulase and reagent in relationship of
the pore structure within the cell wall – Much of the available surface area
for enzymes to act is within the internal pore structure of the cell wall. In
fact, as much as three orders of magnitude more surface area may be
available in the internal portions of the cell wall [18]. Thus, the ability of
the enzymes to diffuse into the cell wall is very important to effective
cellulose degradation. One could speculate that smaller enzymes have
more access to surface area in the internal portion of the cell wall and
thus have an advantage in degrading cellulose.

(3) The degree of crystallinity – In general, crystalline cellulose is more
difficult to degrade compared to amorphous cellulose. This is a critical
aspect of enzyme degradation and points to the ability of cellulase
enzymes to enrich the crystalline content of cellulose.

(4) The unit cell dimension of the cellulose – Cellulose exists in a number of
different forms: Cellulose I (natural), Cellulose II, III, IV (regenerated).
Certain enzymes will show enhances effectiveness on the various types of
cellulose. This implies a distinct relationship between enzyme and crystal
form.

(5) The conformation and rigidity of the cellulose chain – Coughlan [6] dis-
cusses the effect of various type of CBH on enzyme degradation. He
points to the work of Fagerstam and Pettersson [20] and Wood [21] that
show CBH I and CBH II work synergistically to more rapidly degrade
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cellulose. It is postulated that this results from the stereochemistry of
cellulose.

(6) The degree of polymerization – This factor seems to be of limited
importance to the overall degradation.

(7) The association between cellulose and hemicellulose/lignin complex – In
wood structures, the close association between lignin and cellulose
inhibits the degradation of cellulose. Thus, degradation in wood by fun-
gus typically begins at defects in the cell wall and then proceeds along the
length of cellulose fibril avoiding the lignin portion of the cell wall [17].

(8) The nature and distribution of functional groups on the cellulose chain –
Substitution of the cellulose chain with chemical functional groups has
varying effect on the rate of cellulose degradation. If the functional
groups tend to improve the solubility of the cellulose, then, in general, the
rate of degradation increases up until the degree of substitution reaches
1. Above this level, the rate of degradation tends to decrease rapidly until
no cellulolytic activity occurs [5].

Of the eight factors listed above, the most significant factors seem to be the
degree of crystallinity and the associated internal accessibility of cellulose to
cellulase. Lee and Kim [22] examined in detail the effect of cellulose crystal-
linity and other structural features on enzyme degradation. They reported a
number of finding that help to elucidate some critical aspects of the cellulase
degradation mechanism. These researchers used a variety of different cel-
luloses with varying degrees of crystallinity. The crystallinity index ranged
from 83% (Avicel) to 2.4% (vacuum dried regenerated Solka-Floc pretreated
with 85% H3PO4) as determined by x-ray diffraction. They determined that
the rate of enzyme degradation is much faster for lower degree of crystallinity
cellulose and that for the mostly amorphous cellulose the degree of crystallin-
ity does not change significantly during degradation. The more crystalline
materials did show enrichment in the crystallinity during degradation, cf.
Figure 2. This is evidence indicating that the amorphous portions of the
cellulose are degraded preferentially when compared the crystalline regions.
Another interesting note is that the soluble protein concentration decreases
during enzyme degradation, while the specific surface area (determined by
solvent dried samples measure via BET isotherms) first increases and then
decreases. This implies that new active sites are opened during degradation,
progressively binding more enzymes to the available surface area; while at the
same time having a reduction in the sugar production. The behavior shown in
Figure 2 is indicative of the complex interaction of enzymes and cellulose
substrate.

Lee and Kim [22] reported the effect of enzyme treatment on the degree of
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polymerization of the insoluble fraction left after enzyme hydrolysis. For
highly crystalline material the degree of polymerization changed slightly
from 1210 to 1100, while the amorphous material decreased in the degree of
polymerization from 1080 to 178. This would indicate that for crystalline and
semi-crystalline materials, enzyme attack proceeds from the surface of the
fibrillar structures, peeling away layers. In contrast, for amorphous materials
degradation occurs throughout the amorphous region attacking the cellulose
randomly. Wallace [23] showed a similar behavior on the microscopic scale

Figure 2. Effect of cellulase treatment on Solka Floc SW-40. (A) Shows increasing
sugar concentration accompanied by decreasing soluble protein content. (B)
Illustrates the measured increase in crystallinity that occurs along with the decrease in

specific surface area. (Adapted from Lee and Kim [22])
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when he examined the degradation of wood pulp fibers under polarized light.
His observation indicated that defects located along the length of the fiber
where more susceptible to attack than other regions of the fiber. Figure 3 show
an example of a fiber degraded to different extents by a cellulase enzyme.

The initial particle size of cellulose also impacts the degradation rate. San-
seethong et al. [24] published a work that demonstrates how influential par-
ticle size can be on degradation rate. These investigators measured the rate of
degradation of microcrystalline cellulose with average particle size of 20, 50
and 100 micrometers. They observed that the smallest particles were
degraded much faster than the largest particles. For instance, at a 1% (w/v)
addition rate, the production of soluble sugar for the smallest particle was
about 40% higher than either the 50 or 100 micrometer particle. The differ-
ence between the 50 and 100 micrometer particle was much small with the 50
micrometer particle degrading about 10% faster than the 100 micrometer
particle. This preference for small, high surface area, particles is one of the
main reasons why cellulase enzymes can be used to remove fine particle form
the papermaking system, which can improve paper machine runnability.

Figure 3. Enzymatic degradation of a bleach softwood kraft fiber with 1.5% enzyme
concentration in the immersion liquid. Note the progressive degradation of the

dislocation relative to the rest of the fiber [23].
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3 USE OF CARBOHYDRATE DEGRADING ENZYMES IN
PAPERMAKING

Enzyme technology is a versatile tool for modifying fibers, since it has a
tendency to degrade specific components [25]. The main carbohydrate
degrading enzymes used in papermaking fall into two broad categories:
hemicellulases and cellulases. Often, cellulases will be found to have a limited
amount of hemicellulase activity and the opposite is true as well. These types
of enzymes have been used to reduce refining energy, alter the drainage char-
acteristic of stock, and to modify fibers to improve a specific characteristic.

The earliest application of cellulolytic enzymes can be traced to a 1942
patent by Diehm [26]. The inventor describes a process for reducing the beat-
ing energy of straw, wood and cotton pulps using an enzymatic pretreatment.
The inventor also claims that papers produced by this method exhibit
enhanced strength characteristics. It is worth noting that the patent was
applied for almost ten years before it was awarded (application in 1933,
awarded 1942). Thus, the use of enzyme in paper applications most likely
predates 1933. A second significant patent was awarded to Bolaski et al. in
1962 [27]. These inventors described in detail the use of cellulolytic enzymes
in the refining and beating process of cotton linters for use in papermaking.
They extend their claims to fall on all papermaking fibers that are treated
with cellulolytic enzymes that enhance strength properties of paper.

These two patents indicate that it is relatively simple process of applying
enzymes in the correct conditions to achieve improvements in the papermak-
ing process, pulp, and paper properties. However, as we know from detailed
studies of cellulase action on cellulose, there is a complex interaction between
enzyme and substrate, which may allow for pulp properties to be manipu-
lated. Pommier, Fuentes, and Goma [28] used a hemi-cellulase/cellulase
mixture of enzymes to treat secondary fibers composed of old corrugated
containers and mixed with undefined wastepaper. Their findings showed that
an increase in freeness of pulps was evident even after a very short time from
the addition of enzymes. Jackson, Heitmann and Joyce [29] continued work
in this area, they investigated the short time scale effects of enzymes on pulp
freeness and fines content. Their work showed that little or no hydrolysis of
the pulp takes place at short time scales, and they hypothesize that the
enzymes acts to bind fines to longer fibers much like a retention aid. Lee,
Pawlak, and Heitmann [30] later showed that the even denatured enzymes
have an effect similar to a cationic polymer in solutions of carboxymethyl
cellulose. This indicates that short duration of enzyme contact with pulp
slurries is very similar to the effect of a cationic retention aid. Pommier et al.
[28] explored extended degradation of the pulp suspension up to four hours.
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They show that a significant increase in the freeness of the pulp during this
degradation. These researchers also showed the effect of consistency, pH and
temperature during treatment. They concluded that these factors need to be
optimized to create the desired effect. One significant issue facing enzyme use
in an alkaline papermaking system is the fact that most cellulases prefer pH’s
below 7. This is evident in Pommier et al.’s [28] work where only a small
fraction of the enzyme effect is found at a pH of 7.5.

A mill trial using a hemicellulase and cellulase enzyme mixture was pub-
lished by Freiermuth, Garrett, and Jokinen [31]. Laboratory tests conducted
prior to the machine trial also demonstrated the ability of carbohydrate
degrading enzymes to decrease freeness. In the trial, the investigators
observed the drainage rate of the pulp as a function of refining energy. They
compared enzyme treated fibers to untreated fibers and show a nearly con-
stant offset in drainage rate between the two pulps when compared at the
same energy input with the enzyme treated pulps showing a lower drainage
rate. This implies that a lower amount of refining energy can be used to
achieve the same degree of refining. Results indicated no significant change in
the controlled paper properties, but a slight decrease in the refining energy
was observed. This work demonstrates that enzymes can have varying effects
on pulp properties, especially when combined with other process.

In Freiermuth, Garrett and Jokinen’s [31] study, enzymes were shown to
both decrease drainage rate, and increase drainage rate. This apparent con-
flict can lead to confusion relating to the application of enzymes in the
papermaking system. To understand how enzymes can have multiple effects
on pulp, one needs to consider the effects of enzymes on the properties of a
pulp slurry as a whole.

The attack of carbohydrate degrading enzymes on pulp slurry can be sep-
arated into three stages:

(1) The flocculation of fine particles associated with enzyme adsorption.
(2) Degradation of the high specific surface area fines.
(3) Degradation of the cell wall of larger fibers.

In the following paragraphs, each of these stages of degradation will be
examined more thoroughly.

(1) Adsorption of enzymes and fine particle flocculation

Jackson, Heitmann and Joyce [29] examined the effect of hemicellulase, cel-
lulase, and a mixture of the two enzymes. As mentioned previously, they
showed that at short contact times between the enzyme and pulp very little
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hydrolysis takes place even though freeness is reduced. This points to the first
stage in enzyme attack: binding of the enzyme to fibers and flocculation of
fine particles similar to a cationic polymer. Others have observed this instant-
aneous increase in drainage with enzyme addition [28]. Mansfield and Wong
[32] speculated that this may be a cause for the improvement in freeness of
secondary pulps treated with enzyme over short durations. Lee, Pawlak and
Heitmann [30] explored this mechanism using water soluble cellulose deriva-
tives. They used soluble carboxymethyl cellulose (CMC) with varying degrees
of substitution. They recognized that even highly substituted CMC showed
decreases in the solution viscosity despite the lack of enzymatic activity. They
showed that heat denatured enzymes continue to bind with CMC and reduce
solution viscosity. The authors replicated a similar behavior using a dose of a
cationic retention aid.

Lee, Shin and Ryu [33] explored the relationship between enzyme absorp-
tion and hydrolysis rate. They showed that as cellulase is adsorbed onto a
substrate the rate of hydrolysis will increase in a direct manner. They also
showed that there is a limited amount of enzyme that can be absorbed onto a
substrate. Once that level is reached, additional enzyme will not enhance the
rate of hydrolysis. Lee and Kim [22] later showed the dynamics of enzyme
adsorption for substrates with varying degrees of crystallinity. Regardless of
the substrate crystallinity, the enzyme concentration initially decreases very
rapidly without a proportional increase in hydrolysis rate.

Jeong et al. [34] used a quartz crystal microbalance (QCM) and atomic
force microscope (AFM) to investigate the dynamic interaction of cellulases
with cellulose substrates at short times. The QCM sensor was coated with a
thin regenerated cellulose layer and a cellulase solution with injected into the
sample chamber. The sensitivity of the QCM allowed for the direct observa-
tion of the absorption of enzymes onto the sensor surface. The results indi-
cated that it takes about 20 minutes before significant degradation of the
cellulose takes place. However, enzymes began adsorbing almost immediately
after introduction to the sample chamber. AFM images showed that the
surface was significantly degraded via enzyme action. Further QCM meas-
urements examined this process in detail [35,36]. The QCM was able to show
the rapidity with which enzymes are absorbed onto regenerated cellulose as
well as cellulose nano-crystal surfaces. Denatured enzymes were also
absorbed onto a cellulose surface, although no cellulolytic enzyme activity
was observed.

Thus, there exists a significant amount of experimental evidence that cel-
lulases and hemicellulases can absorb onto cellulose surface without degrad-
ing them. It appears that there is a time delay between initial absorption and
commencement of enzymatic activity. The reduction of fines observed by
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Jackson et al. [29], along with soluble polymer work of Lee et al. [30] indi-
cates that enzymes can act to coagulate colloidal materials and dissolved
polymers. In fact, cellulases are relatively large proteins ranging in size from
2.5 nm to 8.0 nm in equivalent spherical diameter (molecular weight range
12,600 to 76,000) [17]. Cellulases also have a binding domain and a catalytic
domain, which both interact with cellulose. Thus, they are reasonable candi-
dates to act as a polymer to flocculate fine particles as the evidence indicates.

(2) Degradation of high specific surface area materials

During the second stage of enzyme action on the slurry, fine particles are
hydrolyzed and degraded into soluble sugars. Enzymes attack cellulosic sub-
strates through available surface area. While surface area is not the only
factor that dictates the rate of dissolution, it is one of the most important
factors when considering the degradation rate. A number of researchers have
shown the effect of available surface area, both external and internal, on the
overall rate of enzyme action [37,17,33] Thus, assuming that other factors are
held constant, the materials that absorb more enzymes onto their surface will
degrade faster [33]. It is well established that small particles (fines) in the
papermaking system account for a disproportionally large amount of the
surface area [38,39,40]. As a consequence, when enzymes are applied to fiber
slurry, a large amount of enzymes will absorb onto the fines per unit weight.
As described above, the initial effect will be to bind these fines to the large
fibers. After this, the enzymes will begin to hydrolyze the fines at a rate faster
than the larger, lower specific surface area, fibers. The net result is that the fine
materials are degraded before the large fibers.

Sangseethong et al. [24] showed the effect of fine particle size on the rate of
degradation. These researchers examined the rate of hydrolysis of the Avicel
with an X-ray crystallinity ranging from 86–89% at three different particle
sizes (20, 50, 100 μm). The accessible surface are was measured via solute
exclusion using a 5.1 nm dextran probe. The total internal accessible surface
area determined by this method accounts for 98%, 99.4%, and 99.7% of the
total surface area for the 20, 50, and 100 μm particles respectively. The
external surface area was calculated assuming the particle were spherical.
This surface area accounts for 1.3%, 0.6%, and 0.3% of the total surface area
for the 20, 50 and 100 μm particles respectively. Thus, when the total access-
ible surface area is determined, particle size would appear to have a minor
impact on the total accessible surface area, cf. Table II. However, after one
hour, the rate of enzyme degradation was almost 50% more for the 20 μm
particle compared to the 100 μm particle, cf. Table II. This, in part, indicates
that fines will degrade faster than the fibers.
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Jackson, Heitmann, and Joyce [29] compared the fines content, drainage rate,
and soluble sugar content during the degradation of secondary fiber. Figure 4
shows the fines contents of a whole pulp after 30 minutes of reaction time
with cellulase and hemicellulase mixtures. The data indicates that low enzyme
addition preferentially removes the fines. Wallace [23] showed that an initial
decrease in fines content can be measured even in low fine content pulp. These

Figure 4. Effect of enzyme treatment at different dosages after 30 minutes of
treatment. Note the fines decrease and subsequently increase, which represents
degradation of original fines and subsequent generation of fines due to enzyme
degradation of the long fiber fractions. (Adapted from Jackson, Heitmann, Joyce [29]).

Table II. Relationship between surface area and particle size and degradation rate

Particle Size External
Surface Area

Accessible
Internal

Surface Area

Enzyme
Absorption

Degradation
Rate

μm m2/g m2/g mg/g μmol/min

20 0.22 17 55 0.0062
50 0.089 15 56 0.0045
100 0.044 17 54 0.004

(Adapted from Sangseethong et al. [24])
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works show that, after the initial addition of enzymes, the measured fines
content decreases. Jackson, Heitmann and Joyce [29] also measured an
increase in the soluble sugars that accompanies the reduction in fines, which
indicates that the fines are being degraded by the enzymes.

Drainage improvements are found for the pulp slurry both after initial
enzyme addition and after soluble sugars are detected. It is not unusual to
experimentally observe an increase in mean fiber length during the early
stages of treatment of a whole pulp (long fiber and fines) [23,29]. This is
attributed to the initial degradation of fine materials, which leaves a greater
fraction of long fibers. The elimination of fine material from the pulp slurry
lowers the overall specific surface area of the pulp. This leads to an improve-
ment in the drainage.

Improvements in drainage have been observed by a number of authors
[28,31,29,41]. In the literature, it is often reported when cellulases and hemi-
cellulases are added to secondary fiber. One of the main drawbacks to using
secondary fiber it the high fines content that, in general, do not contribute to
paper strength, but lower the drainage rate. Thus, applying enzymes to sec-
ondary fiber to improve drainage is rather attractive.

Pommier et al. [28] investigated the effects of commercial enzymes (hemi-
cellulase and cellulase mixture) as well as preparations from Trichoderma
reesei and Aspergillus niger on secondary fiber consisting of 75% old corru-
gated containers and 25% mixed waste papers. The whole pulp furnish was
slurried prior to reacting with the enzymes. The pulps were then processed to
different initial freeness ranging from about 450 ml CSF to 150 ml CSF.
Enzymes where the added at 0.1% based on the dry fibers for 30 minutes at
4.8 pH and 50°C. The researchers showed that as refining increases (i.e. free-
ness decreases) the gain in freeness after 30 minutes of enzyme treatment
increases. Increased refining typically leads to higher levels of fines. Thus,
removing fines at higher levels of refining will show more improvement in the
freeness. The enzymes may also attack fibrils that have been partially liber-
ated from surface of the fiber. This enzyme action is also likely to improve the
freeness.

It is worth noting at this point the effect of cellulase concentration of the
degradation rate of cellulosic materials. Due to cellulases acting on the
exposed surface, there is limit to which increasing cellulase concentration will
increase degradation rate. Figure 5 shows the effect of increasing enzyme
dosage on the rate of sugar production normalized to the amount of sub-
strate present. The higher enzyme dosages correspond to a relative small
amount of cellulose being added to a fixed concentration of enzymes. As one
can see, there is a limit beyond which additional cellulase does not increase
the rate of degradation of the cellulose when one takes into account that
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amount of substrate available. If the enzyme dosage was the limiting factor
in the reaction rate, then a straight line would be observed between the
sugar production and enzyme dosage. This can be related to the limited
surface the cellulase has access to at any one point in time. Once the avail-
able surface area is occupied by absorbed cellulase, no further cellulase can
access the cellulose, and thus there is no further improvement in rate of
degradation. The dosage of the enzyme can impact how the fiber slurry is
modified. Lower dosages will tend to favor the degradation of higher spe-
cific surface area fines particles prior to significantly degrading the long
fiber fraction.

During the second stage of enzyme attack, cellulases and cellulase/hemicel-
lulase mixtures can reverse many of the effects of refining such as reducing
the fines content and eliminating fibrillar structures partially liberated from
the fiber surface. In fact, under certain conditions, gains of up to 250 ml CSF
can be achieved with enzymatic hydrolysis [28]. Often, two major drawbacks
are cited for the application of enzymes. The first is the loss of pulp yield,
which in the case of drainage improvement, may not be important as the fine

Figure 5. A plot of the sugar production rate versus the enzyme dosage. The enzyme
dosage was altered by adding varying amounts of micro-crystalline cellulose to a
solution of enzyme (0.008 FPU/ml). The substrate concentration varied from 0.1% to

2% (data from Sangseethong [24]).
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particles contribute little to the paper strength. The second drawback is the
degradation of the fiber strength, which typically becomes more significant at
higher enzyme dosages and longer degradation times.

(3) Degradation of fiber cell wall

The loss of fiber strength during extended degradation has often been cited as
one of the main draw backs to using carbohydrate degrading enzymes in
papermaking. After the initial stages of enzyme degradation, cellulolytic
enzymes begin to significantly degrade the long fiber fraction in pulp slurry.
This fraction makes up the greatest percentage of fiber on a mass basis in the
pulp slurry. These fibers are important for developing the strength and struc-
tural characteristics of paper sheets. The effective hydrolysis of the long fiber
fraction is also critical when the wood fiber will ultimately be used for bio-
energy production. Thus, understanding the effect of enzymatic degradation
on the long fiber fraction is critical for papermaking as well as bioenergy
production.

When cellulases degrade papermaking fibers three general observations
can be made: (1) the fibers lose strength, (2) the fiber length is reduced, and
(3) the cell wall becomes more conformable.

Fiber strength loss can be attributed to three possible phenomena. First, it
is well known that cellulases degrade the fiber by hydrolysis of the cellulose
chain. This results in a loss of the degree of polymerization of the cellulose.
The effect of the hydrolysis on the strength loss in fibers depends greatly on
the mechanism by which the enzymes attack the cellulose. Because cellulose
in wood fibers is arranged in semi-crystalline structures, the cellulose within
the crystalline region is not totally accessible to the enzymes. Thus, it is likely
that cellulase degradation of wood fibers involve the degradation of fibril
structures, which make up the cell wall. Evidence exists that the enzymes
attack specific locations along the edges of fibril structures [10,11]. The
enzyme degradation then takes place by successively stripping cellulose from
the outer edge of the fibril structures with the enzymes working their way
toward the core of the structure [10,42]. The result of this is that the viscosity
(i.e. degree of polymerization) of the insoluble fraction changes by a relative
small amount [22,42]. Soluble and amorphous cellulose shows large drops in
viscosity and degree of polymerization, especially when endoglucanases are
present [22,29]. It has been shown that there is a mild relationship between
pulp viscosity and pulp strength [47]. Thus, it is not until later in the enzyme
degradation process that the viscosity reduction is an important factor in
pulp strength.

Although pulp viscosity may have a secondary effect on fiber strength, the
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stripping of the cellulose from the fibrils will result in a decrease coarseness
of the pulp [43]. The relationship between coarseness and fiber strength was
described by van den Akker [44]. Thus, enzyme degradation that reduces fiber
mass per unit length is likely to reduce fiber strength. It is also speculated that
the removal of hemicellulose from the fiber wall decrease the inter-lamella
bonding in the fibers, which reduces fiber strength [52,60]. Mansfield et al.
[45] addressed this issue and concluded that degradation of fiber dislocations
is a more important in fiber strength loss.

The degradation of fibers at dislocations is the third phenomenon that
affects fiber strength. This degradation is also responsible for the loss of fiber
length. Wallace [23] observed the progressive degradation of fibers at disloca-
tions along the fiber length. In his research, he monitored the time lapsed
cellulase attack on softwood fibers. By comparing the rate of degradation at
the dislocations (i.e. notches) with the degradation of the rest of the fiber,
Wallace showed that dislocations are more susceptible to enzymatic
hydrolysis. This could be attributed to the disruption of the cell wall struc-
tures, which increases the accessibility of enzymes to internal cellulose fibrils.
Effectively, the dislocations represent a localized increase in the internal sur-
face area of fiber, making this part of the fiber more accessible to enzyme and
thus more susceptible to enzymatic degradation. Others have observed this
phenomenon as a decrease in the fiber length of the pulp slurry. Park et al.
[46] showed images of fibers degraded by cellulases. These fibers appear to be
“cut”, which is an indication that the enzymes attacked the fiber at the dis-
locations severing the fiber.

Fiber dislocations have been closely linked with zero span tensile strength
[47]. This paper property measurement has been closely related to the
strength of the fibers. Enhancing the dislocations by enzymatic degradation
results in a rapid loss in the strength of the fibers, which is apparent in the
reduction of zero span tensile strength.

The progressive degradation of the fibers at both the dislocations and
along the edges of the fibril structure also affects the flexibility of the fiber.
Wallace [23] measured the wet fiber flexibility of the fiber by measuring the
conformability of the fiber dried over a fine wire [48,49]. This researcher
showed that enzymatic degradation increases the flexibility of the fibers. This
is an indication of the weakening of the cell wall. This increased flexibility
may be attributed to weakening of dislocation, which create hinge points
[23,45], loss of fiber cross sectional area (i.e. coarseness) [43], and/or the
degradation of hemicellulases that bind together the lamella of the fiber cell
wall [52,60]. The increased flexibility could also be attributed to the increase
in internal pore volume that has been noted by a number of authors
[45,46,50]. This additional water volume associated with the increased pore
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volume would indicate that the fiber is more swollen, which is typically
associated with increase conformability.

3.1 Effects on papermaking processes and paper properties

A study by Mansfield and Saddler [51] looked at using enzymes to modify
Douglas-Fir pulp characteristics so that they could be used for different
applications. Douglas-Fir fibers are very coarse and stiff, inflexible and bulky,
which yield paper products that are relatively rough and weak, primarily as a
consequence of the coarse fibers providing poor interfiber bonding. In their
study, it was hypothesized that if hydrolytic enzymes could be used to select-
ively act on the fiber wall, either from the S2 layer, the lumen or both simul-
taneously, then it is possible that the stiff, inflexible nature of the coarser
fibers could be modified to enhance collapsibility and interfiber bonding.
This would allow Douglas-Fir fibers to be used in markets other than trad-
itional Kraft pulp applications [51]. In their study, both cellulase and xyla-
nase treatments were used and pulp slurries were treated for one hour at 50°C
under continuous agitation over a range of enzyme loadings. Results showed
significant reductions in zero-span breaking length and burst index after cel-
lulase treatment. The tensile index for un-fractionated kraft pulp decreased
after cellulase treatment, while three longer fiber length fractions showed
significant improvements [51]. This increase combined with the similar
increase in handsheet density suggested that the fibers had collapsed and
flattened. Flatter fibers would be expected to exhibit a greater surface area
available for bonding. This enhanced fiber to fiber contact can increase the
tensile index. The fiber modifications from xylanase were very small com-
pared to the ones previously obtained with the commercial cellulase on the
different fiber length fractions [51].

Mansfield and Sadler [51] found that a large percentage of the hemicel-
lulose, which is important for fiber to fiber bond strength, within the pulp
samples in the xylanase fiber modification study had been hydrolyzed. There-
fore, it is possible that, in addition to the removal of fines, the reduction in
available hemicellulose played a substantial role in the previously observed
reduction in paper strength. Also, the reduction in the degree of polymeriza-
tion of the residual hemicellulose may have contributed to the reduced paper
strength [51]. Mansfield and Sadler stated that the observed reduction in fiber
strength must be a result of the modification of the fibers’ cellulose compon-
ent rather than any effect resulting from xylan removal. The work indicates
that the 35.2% reduction in intrinsic fiber strength resulting from the enzyme
treatment occurred without any change in the degree of polymerization of
the cellulose [51]. They also stated that previous studies showed that the
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enzymes preferentially degrade irregular zones such as kinks and nodes in the
fiber wall and the localized degradation by cellulases may result in reduction
in the intrinsic fiber strength. The cellulase enzymes act in a manner which
consecutively removes the outer most layers of the fiber wall, ultimately
reducing the thickness of the cell walls [52,53].

There have also been some studies on the effects of Trichoderma cellulases
on pulp properties. The effects of Trichoderma reesei cellulases (EGI, EGII,
CBHI and CBHII) and their core proteins on technical properties of the
elemental chlorine free (ECF) bleached softwood kraft pulp were previously
studied [54,55]. This study found that of the endoglucanases, EGII caused the
most dramatic viscosity decrease at a given cellulose hydrolysis level. The
CBH’s decreased the viscosity less than the EG’s, however, differences were
also observed between CBHI and CBHII [54,55]. It was also found that the
pulp strengths were reduced more by EGII than EGI treatment and the effect
of EG’s on the strength properties of the pulp after beating were most
dependent on the dosage used in treatment. The removal of cellulose binding
domain (CBD) from CBHII is reported to have no influence on the activity of
the enzyme when soluble substrates are used, but using crystalline substrates
both its binding and activity were clearly impaired [54,55].

In a study by Gerber et al. [56], the absorption behavior of purified Tri-
choderma reesei CBHI and EGII on bleach kraft fibers was investigated. The
results showed that the fiber history (never-dried or once-dried) had the larg-
est influence on the extent of absorption of each enzyme. Ionic strength of
the enzyme in the salt solution was shown to be dependent on the enzyme and
fiber type. At high ionic strengths, CBHI exhibited a higher affinity for both
once-dried and never-dried fibers at low enzyme concentrations. Salt was
shown to decrease the extent of adsorption at higher enzyme charge. In con-
trast, salt increased the maximum adsorption of EGII, most notably on the
once-dried hardwood fibers [56]. The impact that salt had on enzyme adsorp-
tion, suggests that the ionic strength of the papermaking process water may
influence the level of cellulases absorbed onto the pulp. Reinikainen showed
that high ionic strengths increased the apparent affinity and binding capacity
of CBHI onto microcrystalline cellulose [57]. Also, Tenkanen’s data indi-
cated that the adsorption of purified Trichoderma reesei EGI and CBHI onto
Avicel did not change with increasing NaCl concentrations. It was also found
that the effects of salt varied with the enzyme type [58].

Gerber found that CBHI had a higher affinity for softwood fibers than for
hardwood fibers at low enzyme concentrations. The maximum adsorption of
EGII onto once-dried softwood fiber increased by 80% compared to the
once-dried hardwood fibers. This did not correlate to increased fiber
hydrolysis. Both hardwood and softwood never-dried fibers had the capacity
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to adsorb two to three times more enzyme than the once-dried fibers; however
at industrial enzyme addition levels the difference was substantially less [56].
The higher cellulase adsorption onto never-dried fibers was probably due to
its higher specific surface area. Upon drying, the microfibrils and nearby fiber
fines collapse onto the fiber surface, and hydrogen bonding closes the physical
discontinuities in the secondary cell wall. Also, hornification not only
decreases the surface area by collapsing pores in the fiber wall, but most
importantly, may decrease the accessibility of the enzyme to the internal fiber
surface area [56].

In a study by Oksanen et al. on the effect of Trichoderma reesei cellulase
and hemicellulases on the paper properties, it was found that the pretreatment
of never-dried bleached pine kraft pulp prior to refining with CBHI and
CBHII had virtually no effect on the development of pulp properties during
refining, except for a slight decrease in strength properties [59]. It was how-
ever found that EGI and EGII improved the beatability of the pulp as meas-
ured by Schopper-Riegler values, sheet density and Gurley air resistance.
EGII was the most effective in improving the beating response, but combin-
ations of CBHI with EGI and EGII had similar effects on pulp properties as
the EG’s alone, although the amount of hydrolyzed cellulose was increased.
The negative effect of EGII on strength properties was more pronounced
compared with EGI. According to Noe et al. improved beatability of kraft
pulps has been obtained by using hemicellulases and cellulases [60]. An
explanation for why the EG’s increased beating response is the increased fiber
breakage and function of fines, rather than improved flexibility [59]. They
also found that pulp hydrolyzing enzymes are potential tools for modification
of pulp properties. Their report also stated that cellulases can be expected to
act both on the outer fiber surface and inside the fiber wall, similarly to
mannanases, but when low enzyme dosages are used, the enzymes action is
more pronounced on the outer surface of the fibers [59].

In a study by Pere et al. on the effects of purified Trichoderma reesei cel-
lulases on the fiber properties of kraft pulp, purified cellulases from Tricho-
derma reesei were applied to unbleached pine kraft pulp at various dosages
[61]. The purpose was to study the individual effects of the four main
cellulases – (CBHI and CBHII) and (EGI and EGII) – on pulp strength. In
this study, only 0.20–2.05% of the pulp (dry weight) was dissolved by the
enzyme treatments. It was found that both EGs dramatically decreased pulp
viscosity, EGII in particular. No effect on the fiber length was observed and a
clear correlation between viscosity and cellulose degradation by cellulases
was detected. Also, there was no major difference in the strength properties
for the CBHI treated and control pulps. In the sample treated with CBHI, the
slight decrease of the tear index was compensated by the increase in tensile
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index at higher levels of beating [61]. The study also reported that the com-
parable zero-span indices indicate that CBHI did not cause structural damage
to the fibers. The EGII treatment severely damaged the strength properties of
fibers, as could be expected from the viscosity data [61]. The negative effects
of EGII were found to be irreversible and could not be restored by beating. It
is possible that EGII degrades certain accessible regions of the cellulose mol-
ecules within the microfibrils, loosening the structure, but not breaking the
fibers. After handsheet manufacture and drying, the loosened cell wall might
have partly collapsed, increasing fiber conformability, which was detected by
changes in air resistance and higher density [61]. The report also stated that a
specific mode of degradation at critical points would suggest that enzymes
penetrate and subsequently hydrolyze cellulose in the inner S2 layer, at least
to some extent.

In a study by Pommier et al., the use of enzymes to improve the process
and product quality in recycled pulp was explored [28,62]. Pommier used T.
Reesei enzyme (0.2% w/w) and wastepaper pulps (laboratory and industrial
pulps) in his experiments. The wastepaper contained mostly OCC and mixed
wastepaper in the ratio of 3:1 at a consistency of three percent. At low
enzyme concentrations, pulp freeness increases soon after contact with
enzymes with only a slight loss in the mechanical properties of the paper. This
can improve machine speed and allow more dilution in the headbox, which
leads to better sheet formation and better physical properties for the paper
[28,62]. Alternatively, different raw materials could be used, including more
low-grade wastepaper, to achieve the same mechanical properties. In the pilot
paper machine experiments, it was found that when the pulp was treated with
enzyme, the freeness increases without any loss of the mechanical properties
in the paper [28,62]. Bhat verified the findings of Pommier using dried
bleached, and unbleached softwood kraft fibers [63]. Neither Bhat, nor
Pommier pursued a mechanism for enzyme degradation, but Pommier specu-
lated that enzymes act on the surface of fibers producing a peeling effect. If a
peeling effect is controlled, the enzymes will remove only some small com-
ponents that have a great affinity for water, but do not contribute to hydrogen
bonding of the fibers. Better drainage of the pulp could be achieved without
affecting the mechanical properties [28].

In a study by a European research consortium, recovered paper was incu-
bated with culture filtrates and with isolated cellulase and hemicellulases [64].
They found that the action of endoglucanases was necessary for an improve-
ment in the drainage of recovered paper. The effect did not appear to be due
to a selective hydrolysis of the fines fraction, but was a consequence of the
hydrolysis of amorphous cellulose on the surface of the fibers. Depending on
the origin and history of primary and secondary fibers, the endoglucanase
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treatment decreased the strength properties to different degrees. Endogluca-
nase treatment seems best suited for the treatment of recovered paper consist-
ing of mechanical pulp, but not for those papers containing considerable
amounts of chemical pulp fibers [64].

Wallace [23] examined the effect of enzyme degradation on both the fiber
strength and the wet fiber flexibility. This researcher compared the wet and
dry zero span tensile strength of handsheets made from fiber treated with a
commercial cellulase. Expanding on a patent by Seger et al. [65], Wallace
showed that much of the strength lost during degradation can be recovered
upon drying the fiber, as long as the hydrolysis is mild. Wallace also examined
time lapsed optical microscopy of the fiber degradation, cf. Figure 3. He
showed that dislocations along the length of the fiber are preferentially
degraded. Thus, this can be related to the loss in zero span tensile strength.
Wallace also measured the wet fiber flexibility using the method of Cresson
[48,49]. A marked increase in the wet fiber flexibility was observed as cellulase
hydrolysis progressed until a loss in fiber length was observed.

The importance of shear force or agitation for the effective degradation of
fibers by cellulases has been noted. One of these studies was by Lenting and
Warmoeskerken, in which the mechanism of interaction between cellulase
action and applied shear force was studied [66]. This study found that a
certain threshold of applied shear force is required for optimal cellulase per-
formance. It was found that lower shear forces can be compensated for by
higher enzyme dosages and longer retention times [66]. It can be hypothesized
that based on cellulase application in batch production equipment, the type
of applied shear force is of importance. Alternating the direction of the
applied shear force may enhance liberation of cellulose from the fibers or
loosen the microfibrils from the fibers [66]. It is also pointed out that the
cellulose activity is highest on the flexible amorphous cellulose when com-
pared to that with more rigid crystalline cellulose.

A study by Azevedo et al. [12], examined the effects of agitation level on
the adsorption, desorption, and activities of cotton fibrils of full length and
core domains of EGV (Humicola insolens) and Cen A (cellulomonas fimi)
[12]. The activities (at pH 7 and 50°C) of purified EGV and Cen A were
determined on cotton fibers at high and low levels of mechanical agitation.
Activity experiments suggested that the presence of cellulose binding
domains (CBD’s) is not essential for cellulase performance, where high levels
of mechanical agitation are applied [12]. The adsorption or desorption pro-
cesses of cellulases are enhanced by higher mechanical agitation levels and
binding of cellulase with CBD of family I (EGV) is more reversible than that
of the cellulase of family II (Cen A) [12]. Results show that adsorption of
EGV and EGV core was very low for both levels of agitation used (high level
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agitation (rotary wash) and low level agitation (shaken)). The action of EG
(with or without its family I CBD) may be achieved via rapid adsorption or
desorption. Its binding to cotton cellulose is highly reversible [12]. The cel-
lulolytic action of Cen A seems to be achieved via high levels of adsorption
with low reversibility. Cen A core shows completely reversible adsorption on
cotton at a high level of mechanical agitation, but, at a low level of mechan-
ical agitation, low degree of desorption was verified [12]. This shows that
non-target proteins (cores) are just removed from the substrate with high
mechanical agitation, whereas target proteins (with a family II CBD) remain
adsorbed even at high levels of agitation. It can also be seen that EGV and
EGV core achieve three to four times the cellulose loss produced by Cen A
and Cen A core under the same high-agitation conditions [12]. Cen A only
has moderate activity on crystalline cellulose, suggesting that the surface
diffusion of CBD’s does not limit the substrate catalysis. Thus, the overall
importance of agitation is linked to the type of enzyme used and presence or
absence of a CBD.

4 PULP PROCESSING USING ENZYMES

Enzymes can be applied to fibers and wood chips prior to reaching the paper
mill. The enzymes may be applied directly, or fungus may be used to generate
enzymes that degrade lignin. There are three main applications of enzymes to
pulp: (1) wood chip pretreatment, (2) lignin reduction, and (3) bleaching/
deinking enhancement.

Akhtar et al. [67] have successfully demonstrated a small scale (50 tons)
industrial application of fungus pretreatment before thremomechanical pulp
(TMP) processing. The fungus used was a white rot fungus (Ceriporiopsis
subvermispora), which was determined to be an effective lignin degrader. The
fungus was applied to spruce wood chips that were first sterilized by the
application of steam. The inoculated chips were piled and air was forced
through the chips to remove metabolic heat associated with lignin degrad-
ation by the fungus. The chips were stored for two weeks prior to pulping by a
TMP process. This process exhibited a 30% reduction in energy when com-
pared to a control. The pulps had higher tensile strength, but were signifi-
cantly more difficult to bleach. This work was the summation of a number of
years of earlier work by Akhtar et al. [67,68,69]. Biopulping using fungal
pretreatment has not found industrial application. A number of factors have
deterred industrial application including difficulty in ensuring uniform treat-
ment of wood chips, long storage times for chips, concerns about large scale
application of fungus, and initial capital investment.
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Cellulase, pectinase, and hemicellulase can be used to improve both chem-
ical pulp quality and mechanical pulp quality. The earliest patent for using
cellulases in the pulp and paper industry focuses on reducing refining energy
during the mechanical processing of non-wood fibers [26]. The patent showed
a significant reduction in energy required to liberate fibers during a mechan-
ical pulping process. Pere et al. [70] also applied cellulolytic enzymes to a
TMP processing line. In this case, cellobiohydrolase (CBH) was used to pro-
cess rejects from a TMP line. The researchers found that cellulase hydrolysis
of the rejects reduced the amount of energy, i.e. improved the efficiency, of
reject refining. This was attributed to the degradation of the surface carbo-
hydrates on the rejects. During the trial, the mill trial monitored the total
carbohydrates in the white water as well as the cellulose-oligosaccharides
content of the white water in order to show evidence of enzyme activity. The
total white water carbohydrates showed a small increase with the application
of the enzymes. However, the cellulose-oligosaccharides went from non-
detectable levels to over 40 mg/l. This was direct evidence of cel-
lobiohydrolase activity. However, this points to an environment concern when
using enzymes. The products of the enzyme action may result in higher chem-
ical and biological oxygen demand of the effluent streams. Thus, the
increased expense associated with effluent treatment must be balanced with
savings in other areas. In Pere et al.’s [70] work, the overall specific refining
energy of the rejects was reduced by 10–15%, which may well justify add-
itional water treatment costs.

Mixtures of hemicellulases and cellulases derived from Trichoderma reesei
have been added to a chemical refiner mechanical pulping operation. Hart et
al. [71,72] added hemicellulase and cellulase enzyme mixtures to eucalyptus
wood chips in an Impressafiner©. This equipment was used as a pretreatment
step before chemical refiner mechanical pulping. The Impressafiner©

squeezes the chips, which can fracture the cell walls of the fiber making them
more susceptible to mechanical disintegration. During this squeezing, liquid
within the wood chips is pressed out. Upon release of the pressure, the
enzyme solution enters into the cell wall. Thus, the Impressafiner© has two
main purposes: (1) preprocess the chips via mechanical means, and (2) imbibe
the chip with enzyme solution. Chips treated with the enzyme solutions
showed a significant reduction in refining energy (24%) when transmission
electron microscopy (TEM) images showed degradation of the S1–S2 inter-
face by enzymes. The shives content, opacity and tensile index of the resulting
pulps showed no statistical difference when compared to wood chips treated
only with water. Hart et al. [71] estimate that a net savings of $11–$17 per ton
of oven dried pulp could be realized using hemicellulase/cellulase mixtures as
a mechanical pulping pretreatment.
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Beyond the scope of improving the pulping process, enzymes have found
use in improving the bleaching process. Both lignin degrading and hemicel-
lulose (carbohydrate) degrading enzyme have found application in this area.
The lignin degrading enzymes typically used include laccase, manganese per-
oxidase, and lignin peroxidase. These enzymes directly attack the lignin struc-
ture either dissolving it by breaking down the structure, or modifying the
structure so that subsequent bleaching is more effective. These enzymes are
typically isolated from various white rot fungi [73]. White rot fungi preferen-
tially attack lignin in wood when deprived of nutrients [73]. Laccase reactions
are mediated reactions that oxidize phenolic and non-phenolic components
of lignin [74,75]. Common mediators that have been used in laccase reactions
include 2,2′-azinobis-(3-ethylbenzthiazoline-6-sulphonate) (ABTS) and
1-hydroxybenzotriazole (HBT). These mediators are typically faulted for
their high cost and sensitivity to reaction conditions. Manganese peroxidase
de-methylates the lignin producing methanol. The generation of methanol
can be used to indicate the action of manganese peroxidase [76]. The
effectiveness of manganese peroxidase is dependant on the presences of
hydrogen peroxide. The addition of manganese ions to the bleaching oper-
ation can also improve the effectiveness of manganese peroxidase [77]. These
enzymes can add significant brightness to the pulp. Manganese peroxidase
has been shown to improve the brightness of pulps by up to 10 points when
combined with subsequent bleaching steps. In general, the main interest of
using lignin oxidative enzymes has been in conjunction with elementally
chlorine free and totally chlorine free bleaching. As of yet, these enzymes
have not found widespread industrial use. Prasad et al. [78] showed a syn-
ergistic effect of using hemicellulase along with crude enzymes derived from
white rot fungus. This implies that hemicellulose degradation may be a crit-
ical part of the effectiveness of white rot enzymes to improve bleachability.

Hemicellulases are perhaps one of the most commonly used enzymes in the
pulp mill. These enzymes are used to improve the bleaching of pulp by lower-
ing chemical costs, increasing brightness, or raising pulp throughput [79,80].
Hemicellulases, especially xylanases, are typically added to the brownstock
before the bleach line [81]. This requires the pH of the pulp to be lowered to a
level conducive to enzyme activity (typical less than 7 pH) [79,80]. Viikari
et al. [79] published one of the earliest papers on the use of bacterially derived
hemicellulases for bleaching. In this work, enzymes were isolated from bac-
teria (Streptomyces olivochromogens) and fungi (Aspergillus awamori).
These hemicellulases were applied to unbleached fibers and the resulting
pulps were bleached by peroxide and chlorine. The pulp was treated at 2.5%
consistency in citrate buffer at 5.0 pH. The enzymes were applied for 24 hours
to the pulp. The enzyme treated pulps were compared to a buffer treated
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reference pulp. The enzymes originating from Aspergillus awamori boosted
the brightness of the pulp after bleaching by 2 to 3 points for the high dosage
that was tested (4000 nkat/g). The lower dosage (400 nkat/g) actually reduced
the brightness of the pulp. Hemicellulase from Streptomyces olivochromogens
was shown to be more effective at raising the brightness. A dose of 28 knat/g
resulted in a 2 point brightness improvement. This indicates that enzyme
source can have a significant influence on its effectiveness. Overall, a 25%
reduction in chlorine bleaching chemicals could be realized with the use
hemicellulase enzymes.

The goal of bleaching is to remove chromophores (i.e. lignin) from the pulp
and improve its brightness. Traditional bleaching chemistry targets the lignin
that remains on the fiber after pulping, breaking it down into small pieces,
and making it soluble. It is not readily understood exactly how hemicellulases
improve the bleaching of pulp, but there are a number of plausible explan-
ations. It is thought that the application of hemicellulase to the brownstock
may act in three ways to improve bleaching: (1) degrading the lignin carbo-
hydrate complex, thus weakening the bond of the lignin to the fiber [82], (2)
degrading precipitated hemicellulose that covers the fibers and inhibits the
action of bleaching chemicals, and/or (3) enhancing the permeability of the
fibers making it easier to wash the lignin from the fiber and improving access
of the bleaching chemicals to the lignin [82]. No matter the exact nature of
the enzyme action, it is known that hemicellulase addition improves the
bleaching. Typically, a two to five point improvement in brightness is found
with same chemical loading or a 15%–25% reduction in bleaching costs is
found [79,81].

Hemicellulases are degradative enzymes. In most applications, these
enzymes are used for economic reasons. Thus, if these enzymes lower the pulp
yield the cost savings found in reducing chemical costs might be lost. Hart
and Sharp [80] presented an example showing the sensitive nature of the
economics in a pulp mill. A pulp mill producing 800 tons per day was taken
as an example. If enzymes lower bleaching costs by $0.90 per oven dried ton,
then a savings of $720 per day could be realized. Assuming a wood chip cost
of $67 per OD ton, a decrease in the yield from 45% to 44.7% would com-
pletely offset the saving gained by using enzymes. The difficulty arises in
measuring this small decrease in yield. Hart and Sharp used biological oxy-
gen demand (BOD) data as an indicator of yield loss in the bleach plant
associated with hemicellulase application. They showed, using a statistical
method, that when enzymes are used for reducing bleaching costs, pulp mill
BOD does not significantly increase. This implies that that the enzymes have a
negligible effect on yield. However, one of the mills that they examined
showed an increase in BOD indicating a lower yield. This mill was applying
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the enzymes as a de-bottlenecking measure to increase throughput. It is crit-
ical to be aware of the potential to offset economic benefits of enzymes use in
the bleach plant with decreased pulp yield. Mills actively using hemicellulases
should monitor BOD levels as a control parameter to guard against yield
losses.

5 OTHER APPLICATIONS FOR ENZYMES IN THE
PAPER INDUSTRY

Ink is adhered to the surface of paper making fibers. Disruption of the fiber
surface is a means to aid in the liberation of ink from the fiber. Thus, enzyme
degradation of both the fiber surface and the ink itself has been examined as
aids for pulp deinking. Bajpai and Bajpai [83] provide a review of the enzym-
atic deinking technology that has been applied to the paper industry. They
cite works showing a four point brightness improvement in the deinking
process coupled with a very large decrease in the dirt count of mixed office
waste (MOW) recycled pulp. Several Korean and Japanese patent applica-
tions claim that the brightness of recovered paper could be improved by
flotation in the presence of alkaline cellulases [84,85,86,87]. Ow and Eom
deinked newspaper with the aid of a cellulase and hemicellulase culture fil-
trate without the addition of other chemicals [88]. The brightness and
bleachability of this pulp was superior to those of conventionally deinked
pulp. The authors observed a preferential hydrolysis of intrafiber bonds, but
no change in fiber length distribution was found. Li and Xu [89] applied
purified cellulose binding (CBD) domains to mixed office waste pulp. The
treated pulps were subjected to flotation deinking, where they showed a nega-
tive relationship between CBD and dirt count. In other words, the addition of
CBD decreased the deinking effectiveness. Results that contradict earlier
work showing improvements in the deinking operation with enzyme addition
have also been shown by Xia, Beaudry, and Bourbonnais [90]. They used
cellulase with different type of recycled pulps in a laboratory deinking oper-
ation. Their results showed that for old magazines improvements in deinking
were found with cellulase treatment, while for old newsprint the deinking was
worse with cellulase treatment. This conflicts the work of Ow and Eom [88],
and Prasad et al. [91]. This was attributed to difference in processing condi-
tions and addition point of the enzymes. Thus, when using enzymes in deink-
ing operations, it is necessary to consider the exact nature of the enzyme and
the application method.

Enzymes have also found other applications in recycled paper mills. A
series of esterase enzymes have been used to reduce the impact of stickies on
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a recycled paper mills. Ester bonds are very important bonds in many stickies.
Thus, esterases can be effective at reducing the size and tackiness of stickies.
Commercial products are available to use in the paper mill [92]. In general,
they require a pH between 6.5 and 10, a temperature between 25°C and 70°C,
and a contact time of at least 45 minutes with the pulp. These products have
shown significant reductions in the size, tackiness, and deposition of stickies
[92].

Biological treatment of wood chips has also taken place to reduce the pitch
content in wood. Cartapip© is an albino strain of the Ophiostoma piliferum
fungus that degrades wood extractives. The common type of Ophiostoma
piliferum tends to stain wood blue, which has a negative impact on the bright-
ness of pulp [93,94]. The albino strain of the fungus has been shown in the
laboratory, as well as mill trials, to reduce the amount of pitch depositions in
the paper mill. This is accomplished by inoculating the wood chips with the
fungus prior to pulping. The fungus is allowed to grow on the wood chips for
up to 5 weeks where a 50% decrease in extractives is found [93]. The pulp
properties are also improved including a reduced specific refining energy con-
sumption, and higher tensile to tear strength ratios [93]. The application of
the fungus is somewhat limited due to the need for the fungus to have a
certain ambient temperature to grow properly. Thus, other investigators have
examined the effectiveness of using lipases for pitch reduction [95]. These
investigators showed a significant decrease in the pitch deposits on the paper
machine. The lipase enzymes were added to the stock preparation system
where it acted to degrade the triglycerides in the pulp. A significant improve-
ment in the runnability of high pitch content pulp was found, as well as, a
higher coefficient of friction, which was attributed to triglyceride degrad-
ation. Other investigators used lipases from Candida cylindracea to reduce the
triglycerides in pulp [96]. Both laboratory work and mill trials showed signifi-
cant reduction in pitch deposits. Irie et al. identify the additional cost of using
these enzymes at $1.85 per ton of paper, which, in all but the most severe
cases, would likely be cost prohibitive. Another enzymatic approach to pitch
reduction is to use laccase in the white water system [97]. This approach
showed that a significant reduction in the extractives (∼20–25%) can be
achieved by reacting laccase and mediator in an oxygen rich media with the
thermomechanical pulp (TMP). Also, the addition of the laccase to the white
water can result in even bigger decreases to the extractive circulating in the
white water (∼64%).

Enzymes have also been used to address biological (slime) deposits in the
paper mill. A number of products exist that claim to replace biocides. How-
ever, one report by Schuetz and Wollenweber [98] illustrates that many of
these “enzymatic biocides” have little or no effectiveness in killing microbial
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entities. Most of these enzyme preparations consist of various cellulases,
hemicellulases, amylases, proteases, oxido-reductases and other enzymes that
degrade the food for the microbes or exopolymers of the microbes, which
inhibit further growth and subsequent attachment to surfaces in the paper-
making operation. Future work in this area could prove a very promising and
fruitful area for reducing toxic chemicals used to control biological growth in
the papermaking system.

Controlling dissolved substances within the wet end of a papermachine
may be in part achieved by the use of enzymes. Reid and Ricard [99] used
pectinases to reduce the cationic demand of mechanical pulp bleached with
hydrogen peroxide. The cationic demand was reduced by up to 75% in super-
natant of the TMP pulp (obtained after centrifugation) and by 40% in the
whole TMP pulps by degradation of the pulp with pectinase for 2 hours at
50°C. First pass retention (total retention and ash retention) was also
improved with the enzyme treated materials.

Pectinases have also been used to degrade the cambium region of logs prior
to debarking [100]. This research showed that up an 80% reduction in the
debarking energy could be achieved. Under possible industrial conditions,
about a 50% reduction in debarking energy was achieved after 24 hours of
exposure of the wood disks to the enzyme solution. This work used a labora-
tory scale bark peeler. Thus, the results may not translate directly to mills that
use drum debarkers, but the results do indicate an opportunity to improve
debarking efficiency, which may have positive impacts on pulp quality and
pulp throughput.

6 FUTURE PERSPECTIVES ON BIOCHEMICAL ADDITIVES

Significant progress in the biotechnology area will allow for the production of
enzymes that have excellent substrate specificity and robustness at a very
affordable price. This may allow for the application of enzymes in areas that
have already been identified, but were limited by these problems. Enzymes
may be used in new applications to modify the ultrastructure of the fiber, aid
in the processing of waste streams in the paper mill, modify under utilized
wood components, or impart novel/improved properties to the final product.
Beyond the application of enzymes, paper science may come to realize the
potential of microbiological processing of materials. Currently, it is estimated
that only 3% of all microbiological organisms are known. Many of these
unexplored organisms may be very adapt at creating useful chemicals, poly-
mers, and materials. This leaves a huge opportunity to harness microbes to
process underutilized wood components and waste streams into chemicals,
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which may be used as additives for the paper industry. This may lead to new
directions for the paper industry whereby it processes waste streams into new
and useful polymers and chemicals. For scientists to make this a reality, they
will need to combine the disciplines of both engineering and microbiology. In
other fields, scientists are already combining microbiology with other less
obvious applications in inorganic chemistry. The use of microbiological
agents to engineer new materials is becoming increasingly important. For
example, Professor Angela Belcher of the Massachusetts Institute of Tech-
nology has used bacteriophages to construct nano-structured materials for
uses in batteries, solar cells, and lights [101]. This is an example of how
microbiological agents can be used to manipulate the materials on the micro
and nano scale to improve the quality of life in a sustainable process. Scien-
tists in the forest biomaterials arena will need to integrate the fields of micro-
biology, chemical engineering, materials science, and nanotechnology to
develop new and useful materials from forest and agricultural resources,
which will create new sustainable products.

One of the greatest challenges facing society is the shrinking petrochemical
resources. There are certain materials for which no known good alternative is
currently available such as polyethylene terephthalate (PET), which contains
bisphenol-A (BPA). BPA has known endocrine effects and is currently not
used for many food contact products [102]. However, this product still finds
widespread use in food canning. Using microbiology, it may be possible to
assemble a large sheet of crystalline cellulose which has excellent mechanical
properties, is thermally stable, and provides excellent barrier properties that
replace PET/BPA.

In our laboratory, we have begun exploring the use of microbes to produce
useful polymers from wood resources. We have identified gamma poly glu-
tamic acid (γ-PGA) as a possible matrix material for cellulose composites. γ-
PGA is produced from bacterial sources and can be made in large quantities
by well characterized bacteria using cellulose and hemicellulose as a carbon
source. When combined with cellulose a new material is created that is thin,
transparent and highly hygroscopic. We have combined γ-PGA with fibril-
lated cellulose, cf. Figure 6. The fibrillated cellulose was formed into thin
films by vacuum dewatering. Before drying, the films were immersed in baths
of PGA ranging from zero to one percent concentration. The films were then
dried under restraint, cured at 150°C for varying times, and tested. The γ-
PGA films showed distinctly different properties compared to the untreated
samples. The γ-PGA improved the strength of the sheets, cf. Figure 7, and
made the sheets more responsive to water, cf. Figure 8. These materials are
very strong and durable (typical fold endurance values are more than 10,000
double folds) and hygroscopic, which is in contrast to untreated sheets. This
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Figure 6. Fibrillated cellulose produced by extended refining of softwood pulp in a
valley beater. This material will form thin strong water resistant films when dried from

water.

Figure 7. The effect of γ-PGA treatment and curing time on the strength of
fibrillated cellulose films. The γ-PGA appears to provide an offset in strength, while
the curing has a similar effect for all films. The percentages represent the
concentration of the treatment bath. (Data courtesy of Rachel Ernest, North

Carolina State University.)
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material may be used in packaging applications, a drug delivery system, or in
biomedical applications. This represents an initial step in the use of micro-
biological agents to produce polymers and chemical for application in the
paper and forest biomaterials arena. There are also a wide variety of other
polymers that are produced by microbiological agents, which can find useful
applications and can help to fill the future demands of society for high per-
formance materials.

7 SUMMARY AND CONCLUSIONS

Biochemical additives have not yet realized their full potential in the paper
industry. A wide variety of enzymes have been applied in the paper industry
including cellulases, hemicellulases, pectinases, liginase, manganese per-
oxidase, lignin peroxidase, esterase, lipase, protease, and amylases. Enzymes
have been applied throughout the pulp and papermill from the woodyard to
the papermachine. Some of these applications have found widespread indus-
trial use including hemicellulases to aid in bleaching and lipases to degrade
extractives. There still remains a number of technical challenges that prevent
the widespread use of enzymes in other applications. Most of these barriers
are related to the cost/benefit analysis a mill undergoes to evaluate the
enzymes and the requirements that enzymes have for retention times and

Figure 8. The water vapor transmission rate for fibrillated cellulose films treated with
γ-PGA. Higher levels of treatment show more affinity for water as exhibited by an
increase water vapor transmission rate. Curing of the film from 0 to 24 hours in
general reduce the water vapor transmission rate. (Data courtesy of Rachel Ernest,

North Carolina State University.)
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reaction conditions. In this review, the focus was placed on the use of
enzymes in the papermill. Enzymes in this area tend to be carbohydrate
degrading. This review examined the literature to determine a general
behavior of the application of carbohydrate degrading enzymes (i.e. cellulase
and hemicellulase mixtures) to whole fiber fractions. Three phenomena can
be identified in the literature. The first is a flocculation effect caused by the
binding ability of the enzyme, the second is the degradation of the fine par-
ticle fraction of the pulp, and the third is the degradation of the long fiber
fraction. Thus, depending on the application rate and duration one may
experience a wide variety of effects including increasing the drainage, decreas-
ing the drainage, lowering the fines content, raising the fines content, improv-
ing the sheet strength and decreasing the sheet strength. All of these effects
are possible under specific enzymatic treatment conditions. It is imperative
that the papermaker understands the trade-offs and unique response of paper
to enzyme treatments.

Beyond the application of carbohydrate degrading enzymes in the paper-
mill, enzymes have been used to reduce pitch, lower TMP refining energies,
improve bleaching, reduce stickies, improve deinking, increase the efficiency
of shive processing, improve debarking, improve mechanical pulping, alter
fiber flexibility, and improve the performance of other wet end additives. In
the future, biochemical additives may extend well beyond the use of enzymes,
starch, and rosin in papermaking. Biotechnology and the area of microbiol-
ogy may create new opportunities to generate additives for the paper industry
using current waste streams within the paper mill. Our laboratory has begun
exploring the use of biotechnology and microbiology to generate novel addi-
tive for the paper industry. These technologies may also provide papermills
additional revenue streams as they may produce useful and unique polymers
and chemicals that can be used beyond the paper industry.

8 ACKNOWLEDGEMENTS

The author would like to thank Dr. Jung Myoung Lee, Jeff Wallace, Libin
Yuan, and Rachel Ernest for assistance in preparing this manuscript. I would
also like to thank Dr. Amy Grunden, North Carolina State University
Department of Microbiology, for her collaboration on microbial processing
of wood components.

152 Session 1: Fibre Preparation

Joel J. Pawlak



9 REFERENCES

1. S. Park, R.A. Venditti, H. Jameel, J.J. Pawlak. Hard to remove water in cellulose
fibers characterized by high resolution thermogravitmetric analysis – methods
development. Cellulose. 13(1):23–30, 2005.

2. S. Park, R.A. Venditti, H. Jameel, J.J. Pawlak. Measurement of Fiber Hornifica-
tion Using High Resolution Thermogravimetric Analysis. In Proceedings of the
Tappi Engineering, Pulping, and Environmental Conference, Tappi Press, Atlanta,
2005.

3. T. Palmer. Understanding Enzymes. Third Edition, First Published in 1991 by
Ellis Horwood Limited, West Sussex, England, 1991.

4. D.E. Koshland. Application of a theory of enzyme specificity to protein syn-
thesis. PNAS. 44(2):98–104, 1958.

5. E.T. Reese, R.G.H. Siu, H.S. Levinson. The biological degradation of soluble
cellulose derivatives and its relationship to the mechanism of cellulose hydrolysis.
J. Bacteriol. 59:485–497, 1950.

6. M.P. Coughlan. Cellulose degradation by fungi. in: Microbial enzymes and bio-
technology (ed. WM Fogarty, and CT Kelly),, 2nd ed. 1–36. Elsevier Applied
Science, London, U.K., 1990.

7. C. Devine, J. Stahlberg, T. Reinkainen, T. et al. The three-dimensional crystal
structure of the catalytic core of cellobiohydrolase I from Trichoderma reesei.
Science. 265(5171):524–528, 1994.

8. M. Linder and T. Teeri. The roles and function of cellulose-binding domains.
Journal of Biochemistry. 57:15–28, 1997.

9. L.E.R. Berghem, L.G. Pettersson, U.-B. Axio-Fredriksson. The mechanism of
enzymatic cellulose degradation. Eur. J. Biochem. 53:55–62, 1975.

10. H. Chanzy, B. Henrissat, R. Voung. Colloidal gold labeling of 1,4-ß-glucan cel-
lobiohydrolase absorbed on cellulose substrates. Federation of European Bio-
chemical Societies Letters. 172(2):193–197, 1984.

11. B. Henrissat, B. Vigny, A. Bluleon, S. Perez. Possible adsorption sites of cellulases
on crystalline cellulose. Federal European Biochemical Letters. 231(1):177–182,
1988.

12. H. Azevedo, D. Bishop, A. Cavaco-Paulo. Effects of agitation level on the adsorp-
tion, desorption, and activities of full length and core domains of EGV (Humi-
cola insolen) and CenA (Cellulomonas fimi). Enzyme and Microbial Technology.
27:325–329, 2000.

13. A. Boraston, M. Bray, E. Brun, et al. The structure and function of cellulose
binding domains. in Carbohydrates from Trichoderma reesei and other microorgan-
isms. (eds. M. Claeyssens, W. Nerinckx, K. Piens), The Royal Society of Chem-
istry, Cambridge, UK, 139–146, 1998.

14. E.J. Jervis, C.A. Haynes, D.G. Kilburn. Surface diffusion of cellulases and their
isolated binding domains of cellulose. J. Biol. Chem. 272:24016–23, 1997.

15. M.K. Bothwell, D.B. Wilson, D.C. Irwin, L.P. Walker. Binding reversibility and
surface exchange of Thermomonospora fusca E3 and E5 and Trichoderma reesei
CBHI. Enzyme and Microbial Technology. 20:411–417, 1997.

14th Fundamental Research Symposium, Oxford, September 2009 153

Biochemical Additives for Papermaking



16. L.T. Fan, Y. Lee, D.H. Beardmore. Major chemical and physical features of cellu-
losic materials as substrates for enzymatic hydrolysis. in Advances in Biochemical
Engineering/Biotechnology, Vol. 14, pgs. 101–117 Heidelberg, Springer Berlin,
1980.

17. E.B. Cowling, W. Brown. Adv. Chem. Ser. 95:152, 1969.
18. E.B. Cowling. in Advances in enzymatic hydrolysis of cellulose and related

materials. (ed. E.T. Reese, E.T.), New York, Pergamon Press, 1963.
19. E.B. Cowling. Biotechnol. Bioeng. Symp. 5:163, 1975.
20. L.G. Fagerstam, L.G. Pettersson. The 1.4-β-glucan cellobiohydrolases of Tri-

choderma reesei QM 9414: A new type of cellulolytic synergism. FEBS Letters.
119:97, 1980.

21. T.M. Wood. Properties of cellulolytic enzyme systems. Biochemical Society
Transactions. 13:407, 1985.

22. S.B. Lee, I.H. Kim. Structural properties of cellulose and cellulase reaction
mechanism. Biotechnology and Bioengineering. 25(1):33–51, 1983.

23. J.T. Wallace. An enzymatic fiber modification method for enhancing tissue proper-
ties, Master’s Thesis, North Carolina State University, 2006.

24. K. Sangseethong, L. Meunier-Goddik, U. Tantasucharit, E.-T. Liaw, M.H. Pen-
ner. Rationale for particle size effect on rates of enzymatic sacchariification of
microcrystalline cellulose. Journal of Food Biochemistry. 22:321–330, 1998.

25. J. Buchert, A. Suurnäkki, M. Tenkanen, L. Viikari. Enzymatic characterization
of pulps. in Enzymes for Pulp and Paper Processing. (eds. Jeffries TW, Viikari
L.), Washington, DC: American Chemical Society. ACS Symp. Ser. 655, 38–43,
1996.

26. R.A. Diehm. Process of manufacturing paper. US Patent 2,280,307, applied for
1933, awarded 1942.

27. W. Bolaski, A. Gallatin, J.C. Gallatin. Enzymatic conversion of cellulosic fibers.
US Patent 3.041,246, applied for 1959, awarded 1962.

28. J-.C. Pommier, J-.L. Fuentes, G. Goma. Using enzymes to improve the process
and the product quality on the recycled paper industry Part 1: the basic laboratory
work. Tappi J. 72(6):187–191, 1989.

29. L.S. Jackson, J.A. Heitmann, T.W. Joyce. Enzymatic modifications of secondary
fiber. Tappi Journal. 76(3):147–154, 1993.

30. J.M. Lee, J.J. Pawlak, J.A. Heitmann. Rheology of carboxymethyl cellulose
solutions treated with cellulases. Bioresources. 2(1):20–33, 2006.

31. B. Freiermuth, M. Garrett, O. Jokinen. The use of enzymes in the production of
release papers. Paper Technology. 4:21–23, 1994.

32. SD. Mansfield, K.K.Y. Wong. Improving the physical properties of linerboard via
cellulolytic treatment of the recycled paper components. Progress in paper
recycling. 9:20–19, 1999.

33. S.B. Lee, H.S. Shin, D.D.Y. Ryu. Absorption of cellulase on cellulose: Effect of
physiochemical properties of cellulose on adsorption and rate of hydrolysis. Bio-
technology and Bioengineering. 24(10):2137–2153, 1982.

34. C. Jeong, A.M. Maciel, J.J. Pawlak, J.A. Heitmann, D.S. Argyropoulos, O.J. Rojas.
Following Cellulase Activity by the Quartz Crystal Microbalance Technique. In

154 Session 1: Fibre Preparation

Joel J. Pawlak



proc. 13th International Symposium on Wood, Fibre and Pulping Chemistry
(ISWFPC), Vol. 2: 495–502, Auckland, New Zealand, May 16–19, 2005.

35. S. Ahola, X. Turon, M. Österberg, J. Laine, O.J. Rojas. Enzymatic hydrolysis of
native cellulose nanofibril and other cellulose model films – Effect of surface
structure. Langmuir. 24 (20): 11592–11599, 2008.

36. X. Turon, O.J. Rojas, R.S. Deinhammer. Enzymatic Kinetics of Cellulose
Hydrolysis: A QCM-D Study. Langmuir. 24(8):3880–3887, 2008.

37. A.E. Esteghlalian, M. Bilodeau, S.D. Mansfield, J.N. Saddler. Does enzymatic
hydrolyzability and Simon’s stain reflect the change in the accessibility of lignocel-
lulosic substrates to cellulase enzymes? Biotechnol. Prog. 17(6):1049–1054, 2001.

38. J. Marton. The role of surface chemistry in fines – alum interactions. Tappi. 63(2):
121–125, 1980.

39. J. Marton. The role of surface chemistry in fines – cationic starch interactions.
Tappi. 63(4):87–91, 1980.

40. J. Marton and T. Marton. Wet end starch: Adsorption of starch on cellulosic
fibers. Tappi. 59(12):121–124, 1976.

41. N.K. Bhardwaj, P. Bajpai, P.K. Bajpai. Use of enzymes to improve drainability of
secondary fibres. Appita. 48(5):378–380, 1995.

42. E.T. Reese, L. Segal, V.W. Tripp. The effect of cellulase on the degree of polymer-
ization of cellulose and hydrocellulose. Textiles Research Journal. 27:626–632,
1957.

43. R. P. Kibblewhite, K.K.Y. Wong. Modification of a commercial radiata pine kraft
pulp using carbohydrate degrading enzymes. Appita. 52(4):300–311, 1999.

44. J.A. Van den Akker, A.L. Lathrop, M.H. Voelker, L.R. Dearth. Importance of
fiber strength to sheet strength. Tappi. 41:416–425, 1958.

45. S.D. Mansfield, E. de Jong, R.S. Stephens, J.N. Saddler. Physical characterization
of enzymatically modified kraft pulp fibers. Journal of Biotechnology. 57:205–
216, 1997.

46. S. Park, R.A. Venditti, D.G. Abrecht, H. Jameel, J.J. Pawlak, J.M. Lee. Surface
and pore modification of cellulose fibers through cellulase treatment. Journal of
Applied Polymer Science. 103:3833–3839, 2007.

47. U.-B. Mohlin, U. Molin, M.W. de Puiseau. Some aspects of using zero-span
tensile strength as a measure of fiber strength. In proc. 2003 International Paper
Physics Conference, p.107–113, PAPTAC, Montreal, 2003.

48. R. Steadman and P. Luner. The effect of wet fiber flexibility on sheet apparent
density. In Papermaking Raw Materials, Trans. of the 8th Fund. Res. Symp., (ed.
V. Punton), vol. 1, p. 311, Mechanical Engineering Publications limits, London,
1985.

49. T. Cresson, Cybermetrics Company, 2002.
50. A. Suurnakki. Hemicellulases in bleaching and characterization of kraft pulps.

Ph.D. Thesis, Technical research centre of Finland, VTT Publication 267, Espoo,
Finland, 1996.

51. S.D. Mansfield, J.N. Saddler. The use of enzymes to enhance douglas-fir pulp
characteristics. In proc. Tappi Biological Sciences Symposium, Tappi Press,
Atlanta, 1997.

14th Fundamental Research Symposium, Oxford, September 2009 155

Biochemical Additives for Papermaking



52. M.G., Paice, N. Gurnagul, D.H. Page and L. Jurasek. Mechanism of
Hemicellulos-Directed Prebleaching of Kraft Pulps. Enzyme Microb. Technol.
14:242–276, 1992.

53. N. Gurnagul, D.H. Page and M.G. Paice. The Effect of Cellulose Degradation on
the Strength of Wood Pulp Fibers. Nordic Pulp Paper Res. J. 7(3):152–154, 1992.

54. A. Suurnakki, M. Tenkanen, M. Siika-aho, L. Niku-Paavola, L. Viikari, J.
Buchert. Trichoderman reesei cellulases and their core domains in the hydrolysis
and modification of chemical pulp. Cellulose. 7:189–209, 2000.

55. A. Suurnakki, M. Siika-aho, M. Tenkanen, J. Buchert, L. Viikari. Effects of
trichoderma reesei cellulases and their structural domains on pulp properties.
In proc. Tappi 1997 Biological Sciences Symposium, Tappi Press, Atlanta,
p.283–286, 1997.

56. P.J. Gerber, T.W. Joyce, J.A. Heitmann, M. Siika-Aho and J. Buchert. Adsorption
of a Trichoderma reesei endoglucananse and cellobiohydrolase onto bleached
Kraft fibers. Cellulose. 4:255–268, 1997.

57. T. Reinikainen. The cellulose-binding domain of cellobiohydrolase I from
Trichoderma reesei Interaction with cellulose and application in protein immobil-
ization, PhD Thesis, Espoo, Technical Research Centre of Finland, VTT Publica-
tions 206, Appendix II, pp. 1–15, 1994.

58. M. Tenkanen, J. Buchert and L. Viikari. Binding of hemicellulases on isolated
polysaccharide substrates. Enzyme Microb. Techol. 17:499–505, 1995.

59. T. Oksanen, J. Pere, J. Buchert and L. Viikari. The effect of Trichoderma reesei
cellulases and hemicellulases on the paper technical properties of never-dried
bleached Kraft pulp. Cellulose. 4:329–339, 1997.

60. P. Noe, J. Chevalier, F. Mora and J. Comtat. Action of xylanases of chemical pulp
fibers, Part II: Enzymatic beating. J. Wood Chem. Technol. 6(2):167–184, 1986.

61. J. Pere, M. Siika-aho, J. Buchert and L. Viikari. Effects of purified Trichoderma
reesei cellulases on the fiber properties of Kraft pulp. Tappi Journal. 78(6),
1995.

62. J.C. Pommier, G. Goma, J.L. Fuentes, C. Roussett. Using enzymes to improve the
process and the product quality in the recycled paper industry. II: industrial appli-
cations. Tappi J. 73(12):197–202, 1990.

63. G. Bhat, J. Heitmann, T. Joyce. Novel technique for enhancing the strength of
secondary fiber. Tappi J. 74(9):151–157, 1991.

64. G. Stork, H. Pereira, T. Wood, E. Dursterhoft, A. Toft, J. Puls. Upgrading
recycled pulps using enzymatic treatment. Tappi J. 78(2):79–88, 1995.

65. G.E. Seger, L.N. Makey, P.D. Trokhan., Modified Cellulosic Fibers and Fibrous
Webs Containing These Fibers. United States Patent 6,146,494. 1998.

66. H.B. Lenting, M.M. Warmoeskerken. Mechanism of interaction between
cellulase action and applied shear force, a hypothesis. Journal of biotechnology.
(2–3):217–26, 2001.

67. M. Akhtar, G.M. Scott, R.E. Swaney, D.F. Shipley. Biomechanical pulping: a mill
– scale evaluation. Resources, conservation and recycling. 28:241–252, 2000.

68. M. Akhtar, G. Scott, M.J. Lentz, R.E. Swaney, T.K. Kirk. Overview of bio-
mechanical and biochemical pulping research. in: Enzyme applications in Fiber

156 Session 1: Fibre Preparation

Joel J. Pawlak



Processing (eds. K.E. Eriksson, A. Cavaco-Paulo), American Chemical Society
Series 687, Washington, DC, 15–26, 1998.

69. M. Akhtar, G.C. Scott, M.J. Lentz, E.G. Horn, R.E. Swaney, T.K. Kirk, D.F.
Shipley. Meeting biological and engineering challenges during scale-up of biop-
ulping. In proc. Tappi 1997 Biological Sciences Symposium, p. 35, Atlanta, GA,
Tappi Press, 1997.

70. J. Pere, J. Ellmén, J. Honkasalo, P. Taipalus, T. Tienvieri. Enhancement of TMP
reject refining by enzymatic modification of pulp carbohydrates – A mill study. in:
Biotechnology in the Paper Industry (eds. L. Viikari, R. Lantto), Elsevier Science
B.V., 2002.

71. P. Hart, D.M. Waite, L. Thibault, J. Tomashek, M. Rousseau, C. Hill, C. Sab-
ourin. Refining energy reduction and pulp characteristic modification of alkaline
peroxide mechanical pulp (APMP) through enzyme application. TAPPI Journal
in Press, (2009).

72. P. Hart, D.M. Waite, L. Thibault, J. Tomashek, M. Rousseau, C. Hill. C. Sab-
ourin. Selective enzyme impregnation of chips to reduce specific refining energy in
alkaline peroxide mechanical pulping. In Press Holzforschung, 2009.

73. M. Tien, T.K. Kirk. Lignin peroxidase of Phanerochaete chrysosporium. Methods
in Enzymology. 161:238–249, 1988.

74. R. Bourbonnais, M.G. Paice. Oxidation of non-phenolic substrates. FEBS letters.
267(1):99–102, 1990.

75. M.G. Paice, R. Bourbonnais, I.D. Reid, F.S. Archibald, L. Jurasek. Oxidative
bleaching enzymes: A Review. Journal of Pulp and Paper Science. 21(8):J280–
J284, 1995.

76. M.G. Paice, R. Bourbonnais, I.D. Reid. Bleaching kraft pulps with oxidative
enzymes and alkaline hydrogen peroxide. Tappi Journal. 78(9):161–169, 1995.

77. K. Harazono, R. Kondo, K. Sakai. Bleaching of hardwood kraft pulp with with
mangansese peroxidase from Phanerochaete sordia YK-624 without addition of
MnSO4. Applied end Environmental Microbiology. 62(3):913–917, 1996.

78. D.Y. Prasad, N.R. Mohan Rao, K.S. Rajesh, T.T. Praburaj, T.W. Joyce. Enzymes
improve the bleachability of bagasse mechanical pulp. Tappi Journal. 79(8)133–
138, 1996.

79. L. Viikari, M. Ranua, A. Kantelinen, J. Sundquist, M. Linko. Bleahcing with
enzymes. In proc. The third international conference: Biotechnology in the pulp
and paper industry, p. 67–69, Stockholm, 1986.

80. P. Hart, H.F. Sharp. Statistical determination of the effects of enzymes on
bleached pulp yield. Tappi Journal. 4(8):3–6, 2005.

81. M. Paice, S. Renaud, R. Bourdonnais, S. Labonte, R. Berry. The effect of xylanse
on kraft pulp bleaching yield. Journal of Pulp and Paper Science. 30(9):241–246,
2004.

82. L. Viikari, J. Sundquist, J. Kattunen. Xylanase enzymes promote pulp beleaching.
Paperi ja Puu. 73(5)384–389, 1991.

83. P. Bajpai, P.K. Bajpai. Deinking with enzymes: a review. Tappi Journal.
81(12):111–117, 1998.

84. H. Urushibata. Japanese pat. 5909299. 1984.

14th Fundamental Research Symposium, Oxford, September 2009 157

Biochemical Additives for Papermaking



85. N. Fukunaga, Y. Kita. Japanese pat. 0280683. 1990.
86. Y. Nomura, S. Shoji. Japanese pat. 6359494. 1988.
87. T.J. Eom, S.S. Ow. Korean pat. 3934772. 1990.
88. S.S. Ow, T.J. Eom, T.J. Additives, Pigments and Fillers in the Pulp and Paper

Industry. In proc. EuCePa Symposium Notes, Barcelona, 37:85, 1990.
89. K. Li, X. Xu. Effects of cellulose binding domain on deinking of recycled mixed

office paper. Progress inpaper recycling. p. 9–13. February, 2002.
90. Z. Xia, A. Beaudry, R. Bourbonnais. Effects of cellulase on the surfactant-

assisted acidic deinking of ONP and OMG. Progress in Paper Recycling. August,
1996.

91. D.Y. Prasad, J.A. Heitmann, T.W. Joyce. Enzyme deinking of black and white
letterpress printed newsprint waste. Progress in Paper Recycling. 1(3):21–30, 1992.

92. D.R. Jones. Enzymes: using mother nature’s tools to control man-made stickies.
Pulp & Paper Canada. 106(2):23–25, 2005.

93. L.J.F. Kohler, R.J. Dinus, E.W. Malcolm, A.E. Rudie, R.L. Rarrell, T.S. Brush.
Improving softwood mechanical pulp properties with Ophopstoma piliferum.
Tappi Journal. 80(3):135–140, 1997.

94. T.S. Brush, R.L. Farrell, C. Ho. Biodegradation of wood extractives from south-
ern yellow pine by Ophiostoma piliferum. Tappi Jounral. 77(1):155–159, 1994.

95. Y. Fujita, H. Awaji, M. Matsukura, K. Hata, H. Shimoto, M. Sharyo, H. Sak-
aguchi, K. Gibson. Recent advances in enzymatic pitch control. Tappi Journal.
75(4):117–122, 1992.

96. Y. Irie, M. Matsukura, M. Usui, K. Hata. Enzymatic pitch control in papermak-
ing systems. In proc. 1990 Papermakers Conference, p.1–10, Tappi Press, Atlanta,
1990.

97. X. Zhang, S. Renaud, M. Paice. The potential of laccase to remove extractives
present in pulp and white water from TMP newsprint mills. Journal of pulp and
paper science. 31(4):175–180, 2005.

98. J. Schuetz, H. Wollenweber. Enzymes in papermaking. Paper Technology. 10:52–
54, 1999.

99. I. Reid, M. Ricard. Pectinase in papermaking: solving retention problems in
mechanical pulps bleached with hydrogen peroxide. Enzyme and Microbial Tech-
nology. 26:115–123, 2000.

100. M. Ratto, A. Kantelinen, M. Bailey, L. Viikari. Potential of enzymes for wood
debarking. Tappi Jounral. 76(2):125–128, 1993.

101. Y.J. Lee, H. Yi, W. Kim, K. Kang, D.S. Yun, M.S. Strano, G. Ceder, A.M.
Belcher, Fabricating Genetically Engineered High-Power Lithium Ion Batteries
Using Multiple Virus Genes. Science in press, 2009.

102. B.E. Erickson. Bisphenol A under scrutiny. C & E News. 88(22):36–39, 2008.

158 Session 1: Fibre Preparation

Joel J. Pawlak



BIOCHEMICAL ADDITIVES
FOR PAPERMAKING

Joel J. Pawlak

Associate Professor, North Carolina State University, Department of Forest
Biomaterials, Raleigh, North Carolina, United States of America

John Roberts University of Manchester

I guess another possible explanation for the contradiction in the results is that
most of the commercial cellulases would be crude extracts from fungi or
bacteria and they would contain different levels of cellobiohydrolases and
endoglucanases. The endoglucanases, as you say, act randomly on the glyco-
sidic linkages of the polymer backbone and would presumably cause a lot
more strength loss than the cellobiohydrolases which would act from the
chain end. So it’s a rather contorted way of asking a question which is: do
you think it is feasible that more selective use of enzyme fractions would be
economically viable, and could be used at some time in the future?

Joel Pawlak

From the point of view of economic viability, I think the previous approaches
that we have taken to produce enzymes, such as the purification of a crude
enzyme of some sort or some extract from fungi, will not be used in the
future. We will probably have alternative ways to produce these types of
enzyme. Molecular biology, for example, will be able to generate enzymes, say
a cellulose degrading enzyme from an E. coli. That would provide a relatively
pure culture for us to use. So, from an economic standpoint, the ability to get
specific isozymes will probably change in the future as long as there is the
push to be able to use them. Now maybe the other question is, if I can read
between the lines, what role do the different cellulose isozymes play in chan-
ging the properties? And that is an important question, that’s something
that’s been a little bit difficult to deal with because it has been difficult to get
pure enzymes in a sufficient amount to be able to look at hand-sheet studies
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and actual effects on the paper making. I think using a specific strain of
isozymes gives you a finer tool, but my gut instinct says that it is not going to
change overall what you see happening. So if you see the microfibre edges, for
example, they might have less of an effect on the degradation of strength, but
still when we look at how these things interact, they tend to interact on the
surface. They will interact mostly still on the surface of these notches because
there is more specific surface area available there. Thus, preferential degrad-
ation of the notch will occur, and we will still see strength losses, maybe not to
the same extent as when we have the full complement of the enzymes.

Lars Wågberg KTH

First of all thank you for a very good review. I enjoyed it immensely and my
question is more of a comment, although I would also like to get your com-
ments on my comment. I think you showed very clearly from one of your
tables that, although many of the people that have made investigations with
enzymes are good scientists, they did not know what they were doing. This is
simply because they are studying such a complex mixture of fibres and fines.
We have to remember that we have 5 million fibres in a gram, and we do not
know how they all look.

What I missed a bit in your review was the rapid development in the work
on model surfaces of cellulose, hemicellulose and lignin. The Rojas Group at
NC State, we ourselves at KTH, and Janne Laine in Finland have all used
the continuations of model surfaces and enzymes to establish what those
materials are really doing to the different components. We have, for example,
made investigations with cellulose surfaces at different crystallinity and we
see things when we use cellobiohydrolases and endoglucanases, that we do
not see on the macroscopic scale. What is really intriguing is if you transfer
these experimental protocols to fibres in single-fibre measurements. You
simply see the same mechanisms and a total new world for understanding
enzymatic actions opens up. I agree with you that the enzymes are fantastic
biochemical additives, but we have just seen the tip of the iceberg, and we are
maybe using them in the wrong applications in the industry; we might need
new, separate processes for using them more and more efficiently.

Joel Pawlak

Sure, let me just comment on your comment. I did not miss the work from the
Rojas group because I am a co-author on some of the papers! This actually
was brought up to me by a colleague, and the question might be more
important when you look at the model surfaces used for quartz crystal
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microbalance (QCM) investigations to look at enzyme degradation and
absorption. Probably, one of the important things to remember, is that the
model surface is very different from the fibre itself. It is maybe highly crystal-
line and ordered in some way, it has other things that are interacting with it.
We can look at some of those things to help us understand better what is
going on. I actually cite some of that work here where you can see the initial
very rapid absorption of the enzymes in the first five minutes or so when the
enzyme is added into the QCM and then it is not until after about 5 to 10
minutes that we actually see some sort of catalytic activity and loss of cellu-
lose. Furthermore, if these enzymes are denatured, and then added to the
QCM, we will still see absorption. That is the polymer effect that you see
when these enzymes are in solution. This is interesting and it is particularly
useful for understanding enzyme dynamics. Maybe not the overall activity,
but the dynamics of the initial absorption of the enzyme and the delay and
how enzyme absorption affects activity.

14th Fundamental Research Symposium, Oxford, September 2009
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