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Studies on the Refining Method of Kenaf bark and Manufacture
of bag using KENAF (Hibiscus Cannabinus. L) Produced in KOREA
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Table 3. Chemical composition of kenaf
bark fiber.
| Moist- 1 ' .
| Moist- | Cellul | Pectin I Pento- | Jignin | Ash
10.50% E 6. 9% 14.70%| 9.70%| 2.62%

C.F. Hemp 64. 4G, C. 5, 2. 53, 3. 54

Tensle Individual Stem { }
strength | Color | lustre
s length } weight ] [
cm ‘J Whitish- | Excel-
23.27kg 29.4— 18.23g |
29.9 I yellow lent |
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In order to obtain the most practical and feasible method of refining, bleaching, and

dyeing of kenaf fiber, the experiment of chemical and retting processing was conducted.

And it also was subjected to the analysis of chemical composition.

Prevention of microbial growth and improvement of coloration in the fiber during the

storage and transportation and the testing of the characteristics of fiber which might play

a key role in efficiency the final products such as bag and industrial goods were examined.

The results obatined are summerized as follows:

1. Chemical composition of kenaf bark showed cellulose of 65.93% as major component

and pectin of 6.98 %, pentosan of 14.7%,

lignin of 9.7% as impurified ingredient which

might remove Ly refining process for final products preparation.

2. In the retting method as refining of kenaf bark, the optimum warter soaking condi-

tion was found at temperature of 35-40°C in 7-9 days of continuous treatment. The result
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obtained were refined fiber ratio of 70%, pectin removed ratio of 53.87% and refined
fiber tensile strength of 19.5kg,

8.In chemical refining process, it has been found that 1.09% concentration of sodium
Hydroxide(NaoH) or 7.5% concentration of sodium carbonate(Na,Co,) was effective in
obtaining high quality of refined fiber and showed the effectively for practical application.

4. In the dyeing process of kenaf fiber, bhasic dyestuffs such as redamine, malakite
green, and methylene blue were more effective than direct dyestuffs like congo red,
diacotton skyblue in a point of view absorption of dye, fade-proof resistance by sun light

5. When the dyeing process was applied, refined kenaf fiber treated with sodium Hyd-
roxide was better absorption of dye and brighthess in color than the sodium carkonate or
the retting treated one,

6. The treatment of p.c.p(0,5%) and copper sulphate(Cu,So,)as an antiseptic prevented
from deterioration during 30 days under ideal conditions for growth of microbes.

Especially, combined treatment with p.c.p and sulfur fumigation was high effectiveness
in the improvement of color and prevented from microbial growth.

7. As refined kenaf fiber has the bhlightness in light, physical property of metalic
elasticity and fresh whitish-yellow in color, it appears suitable to be used for a material
of manufacturing wall coverings and industrial goods,so practically available “adhesive
for manufacturing of wall covering sheet utilizing the kenaf fiber were, the starch paste
processed through the oxidation of hydrogen peroxide and the addition of milk casein.

8. Kenaf bag has lacking weight, and strong in endurance as charactistics of packaging
material, it could be more easy in operation and increasing the loading capacity than

straw bag.
production cost per a bag was 524 won and it was high cost compared to straw bag

o

being 260 won but practically it could be reduced to use more time so that kenaf is 8

times longer than straw sack in durability.
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ABSTRACT

In order to obtain the most practical and economically efficient method for refining of

kenaf fiber and the production possibilty of bag dproucts by using kenaf,

Various chemicals and conditions of treatment for refining of kenaf bark were examined.
Refining by the retting method was found much beneficial in quality of fiber and in
rocessing cost than the chemical method.

Bag products by using kenaf bark has good quality .and for practical use, Even if the
production cost is slightly more expensive than jute bag, it could be reduced by planned
mass production.



