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CNF suspensions were set to 80% or more and 1.8% 
or less, respectively. If the solids content of the CNF 
solutions was high and the fibrillation level was low, 
plugging was experienced in the spray head because 
of the high viscosity of the suspensions, resulting 
in production of poor-quality powders. In terms of 
reduction in processing energy, even if the CNF sus-
pension solids content was increased to 1.5 wt.%, the 
powder quality and the production yields were excel-
lent. It was confirmed that high-quality powder under 
20 µm were produced at a 90% fibrillation level of 
all CNF feedstocks. The resulting dry CNF powders 
were characterized to determine particle size distri-
butions and morphological properties via a scanning 
electron microscope and a laser diffraction parti-
cle size analyzer. The particle sizes were smaller at 
higher fibrillation levels and lower solids content of 
the CNF suspensions. The CNF suspension derived 
from bleached kraft pulp, the average particle size 
decreased by 43% and 33% with the lowered solids 
contents from 1.8 to 1%, and the increased fineness 
levels from 80 to 100%, respectively.

Keywords Cellulose nanofibrils · Spray drying · 
Bleached kraft pulp · Unbleached kraft pulp · Old 
corrugated cardboard pulp

Abstract Three types of wood pulp feedstocks 
including bleached softwood kraft, unbleached soft-
wood kraft and old corrugated containers were disk 
refined to produce cellulose nanofibrils at different 
fineness levels ranging from 50 to 100%, and the 
resulting aqueous suspensions of cellulose nanofi-
brils were spray dried. The spray drying experiments 
were carried out to examine different processing 
conditions for the different CNF feedstock types and 
fines level at various suspension concentrations to 
produce dry samples with free-flowing powder mor-
phologies. The fineness levels and solids contents of 
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Introduction

Conventionally, hardwoods and softwoods are 
the feedstocks for bleached kraft pulp (BKP) or 
unbleached kraft pulp (UKP) production through 
pulping and refining processes, and those pulps are 
widely used in the paper industry (Bajpai et al. 1992; 
Sixta et  al. 2006). BKP is produced by removing 
lignin and extractives from UKP using a bleaching 
agent (Hans 2006; Jin et al. 2022). UKP is the virgin 
pulp that has not undergone the bleaching process, is 
cheaper than BKP, and is widely used in filter papers, 
hygiene papers, cardboard boxes, etc. (Hubbe et  al. 
2003; Pei et al. 2013). After a cardboard box is used 
and becomes waste, it can be classified as an old cor-
rugated container (OCC) which can be recycled for 
other applications (Ryu et al. 2001; Jahan et al. 2016; 
Chibani et  al. 2016). OCC is approximately 75% 
cheaper than BKP. As the use of delivery services 
with packaging increases, recyclable OCC is increas-
ingly valued as a feedstock for eco-friendly materials 
(Ruamsook and Thomchick 2015; Copenhaver et  al. 
2021). OCC is commonly recycled as a raw material 
for cardboard boxes. OCC fibers tend to become stiff 
and rigid through repeated recycling processes known 
as “hornification”, leading to the application of OCC 
in the middle layer of various paper or box board 
products (Diniz et al. 2004; Lin et al. 2020; Sangta-
rashani et al 2020).

BKP, UKP, and OCC are good feedstock sources 
for manufacturing cellulose nanofibrils (CNFs) via 
mechanical treatment (Yousefhashemi et  al. 2019; 
Kargupta et  al. 2021). The delivered physical shear 
forces for breaking down the cellulose fibers lead to 
an increase in the number of hydroxyl groups with an 
increased specific surface area. (Habibi et  al. 2010; 
Charreau et  al. 2013; Abdul et  al. 2014). Thus, a 
porous network with strong fibril-fibril interaction is 
formed, which are utilized in pulp and paper, and also 
in lithium-ion separation media, aerogels, coatings, 
and polymer nanocomposites (Dufresne and Bel-
gacem 2013; Oksman et al. 2016; Desmaisons et al. 
2017; Gou et al. 2021). In particular, the thermal-disk 
refiner enables mass production of CNFs using only 
water as a production medium, and the utilization of 
thermal processes involving steam reduces the energy 
consumption required to produce CNFs (Chen et  al. 
2019). Furthermore, alkaline, oxidation, and enzyme 
pretreatments that are used prior to mechanical 

treatments to reduce the energy consumption for dis-
integrating pulp fibers to cellulose nanofibrils have 
been reported (Dufresne et  al. 1997; Paakko et  al. 
2007; Osong et al. 2016).

Commonly, CNFs produced through mechanical 
treatment are in an aqueous suspension that can be 
subject to bacterial contamination and high shipping 
costs (Eyholzer et al. 2010). In addition, to properly 
utilizing CNFs in various applications, proper drying 
methods should be developed for the targeted indus-
tries (Pakowski et al. 2007, Gardner et al. 2008). For 
decades, researchers have explored the use of bio-fill-
ers derived from both woody and non-woody mate-
rials as reinforcing fillers in thermoplastic matrices. 
The excellent distribution and dispersion of fillers 
within thermoplastic matrices are crucial for enhanc-
ing plastic properties. Wood flour has often been pre-
ferred filler for polymer matrix composites (PMCs) in 
the production of wood-plastic composites (WPCs) 
(Ashori et al. 2013; Mirmehdi et al. 2014). CNFs can 
be a viable alternative to wood flour attributable to its 
shorter fibril lengths and narrower fiber widths with 
high specific surface area (SSA), provided the CNFs 
undergo appropriate drying techniques. According to 
Peng et al. (2016), the tensile strength, tensile MOE, 
flexural strength, and flexural MOE increased by up 
to 11%, 36%, 7%, and 21%, respectively, compared 
to the neat polypropylene, after adding the 6 wt.% of 
spray-dried CNF powders and 2 wt.% of MAPP into 
the PP matrix. Peng used a lab scale-two fluid nozzle 
referred as to mini-spray dryer (Buchi B290 labora-
tory spray dryer New Castle, DE, USA) to dry CNF 
suspensions. Common methods to dry CNF suspen-
sions include air-drying, oven-drying, freeze-drying, 
and supercritical drying (Eyholzer et  al. 2010; Peng 
et al. 2012a, b; Peng et al. 2013; Gardner et al. 2013). 
The advantages of air- and oven-drying techniques 
are their scalability and low cost. However, these 
two drying techniques are not suitable for applica-
tion CNFs into PMCs as a reinforcing filler due to 
the bulky materials formed, which have the larg-
est agglomerates among all drying methods. Addi-
tionally, the freeze- and supercritical- drying can 
produce CNFs with nano-dimensions. However, 
agglomeration of CNFs during freeze-drying pre-
sents a challenge if freeze dried CNFs are applied 
in PMCs. Moreover, freeze-drying has a relatively 
higher cost compared to oven- and spray- drying due 
to its extended dehydration times (Fan et al. 2019). A 
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disadvantage of drying CNFs via supercritical drying 
is the most expensive among all drying techniques 
and is not practical for scaling up (Peng et al. 2012b; 
Posada et al. 2020).

Spray-drying (SD) including different atomizing 
techniques such as a rotary disk atomizer, two-fluid 
nozzle, and ultrasonic atomizer is an excellent dry-
ing technology for producing dry powders from liquid 
suspensions (Huang et  al. 2006; Kemp et  al. 2016; 
Arpagaus et  al. 2017). Spray drying is fast, simple, 
and scalable, so it is used in various industries includ-
ing the pharmaceutical, food, and chemical manufac-
turing (Zhou et al. 2006; Gallardo et al. 2013; Sosnik 
and Seremeta 2015). Furthermore, spray-dried CNF 
(SDCNF) has been reported to have higher thermal 
stability and superior crystallinity index than fibers 
dried via other drying methods including air-drying, 
oven-drying, freeze-drying, and supercritical-drying 
(Eyholzer et al. 2010; Peng et al. 2012a, b; Peng et al. 
2013; Gardner et al. 2013). Among the different tech-
niques of spray-drying, the pilot scale-rotary disk 
atomizer has many advantages such as large capacity 
and drying efficiency at lower pressures and less feed 
blockage (Huang and Mujumdar 2008). In brief, the 
feedstock in liquid suspension and hot air are trans-
ported into the atomizer by a feed pump and hot air 
blower, respectively, then the centrifugal energy from 
rotation of the spinning disk atomizer and hot air are 
delivered to the feedstock. After the disintegration of 
liquid film into the formation of droplets, the droplets 
are evaporated creating dry particles. The resulting 
particles collide with the surface of the cyclone, lead-
ing to a loss of kinetic energy and causing the par-
ticles to fall into the collector (Teunou and Poncelet 
2005; Woo et al. 2007; Chegini et al. 2012).

In this study, mass production of CNF powders 
was accomplished using a pilot-scale rotary disk 
atomizer. Different feedstock sources including BKP, 
UKP, and OCC were explored to manufacture the 
spray dried powders. Furthermore, different fibril-
lation levels denoted here by “fines percent” and 
variable solids contents of CNF suspensions were 
adjusted to reduce the energy consumption of the 
thermo-mechanical refiner and the pilot scale-rotary 
atomizer, respectively. The important factors, such as 
fines levels and solids contents of the CNF suspen-
sions were assessed for their impacts on the resulting 
powder morphological properties, size distributions, 
and production yield.

Materials and methods

Cellulose sources

Three cellulose sources were utilized including: 
bleached softwood Kraft pulp (BSKP), unbleached 
softwood Kraft pulp (USKP) and old corrugated 
cardboard pulp (OCC). The cellulose nanofibril 
samples were obtained from the Product Devel-
opment Center (PDC) at the University of Maine 
(Orono, Maine, USA) as suspensions at 3 wt.% sol-
ids content (US Patent, US 20170073893A1), which 
were then diluted to various solids contents (1.0 to 
1.8 wt.%) for spray drying experiments. Each cel-
lulose feedstock was supplied at three different 
fines levels (80%, 90%, and 100%) which represent 
the degree of fibrillation in the process of thermo-
mechanical defibrillation of the sample pulp. The 
fines content (level) of CNF suspensions was 
reported based on the percentage of under 200 μm 
length fibers in the total amount of fibers. The fines 
content was measured via the MorFi Fiber Ana-
lyzer (TechPap, France), and the measurement was 
made using two cameras that measure the fibers in 
a 50-µm-wide chamber and then deliver the data to 
the software. The CNF suspensions produced at less 
than 80% fines level could not be spray dried into 
a powder form attributed to larger particle size dis-
tributions in the suspensions and difficulties in the 
drying process such as clogging of atomizer holes. 
Figure  1 shows the UMaine’s thermo-mechanical 
refiner.

Fig. 1  UMaine thermo-mechanical refiner at process develop-
ment center (PDC)
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Spray drying

The drying conditions for all samples were inlet tem-
perature of 240 ℃, outlet temperature of 125 ℃, bag 
house temperature of 118 ℃, air fan speed of 85%, 
heater capacity of 54%, pump capacity of 50%, and 
the disk spinning speed of 30,000  rpm. Figure  2 
shows the UMaine’s pilot-scale spray dryer, while 
Table 1 lists the spray drying conditions used in this 
study.

Sizes and morphological properties of the powder 
samples

The morphological properties of the CNF powders 
were measured via a Hitachi Tabletop Microscope 
SEM TM 2000 (Hitachi High-Technologies Corpo-
ration, Japan). SDCNF powders were placed on the 
SEM stub covered with carbon tape using a lab scoop. 
Air flow was then used to secure minor particles to 
the carbon tape. The set accelerating voltage was 
changed automatically between 5 and 15 kV. The par-
ticle size distribution was measured via a Mastersizer 
2000 (Malvern, United Kingdom). 1  g of SDCNF 
powders were placed on the tray in the Scirocco 2000 
attachment (Malvern, United Kingdom), and the pow-
ders analyzed with a particle refractive index of 1.53 
(Liu and Smalyukh 2017).

Results and discussion

Production feasibility and yields

Table  2 shows the production feasibility of all CNF 
samples at different processing conditions. The effect 
of solids content is distinct on the production yields 
and morphological properties as determined by scan-
ning electron microscopy (SEM). To calculate the 
production yield of the spray-dried CNF, the meas-
ured final weight of the spray-dried CNF was divided 
by the weight of the dried pulp input into the CNF 
suspensions, followed by multiplication by 100. The 
equation is as follows.

*Yield (%): Production yield of the spray-dried 
CNF powders as a percentage. *Weight of SDCNFs: 
Final measured weight of powders after spray-drying. 
*Weight of the dried pulp input: Weight of the dried 
pulp that was used to prepare the CNF suspensions.

The higher solids contents caused a decrease in 
the production yields of the CNF samples (Figs. 3, 
4). The solids contents of 1.3 wt.% and 1.5 wt.% 
showed similar production yields, which implies 
that the production efficiency is not degraded with 

Production yield (% ):
Weight of SDCNFs

Weight of dried pulp input
× 100

Fig. 2  UMaine pilot-scale 
spray dryer

Table 1  Conditions of spray drying for cellulose nanofibrils

Inlet Temp, ℃ Outlet Temp, ℃ Bag house Temp, ℃ Spinning disk, RPM Feeding rate, Kg/hr Air speed, %

Conditions 240 125 118 30,000 17 85
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increasing the solids contents up to 1.5 wt.%. It is 
very valuable to report the maximum solids con-
tents without a loss in production yield in terms 
of economical CNF powder production. Figure  5 
shows the production yields of bleached CNFs, 
unbleached CNFs, and OCCs dried by spray drying 
at different fines levels (90% and 100%). The higher 
fines levels, which represents exposure of CNFs to 
a longer disk refining process, resulted in shorter 
fiber lengths of the dried samples, and tended to 
increase the production yield for all cellulose feed-
stocks. The fiber length in CNF suspensions were 
measured by a MorFi Compact (Techpap, Greno-
ble, France) at 0.005 wt.% (Kelly et al. 2021). The 

average fiber length of 80% fines level of bleached 
CNFs was about 405  μm, and the length was 
reduced by 25% and 31% after refining up to fines 
level of 90% and fines 100%, respectively. Although 
the changes in the production yields were minor for 
all cellulose feedstocks, the increasing yield trend 
was clearly observed. The shorter fibrils under aver-
age 350 μm of fiber lengths in suspension appear to 
be beneficial for improved production yields during 
the CNF spray drying process (Kelly et  al. 2021). 
The longer fibril length in lower fines level of CNF 
suspensions and high solid contents, increases fiber 
entanglement. This leads to an increase in the solu-
tion’s resistance to flow, resulting in the increased 
viscosity of CNF suspensions. The high viscos-
ity can be a critical factor to hinder correct drop-
lets formation. Figure  3a shows an example of the 
clumps of CNF powder produced after spray dry-
ing. Formation of these large clumps can be attrib-
uted to a lowered drying efficiency driven from less 
fibrillation and very high solids contents of the sus-
pension. The high fibril length and solids content in 
suspension leads to clogging of the atomizer nozzle 
and agglomeration of particles (Peng et  al. 2013). 
In contrast, individual fine particles can be formed 
with high production yields at appropriate fines lev-
els and solids contents (Fig. 3b). The droplets begin 

Table 2  Production 
yields and processability 
of all samples of cellulose 
nanofibrils in spray drying

Resources Fine level, % Solids con-
tents, %

Yield, % Production quality

Bleached CNF 80 1.0 54 Good
Bleached CNF 80 1.3 53 Poor (high viscosity/plugging)
Bleached CNF 90 1.0 76 Good
Bleached CNF 90 1.3 70 Good
Bleached CNF 90 1.5 70 Good
Bleached CNF 90 1.8 55 Poor (high viscosity/plugging)
Bleached CNF 100 0.5 73 Good
Bleached CNF 100 1.0 85 Good
Bleached CNF 100 1.3 68 Good
Bleached CNF 100 1.5 69 Good
Bleached CNF 100 1.8 61 Fair & poor
Bleached CNF 100 2.0 61 Poor (plugging)
Unbleached CNF 90 1.0 73 Good
Unbleached CNF 100 1.0 83 Good
OCC 90 1.0 80 Good
OCC 90 1.5 - -
OCC 100 1.0 82 Good

Fig. 3  Pictures of quality example of CNF powders a poor, b 
good
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to evaporate rapidly in the drying chamber, achiev-
ing its maximum evaporation rate. This phase is 
referred to as the constant-rate drying period. Dur-
ing this phase, water from the interior of the droplet 
migrates to its surface, ensuring the surface remains 
saturated and allowing evaporation to continue at a 
consistent rate. When the rate of evaporation from 
the surface becomes faster than the rate at which 
water can migrate from inside the droplet to the 
surface, the constant-rate drying period is finished. 
The length of this period might depend on the water 
content of the droplet, the viscosity of the solution, 
and the temperature and humidity of the drying air. 

These factors affect the powder production feasibil-
ity and yields. At the critical moisture content fol-
lowing the constant-rate drying period, the droplet 
cannot maintain a saturated surface attributable to 
reduced moisture migration. The falling-rate dry-
ing period then begins. As the evaporation rate 
slows, the temperature of the droplet increases. The 
surface becomes unsaturated, and the evaporation 
rate decreases. A solid crust surrounds the droplet, 
and subsequent moisture removal is governed by 
this crust’s permeability (Lukasiewicz et  al. 1989; 
Parikh et al. 2005).

Fig. 4  Production yields 
of spray-dried cellulose 
nanofibrils with different 
solids contents

Fig. 5  Production yields 
of spray-dried cellulose 
nanofibrils from different 
feedstock sources
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Suggestions on the best cellulose feedstock 
sources and optimal drying conditions.

Figure  6 shows the change of the production 
yield with solids content and fines level of the cel-
lulose suspensions. It is noted that there are optimal 
combinations of these two variables that lead to the 
best production yields. A balancing between solids 
content and fines level is required for the optimum 
production of spray-dried CNF powder. The pro-
duction of final powders increases with the higher 
solid content of CNFs, and the manufacturing cost 
for powder production decreases when the energy 
consumption of refining is reduced to produce CNF 
suspensions. It was determined that the solids con-
tent of 1.5 wt.% and 90% fines level of CNF sus-
pensions would be the most preferred conditions in 
terms of drying quality and production efficiency 
in this research. All drying conditions remained 
unchanged, while solids contents and fines levels 
of CNF suspensions were changed. It is worth not-
ing that the high quality of the produced powder 
was determined by the particles being individually 
dried, evidenced by the absence of fiber clumps in 
the collected powders. The interactions between the 
solids content and fines level must be considered 
for better estimation of the production yields. Fur-
thermore, the energy consumption that is required 
to reach the targeted CNF fibrillation level through 
the disk refiner can be potentially reduced using 
OCC pulp that has already undergone a refining 
process at least once. Figure 7 shows a comparison 

of the energy consumptions of converting BSKP, 
USKP, and OCC pulps into CNFs at up to 90% fines 
level through a disk refiner. The energy consump-
tion for refining USKP and OCC was measured to 
be less than  20% and 50%, respectively, compared 
to that of BSKP. According to Kelly et  al. (2021), 
the refinement energy consumption targeting 80% 
fines level of BSKP and OCC were 1630 and 1140 
kWh hr/MT, respectively, which shows that the 
energy consumption for refining OCC was signifi-
cantly lower than that of BSKP. Moreover, the gap 
of energy consumption targeting 90% fines level 
between BSKP and OCC becomes greater (3378 vs. 
1945 kWh hr/MT, respectively), and the difference 
increased even more at the 100% fines level of the 
two pulps.

Fig. 6  Production yields of 
cellulose nanofibrils with 
different fines levels and 
solids contents of the sus-
pensions dried by UMaine’s 
pilot spray dryer

Fig. 7  Refinement energy consumption targeting 90% fines 
level for BSKP, USKP, and OCC
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CED (circular equivalent diameter) of spray 
dried cellulose nanofibril powders.

Figure  8 shows the mean CED of CNF particles 
produced using three different feedstocks (BSKP, 
USKP, and OCC). The CEDs given in the chart are 
the arithmetical mean values of the particle samples, 
based on surface area [D3,2] of the samples. This is 
also referred to as Sauter’s mean diameter, defined by 
(Linsinger et al. 2019; Bellino et al. 2001):

*di: Mean diameter of class i. *Pi: Relative volume 
probability of class i.

At the highest fines level, the CED of the bleached 
SDCNF is smaller than that of the unbleached and 
OCC SDCNFs. It appears that the further fibrillation 
(high fine levels) reduces total length and width of 
pulp fibers, leading to the smaller particle sizes dur-
ing the spray drying process. The unbleached and 
OCC pulps contain much thicker fibers about 40% 
compared to that of bleached pulps even at the high-
est fines levels attributable to less fibrillation effi-
ciency (Kelly et  al. 2021). The fiber bundles should 
be separated into individual fibers appropriately after 

d3.2 =
1

∑

i

pi

di

=
6

specif icarea

refinement but the lignin and hemicellulose in pulps 
can act as binding agents "cement" between fibers 
resulting in the reduction of refining efficiency. Fur-
thermore, lignin can lead to rigid and brittle fibers if 
lignin content is too high in pulps. USKP and OCC 
pulps had not undergone a bleaching process, thus 
they contain a relatively higher amount of the lignin 
than that of BSKP resulting in reduced disk refin-
ing efficiency (Yook et  al. 2020; Copenhaver et  al. 
2021). Figures 9 and 10 show the different size dis-
tributions of samples from different feedstocks and 
fines levels. The difference in size distribution is very 
minor between the fines levels of 100% and 90% in 
the bleached SDCNFs, while unbleached and OCC 
SDCNFs showed different size distributions (Fig. 9). 
It can be noted from Fig.  11, the degree of fibrilla-
tion between the fines levels of 100% and 90% does 
not affect the final sizes of CNF fine powder (SDC-
NFs) samples via the spray drying process. Even for 
the bleached SDCNFs, the fines level of 80% showed 
significant increase in the sizes of the particle distri-
bution curves (Fig. 11). The size distributions of all 
samples are well matched with the images of scan-
ning electron microscopy (SEM) (Figs.  12 and 13). 
In the unbleached and OCC SDCNFs, considerable 
amounts of fibrous material and fiber fragments were 

Fig. 8  CED means of 
CNF made of bleached, 
unbleached, and OCC pulps
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observed (Fig. 12). While lower fines level SDCNFs 
showed greater portions of fibers and fragments in 
general, the bleached SDCNFs looks very uniform in 
terms of particle sizes and shapes (Fig.  13). In par-
ticular, OCC SDCNF appeared to have a wider size 
distribution than bleached and unbleached SDCNFs, 
and this is likely attributable to lower density of indi-
vidual OCC particles, and the small zeta potential 
of OCC (Copenhaver et al. 2021; Kelly et al. 2021). 
OCC CNF containing low amounts of hydroxyl 
groups on larger fibers that induces a weaker hydro-
gen bonding may become larger individual particles 
after spray drying, and a low zeta potential value in 
OCC may not prevent particle flocculation. In con-
trast, BSKP and USKP fibers, which contain a higher 
amount of hydroxyl groups, can be tightly aggregated 
with each other to form high-density particles, and a 
larger negative zeta potential of the BSKP and USKP 
particles tend to repel each other (Cellard et al. 2007).

Fig. 9  Particle size distributions of bleached, unbleached, and OCC cellulose nanofibrils with different fine levels (90% and 100%)

Fig. 10  Comparisons of 
particle size distributions of 
different feedstock of cel-
lulose samples

Fig. 11  Comparisons of particle size distributions of bleached 
cellulose nanofibrils with different fines levels
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Effect of solids content on size distribution of CNFs

Figure  14 shows the size variation among the 
bleached CNF samples at different solids contents 
(1.0—1.8 wt.%) that is the net weight percentage 
of cellulose fibers in their liquid suspensions. The 
original solids content of the cellulose suspension 
directly from the refiner is 3.3 wt.%. The higher the 
solids content, the larger the mean CED of the CNF 
fine powder samples. The higher solids content of 
the CNF suspensions provides more CNF fibers per 
unit volume of the water droplets created during the 

spray drying process, resulting in larger agglomer-
ates of CNF fibers (Fig.  15). The CNF solids con-
tents of 1.3, 1.5, and 1.8 wt.% didn’t show a signifi-
cant variation in their powder size distributions. At 
the same time, the production yield was 70% at 1.3 
and 1.5 wt.% solids contents but the production yield 
dropped to 55% after an increase in solids content 
to 1.8 wt.%. Therefore, a solids content around 1.5 
wt.% is preferable for successful production with bet-
ter economic benefits, such as lower manufacturing 
costs. Figure 14 also shows the effect of fines levels 
on the size distributions of bleached CNF samples. 

Fig. 12  SEM micrographs of CNF samples from different feedstocks

Fig. 13  SEM micrographs of bleached CNF sample from different fine levels
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No difference between 100 and 90% fines level sam-
ples was observed, while the fines level of 80% led 
to a much larger CED. Thus, setting the fibrillation 
level to 90% fines is also preferable for a successful 
production with saving some energy during the fibril-
lation process. Figure 16 shows the size distributions 
of bleached CNF samples at different suspension sol-
ids contents before spray drying. No significant dif-
ference was observed among 1.3, 1.5, and even 1.8 
wt.%, except the one at 1.0 wt.%. Even though the 
bleached CNF with the lowest solids content of 1.0 
wt.% shows the smallest mean CED value, the mean 
CEDs of 1.3 and 1.5 wt.% are smaller than other com-
mercial cellulose powder products (e.g., microcrys-
talline cellulose (MCC)). The SEM images of the 
bleached CNF samples show similar particle sizes in 
all samples with different solid contents, except the 
sample with the 1.8 wt.% solids content (Fig.  17). 
Formation of larger fibrillar fragments were observed 
in the SEM images of 1.8 wt.% solids content samples 
compared to that of lower solids contents. This result 

Fig. 14  Mean CED of 
bleached cellulose nanofi-
brils with different solids 
content and fines levels

Fig. 15  Schematic of dif-
ferent size particles formed 
depending on the amount of 
nanofibrils in a droplet

Fig. 16  Comparisons of particle size distributions of bleached 
cellulose nanofibrils with different solids contents
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may be mainly caused by the relatively high viscosity 
of 1.8 wt.% solids content (Patel et al. 2009). In the 
spray drying process, centrifugal forces cause the liq-
uid sheet to break up into ligaments. As atomization 
continues, these ligaments further disintegrate into 
droplets. The high viscosity and surface tension of the 
solution increase the inertia of the ligaments, thereby 
delaying their disintegration. This delay often results 
in the formation of larger droplets. As a result, the 
larger droplets encapsulate a greater amount of CNF 
fragments (Dafsari et al. 2019).

Conclusions

The conclusions based on the findings of this experi-
mental work, are summarized below;

1. The efficiency of CNF production via spray dry-
ing can be improved by increasing the solids 
content of the CNF suspensions from 1.0 to 1.5 
wt.%.

2. The fines level of the CNF suspension affects 
its production yield but not significantly. Energy 
savings can be expected from the fibrillation pro-
cess by targeting the 90% fines level rather than 
100%.

3. Spray drying of CNFs produced from different 
feedstocks resulted in different size distribution 
of dry CNF powder samples. CNFs produced 
from bleached feedstock resulted in the smallest 

particle sizes of dry powder with more uniform 
size distribution.

4. Fines levels and solids content of the CNF sus-
pensions significantly affected the final size dis-
tributions of the dried CNF powders. Higher fines 
levels resulted in smaller CNF particles, while 
the higher solids content led to the opposite. The 
solids contents, ranging from 1.3 to 1.5 wt.%, of 
CNF suspensions showed excellent potential for 
better economic viability in terms of manufactur-
ing and achieving smaller CNF particle sizes.

If it is confirmed that the reinforcing effects of 
these CNF samples are not inferior to the ones with 
the smallest CED, the higher solids content CNF sus-
pensions can contribute significantly to higher pro-
duction efficiency, leading to lower manufacturing 
costs.

This experimental work suggests valuable infor-
mation regarding the optimization of the spray drying 
process for manufacturing dried CNF particles.

Acknowledgments This material is based upon work sup-
ported by the US Department of Energy (DOE), Office of 
Energy Efficiency and Renewable Energy, Advanced Materi-
als and Manufacturing Office under CPS Agreement 35863, 
and Manufacturing Renew3D Oak Ridge National Labora-
tory/University of Maine Hub & Spoke Program team. The 
authors thank Chris West and Justin Crouse at the University of 
Maine for preparing SDCNFs and training for analysis equip-
ment. Thanks to the University of Maine Process Development 
Center (PDC) for producing the CNF suspensions used in this 
study.

Fig. 17  SEM micrographs of bleached cellulose nanofibrils with different solids contents



275Cellulose (2024) 31:263–277 

1 3
Vol.: (0123456789)

Author’s contributions SH, YH, DJG wrote the main manu-
script text. CCW, SO, HT reviewed and commented on the 
manuscript.

Funding US Department of Energy (DOE), Office of Energy 
Efficiency and Renewable Energy, Advanced Materials and 
Manufacturing Office under CPS Agreement 35863.

Availability of data and materials All of the material is 
owned by the authors and/or no permissions are required.

Declarations 

Competing interests I declare that the authors have no com-
peting interests.

Ethics approval and consent to participate Permission to 
publish is provided by the University of Maine and the research 
sponsor the US Department of Energy.

Consent for publication All authors have agreed to publish.

Open Access This article is licensed under a Creative Com-
mons Attribution 4.0 International License, which permits 
use, sharing, adaptation, distribution and reproduction in any 
medium or format, as long as you give appropriate credit to the 
original author(s) and the source, provide a link to the Crea-
tive Commons licence, and indicate if changes were made. The 
images or other third party material in this article are included 
in the article’s Creative Commons licence, unless indicated 
otherwise in a credit line to the material. If material is not 
included in the article’s Creative Commons licence and your 
intended use is not permitted by statutory regulation or exceeds 
the permitted use, you will need to obtain permission directly 
from the copyright holder. To view a copy of this licence, visit 
http://creativecommons.org/licenses/by/4.0/.

References

Abdul KHPS, Davoudpour Y, Islam MN, Mustapha A, Sudesh 
K, Dungani R, Jawaid M (2014) Production and modifica-
tion of nanofibrillated cellulose using various mechanical 
processes. Carbohydr Polym 99:649–665. https:// doi. org/ 
10. 1016/j. carbp ol. 2013. 08. 069

Arpagaus C, John P, Collenberg A, David R (2017) Nano-
capsules formation by nano spray drying. In: Jafari SM 
(ed) Nanoencapsulation technologies for the food and 
nutraceutical industries, Elsevier, Amsterdam, 346–401. 
https:// doi. org/ 10. 1016/ B978-0- 12- 809436- 5. 00010-0

Ashori A, Behzad HM, Tarmian A (2013) Effects of chemical 
preservative treatments on durability of wood flour/HDPE 
composites. Composites Part B 47:303–313. https:// doi. 
org/ 10. 1016/j. compo sitesb. 2012. 11. 022

Bajpai P, Bajpai PK (1992) Biobleaching of kraft pulp. Pro-
cess Biochem 27:319–325. https:// doi. org/ 10. 1016/ 0032- 
9592(92) 87009-6

Bellino I, Bergougnoux L, Ripault JM, Firpo JL (2001) Parti-
cle size effects on an optical fiber sensor response. Pow-
der Technol 115:68–74. https:// doi. org/ 10. 1016/ S0032- 
5910(00) 00278-3

Bilodeau MA, Paradis MA (2017) High efficiency production 
of nanofibrillated cellulose. United States Patent Applica-
tion Publication, Pub. No.: US 2017/0073893 A1. https:// 
paten ts. google. com/ patent/ WO201 51717 14A1/ en

Cellard A, Zenati R, Garnier V, Fantozzi G, Baret G (2007) 
Optimization of chrominum oxide nanopowders disper-
sion for spray-drying. J Eur Ceram Soc 27:1017–1021. 
https:// doi. org/ 10. 1016/j. jeurc erams oc. 2006. 04. 132

Charreau H, Foresti M, Vazquez A (2013) Nanocellulose pat-
ents trends: A comprehensive review on patents on cellu-
lose nanocrystals, microfibrillated and bacterial cellulose. 
Recent Pat Nanotechnol 7:56–80. https:// doi. org/ 10. 2174/ 
18722 10138 04484 854

Chegini GR, Bashiri B, Mesbahi MH (2012) Comparison of 
pumped air characteristics from a rotary atomizer with 
three types of wheels. Exp Tech 36:63–68. https:// doi. 
org/ 10. 1111/j. 1747- 1567. 2010. 00699.x

Chen J, Adjalle K, Barnabe S, Perrier M, Paris J (2019) 
Mechanical and thermal pretreatment process for 
increasing sugar production from woody biomass 
via enzymatic hydrolysis. Waste Biomass Val-
orization 10:2057–2065. https:// doi. org/ 10. 1007/ 
s12649- 018- 0217-x

Chibani N, Djidjelli H, Dufresne A, Boukerrou A, Nedjma 
S (2016) Study of effect of old corrugated cardboard in 
properties of polypropylene composites: study of mechan-
ical properties, thermal behavior, and morphological 
properties. J Vinyl Additive Technol. https:// doi. org/ 10. 
1002/ vnl. 21437

Copenhaver K, Li K, Lamm ME, Wlaker C, Johnson D, Han 
Y, Wang L, Zhao X, Pu Y, Hinton H, Tekinalp H, Bhagia 
S, Ragauskas AJ, Gardner DJ, Ozcan S (2021) Recycled 
cardboard containers as a low energy source for cellulose 
nanofibrils and their use in poly(L-lactide). ACS Sustain-
able Chem 9:13460–13470. https:// doi. org/ 10. 1021/ acssu 
schem eng. 1c038 90

Dafsari RA, Lee HJ, Han J, Park DC, Lee JK (2019) Viscosity 
effect on the pressure swirl atomization of an alternative 
aviation fuel. Fuel 240:179–191. https:// doi. org/ 10. 1016/j. 
fuel. 2018. 11. 132

Desmaisons J, Boutonneta E, Rueffa M, Dufresne A, Bras J 
(2017) A new quality index for benchmarking of differ-
ent cellulose nanofibrils. Carbohyd Polym 174:318–329. 
https:// doi. org/ 10. 1016/j. carbp ol. 2017. 06. 032

Diniz JMBF, Gil MH, Castro JAAM (2004) Hornification-its 
origin and interpretation in wood pulps. Wood Sci Technol 
37:489–494. https:// doi. org/ 10. 1007/ s00226- 003- 0216-2

Dufresne A, Belgacem MN (2013) Cellulose-reinforced com-
posites from micro to nanoscale. Polimeros 23(3):277–
286. https:// doi. org/ 10. 4322/ polim eros. 2010. 01. 001

Dufresne A, Cavaille JY, Vignon MR (1997) Mechanical 
behavior of sheets prepared from sugar beet cellulose 
microfibrils. Wiley, New York

Eyholzer C, Bordeanu N, Lopez SF, Rentsch D, Zimmer-
mann T, Oksman K (2010) Preparation and characteri-
zation of water-redispersible nanofibrillated cellulose 

http://creativecommons.org/licenses/by/4.0/
https://doi.org/10.1016/j.carbpol.2013.08.069
https://doi.org/10.1016/j.carbpol.2013.08.069
https://doi.org/10.1016/B978-0-12-809436-5.00010-0
https://doi.org/10.1016/j.compositesb.2012.11.022
https://doi.org/10.1016/j.compositesb.2012.11.022
https://doi.org/10.1016/0032-9592(92)87009-6
https://doi.org/10.1016/0032-9592(92)87009-6
https://doi.org/10.1016/S0032-5910(00)00278-3
https://doi.org/10.1016/S0032-5910(00)00278-3
https://patents.google.com/patent/WO2015171714A1/en
https://patents.google.com/patent/WO2015171714A1/en
https://doi.org/10.1016/j.jeurceramsoc.2006.04.132
https://doi.org/10.2174/187221013804484854
https://doi.org/10.2174/187221013804484854
https://doi.org/10.1111/j.1747-1567.2010.00699.x
https://doi.org/10.1111/j.1747-1567.2010.00699.x
https://doi.org/10.1007/s12649-018-0217-x
https://doi.org/10.1007/s12649-018-0217-x
https://doi.org/10.1002/vnl.21437
https://doi.org/10.1002/vnl.21437
https://doi.org/10.1021/acssuschemeng.1c03890
https://doi.org/10.1021/acssuschemeng.1c03890
https://doi.org/10.1016/j.fuel.2018.11.132
https://doi.org/10.1016/j.fuel.2018.11.132
https://doi.org/10.1016/j.carbpol.2017.06.032
https://doi.org/10.1007/s00226-003-0216-2
https://doi.org/10.4322/polimeros.2010.01.001


276 Cellulose (2024) 31:263–277

1 3
Vol:. (1234567890)

in powder form. Cellulose 17:19–30. https:// doi. org/ 10. 
1007/ s10570- 009- 9372-3

Fan K, Zhang M, Mujumdar AS (2019) Recent developments 
in high efficient freeze-drying of fruits and vegetables 
assisted by microwave: a review. Crit Rev Food Sci Nutr 
59(8):1357–1366. https:// doi. org/ 10. 1080/ 10408 398. 
2017. 14206 24

Gallardo G, Guida L, Martinez V, Lopez MC, Bernhardt D, 
Blasco R, Pedroza IR, Hermida LG (2013) Microencap-
sulation of linseed oil by spray drying for functional food 
application. Food Res Int 52:473–482. https:// doi. org/ 10. 
1016/j. foodr es. 2013. 01. 020

Gardner DJ, Oporto GS, Mills R, Samir MASA (2008) Adhe-
sion and surface issue in cellulose and nanocellulose. J 
Adhes Sci Technol 22:545–567. https:// doi. org/ 10. 1163/ 
15685 6108X 295509

Gardner DJ, Han YS, Peng Y (2013) Method for drying cellu-
lose nanofibrils. Patent publication number US8372320B2

Gou J, Liu W, Tang A (2021) A novel method to prepare a 
highly porous separator based on nanocellulose with 
multi-scale pore structures and its application for recharge-
able lithium ion batteries. J Membr Sci 639:119750. 
https:// doi. org/ 10. 1016/j. memsci. 2021. 119750

Habibi Y, Lucia LA, Rojas OJ (2010) Cellulose nanocrystals: 
chemistry, self-assembly, and application. Chem Rev 
110:3479–3500. https:// doi. org/ 10. 1021/ cr900 339w

Hans US (2006) Pulp bleaching today. ISBN 987–3–11–
02737–8. 261–273

Huang LX, Mujumdar AS (2008) The effect of rotary disk 
atomizer RPM on particle size distribution in a semi-
industrial spray dryer. Drying Technol 26:1319–1325. 
https:// doi. org/ 10. 1080/ 07373 93080 23309 38

Huang LX, Kumar K, Mujumdar AS (2006) A comparative 
study of a spray dryer with rotary disc atomizer and pres-
sure nozzle using computational fluid dynamic simula-
tions. Chem Eng Process 45:461–470. https:// doi. org/ 10. 
1016/j. cep. 2005. 11. 004

Hubbe MA, Venditti RA, Barbour RL, Zhang M (2003) 
Changes to unbleached kraft fibers due to drying and recy-
cling. Prog Paper Recycl 12(3):11–20

Jahan MS, Rahman MM, Sarkar AM (2016) Upgrading 
old corrugated cardboard (OCC) to dissolving pulp. 
Cellulose 23:2039–2047. https:// doi. org/ 10. 1007/ 
s10570- 016- 0894-1

Jin H, Kose R, Akada N, Okayama T (2022) Relationship 
between wettability of pulp fibers and tensile strength of 
paper during recycling. Sci Rep 12:1560. https:// doi. org/ 
10. 1038/ s41598- 022- 05514-2

Kargupta W, Seifert R, Martinez M, Olson J, Tanner J, Batch-
elor W (2021) Sustainable production process of mechani-
cally prepared nanocellulose from hardwood and soft-
wood; a comparative investigation of refining energy 
consumption at laboratory and pilot scale. Ind Crops 
Prod 171:113868. https:// doi. org/ 10. 1016/j. indcr op. 2021. 
113868

Kelly PV, Gardner DJ, Gramlich WM (2021) Optimizing lig-
nocellulosic nanofibril dimensions and morphology by 
mechanical refining for enhanced adhesion. Carbohyd 
Polym 273:118566. https:// doi. org/ 10. 1016/j. carbp ol. 
2021. 118566

Kemp IC, Hartwig T, Herdman R, Hamilton P, Bisten A, Ber-
mingham S (2016) Spray drying with a two-fluid nozzle 
to produce fine particles: atomization, scale-up, and mod-
eling. Drying Technol 34(10):1243–1252. https:// doi. org/ 
10. 1080/ 07373 937. 2015. 11037 48

Lin L, Yang J, Ni S, Wang X, Bian H, Dai H (2020) Resource 
utilization and ionization modification of waste starch 
from the recycling process of old corrugated cardboard 
paper. J Environ Manage 271:111031. https:// doi. org/ 10. 
1016/j. jenvm an. 2020. 111031

Linsinger TPJ, Gerganova T, Kestens V, Got JC (2019) Prep-
aration and characterisation of two polydisperse, non-
spherical materials as certified reference materials for 
particle size distribution by static image analysis and laser 
diffraction. Powder Technol 343:652–661. https:// doi. org/ 
10. 1016/j. powtec. 2018. 11. 073

Liu Q, Smalyukh I (2017) Liquid crystalline cellulose-based 
nematogels. Sci Adv 3(8):e1700981. https:// doi. org/ 10. 
1126/ sciadv. 17009 81

Lukasiewicz SJ (1989) Spray-drying ceramic powders. J Am 
Ceramic Soc 72(4):617–624. https:// doi. org/ 10. 1111/j. 
1151- 2916. 1989. tb061 84.x

Mirmehdi SM, Zeinaly F, Dabbagh F (2014) Date palm 
wood flour as filler of linear low-density polyethylene. 
Composit Part B 56:137–141. https:// doi. org/ 10. 1016/j. 
compo sitesb. 2013. 08. 008

Oksman K, Aitomäki Y, Mathew AP, Siqueira G, Zhou Q, 
Butylina S, Tanpichai S, Zhou X, Hooshmand S (2016) 
Review of the recent developments in cellulose nano-
composite processing. Compos A Appl Sci Manuf 83:2–
18. https:// doi. org/ 10. 1016/j. compo sitesa. 2015. 10. 041

Osong SH, Norgren S, Engstrand P (2016) Processing of 
wood-based microfibrillated cellulose and nanofibril-
lated cellulose, and application relating to papermaking: 
a review. Cellulose 23:93–123. https:// doi. org/ 10. 1007/ 
s10570- 015- 0798-5

Pääkkö M, Ankerfors M, Kosonen H, Nykänen A, Ahola S, 
Österberg M, Ruokolainen J, Laine J, Larsson PT, Ikkala 
O, Lindström T (2007) Enzymatic hydrolysis combined 
with mechanical shearing and high-pressure homog-
enization for nanoscale cellulose fibrils and strong gels. 
Biomacromol 8:1934–1941. https:// doi. org/ 10. 1021/ 
bm061 215p

Pakowski Z (2007) Modern methods of drying nanomateri-
als. Transp Porous Med 66:19–27. https:// doi. org/ 10. 
1007/ s11242- 006- 9019-x

Parikh DM (2005) Handbook of pharmaceutical granulation 
technology. Drugs and the pharmaceutical sciences 81. 
https:// api. taylo rfran cis. com/ v4/ conte nt/ books/ mono/ 
downl oad? ident ifier Name= isbn& ident ifier Value= 97804 
29103 612& type= previ ewpdf

Patel RP, Patel MP, Suthar AM (2009) Spray drying technol-
ogy: an overview. Indian J Sci Technol 2(10):44–47

Pei J, Zhang Y, Zhang F, Yu X, Yan X (2013) Enhanc-
ing antimicrobial activity in unbleached kraft pulp 
using laccase and phenolic compounds. BioResources 
8(1):515–529

Peng Y, Han YS, Gardner DJ (2012a) Spray-drying cellulose 
nanofibrils: effect of drying process parameters on par-
ticle morphology and size distribution. Wood Fiber Sci 
44(4):448–461

https://doi.org/10.1007/s10570-009-9372-3
https://doi.org/10.1007/s10570-009-9372-3
https://doi.org/10.1080/10408398.2017.1420624
https://doi.org/10.1080/10408398.2017.1420624
https://doi.org/10.1016/j.foodres.2013.01.020
https://doi.org/10.1016/j.foodres.2013.01.020
https://doi.org/10.1163/156856108X295509
https://doi.org/10.1163/156856108X295509
https://doi.org/10.1016/j.memsci.2021.119750
https://doi.org/10.1021/cr900339w
https://doi.org/10.1080/07373930802330938
https://doi.org/10.1016/j.cep.2005.11.004
https://doi.org/10.1016/j.cep.2005.11.004
https://doi.org/10.1007/s10570-016-0894-1
https://doi.org/10.1007/s10570-016-0894-1
https://doi.org/10.1038/s41598-022-05514-2
https://doi.org/10.1038/s41598-022-05514-2
https://doi.org/10.1016/j.indcrop.2021.113868
https://doi.org/10.1016/j.indcrop.2021.113868
https://doi.org/10.1016/j.carbpol.2021.118566
https://doi.org/10.1016/j.carbpol.2021.118566
https://doi.org/10.1080/07373937.2015.1103748
https://doi.org/10.1080/07373937.2015.1103748
https://doi.org/10.1016/j.jenvman.2020.111031
https://doi.org/10.1016/j.jenvman.2020.111031
https://doi.org/10.1016/j.powtec.2018.11.073
https://doi.org/10.1016/j.powtec.2018.11.073
https://doi.org/10.1126/sciadv.1700981
https://doi.org/10.1126/sciadv.1700981
https://doi.org/10.1111/j.1151-2916.1989.tb06184.x
https://doi.org/10.1111/j.1151-2916.1989.tb06184.x
https://doi.org/10.1016/j.compositesb.2013.08.008
https://doi.org/10.1016/j.compositesb.2013.08.008
https://doi.org/10.1016/j.compositesa.2015.10.041
https://doi.org/10.1007/s10570-015-0798-5
https://doi.org/10.1007/s10570-015-0798-5
https://doi.org/10.1021/bm061215p
https://doi.org/10.1021/bm061215p
https://doi.org/10.1007/s11242-006-9019-x
https://doi.org/10.1007/s11242-006-9019-x
https://api.taylorfrancis.com/v4/content/books/mono/download?identifierName=isbn&identifierValue=9780429103612&type=previewpdf
https://api.taylorfrancis.com/v4/content/books/mono/download?identifierName=isbn&identifierValue=9780429103612&type=previewpdf
https://api.taylorfrancis.com/v4/content/books/mono/download?identifierName=isbn&identifierValue=9780429103612&type=previewpdf


277Cellulose (2024) 31:263–277 

1 3
Vol.: (0123456789)

Peng Y, Han YS, Gardner DJ (2012b) Drying cellulose 
nanofibrils: in search of a suitable method. Cellulose 
19:91–102. https:// doi. org/ 10. 1007/ s10570- 011- 9630-z

Peng Y, Gardner DJ, Han YS, Kiziltas A, Cai Z, Tshabalala 
MA (2013) Influence of drying method on the material 
properties of nanocellulose I: thermostability and crys-
tallinity. Cellulose 20:2379–2392. https:// doi. org/ 10. 
1007/ s10570- 013- 0019-z

Peng Y, Gallegos SA, Gardner DJ, Han Y, Cai Z (2016) 
Maleic anhydride polypropylene modified cellulose 
nanofibril polypropylene nanocomposites with enhanced 
impact strength. Polym Compos 37(3):782–793. https:// 
doi. org/ 10. 1002/ pc. 23235

Posada P, Cock JV, Hoyos CG, Guerra AMS, Lyulin SV, 
Kenny JM, Ganan P, Castro C, Zuluaga R (2020) Drying 
and redispersion of plant cellulose nanofibers for indus-
trial applications: a review. Cellulose 27:10649–10670. 
https:// doi. org/ 10. 1007/ s10570- 020- 03348-7

Ruamsook K, Thomchick E (2015) Market opportunities for 
lignocellulosic biomass:analysis of the paperboard indus-
try in the united states. NEWBio

Ryu JY, Ji R, Shin JH (2001) Method for recycling of old cor-
rugated container using floatation and kneading treatment. 
United States Patent number US 6,290,811 B1

Sangtarashani SMH, Rahmaninia M, Behrooz B, Khosravani 
A (2020) Lignocellulosic hydrogel from recycled old cor-
rugated container resources using ionic liquid as a green 
solvent. J Environ Manage 270:110853. https:// doi. org/ 10. 
1016/j. jenvm an. 2020. 110853

Sixta H (2006) Handbook of pulp 2. Wiley, New York
Sosnik A, Seremeta KP (2015) Advantages and challenges of 

the spray-drying technology for the production of pure 

drug particles and drug-loaded polymeric carriers. Adv 
Coll Interface Sci 223:40–54. https:// doi. org/ 10. 1016/j. cis. 
2015. 05. 003

Teunou E, Poncelet D (2005) Rotary disc atomisation for 
microencapsulation applications-prediction of the particle 
trajectories. J Food Eng 71:345–353. https:// doi. org/ 10. 
1016/j. jfood eng. 2004. 10. 048

Woo MW, Daud WRW, Tasirin SM, Talib MZM (2007) Opti-
mization of the spray drying operating parameters-A quick 
trial-and-error method. Drying Technol 25:1741–1747. 
https:// doi. org/ 10. 1080/ 07373 93070 15910 93

Yook SY, Park HT, Park HJ, Lee SY, Kwon JY, Youn HJ (2020) 
Barrier coating with various types of cellulose nanofibrils 
and their barrier properties. Cellulose 27:4509–4523. 
https:// doi. org/ 10. 1007/ s10570- 020- 03061-5

Yousefhashemi SM, Khosravani A, Yousefi H (2019) Isolation 
of lignocellulose nanofiber from recycled old corrugated 
container and its interaction with cationic starch-nanosil-
ica combination to make paperboard. Cellulose 26:7207–
7221. https:// doi. org/ 10. 1007/ s10570- 019- 02562-2

Zhou X, Zhu Y, Gong Q, Liang J (2006) Preparation and prop-
erties of the powder SBR composites filled with CNT by 
spray drying process. Mater Lett 60:3769–3775. https:// 
doi. org/ 10. 1016/j. matlet. 2006. 03. 147

Publisher’s Note Springer Nature remains neutral with regard 
to jurisdictional claims in published maps and institutional 
affiliations.

https://doi.org/10.1007/s10570-011-9630-z
https://doi.org/10.1007/s10570-013-0019-z
https://doi.org/10.1007/s10570-013-0019-z
https://doi.org/10.1002/pc.23235
https://doi.org/10.1002/pc.23235
https://doi.org/10.1007/s10570-020-03348-7
https://doi.org/10.1016/j.jenvman.2020.110853
https://doi.org/10.1016/j.jenvman.2020.110853
https://doi.org/10.1016/j.cis.2015.05.003
https://doi.org/10.1016/j.cis.2015.05.003
https://doi.org/10.1016/j.jfoodeng.2004.10.048
https://doi.org/10.1016/j.jfoodeng.2004.10.048
https://doi.org/10.1080/07373930701591093
https://doi.org/10.1007/s10570-020-03061-5
https://doi.org/10.1007/s10570-019-02562-2
https://doi.org/10.1016/j.matlet.2006.03.147
https://doi.org/10.1016/j.matlet.2006.03.147

	Characterization of spray dried cellulose nanofibrils produced by a disk refining process at different fineness levels
	Abstract 
	Introduction
	Materials and methods
	Cellulose sources
	Spray drying
	Sizes and morphological properties of the powder samples

	Results and discussion
	Production feasibility and yields
	Effect of solids content on size distribution of CNFs

	Conclusions
	Acknowledgments 
	Anchor 13
	References




