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We developed a pulp-molded insulation cup whose structure is made of multiple layers of en-
closed foaming agent layer and high-density pulp layers outside. Typical futures of new de-
veloped cup are as follows,

1) Even for deep and steep cups with side wall angle of nearly 90 degree, it can be made up to a
smoother surface by pressing and drying process of pulp which is molded by using elastic core,
2) Due to its exhaustion routes leads to inside of the core. an excellent surface without any vent

holes remained can be obtained.
3) The insulation layer is formed by foaming agent, and it facilitates the flexible formation of in-
ner wall structure, such as stacking rib and so on.

Moreover, the improvement of tensile property of the pulp by controlling its water content re-
sulted in the control of curling dimension, and we successfully obtained a pulp-molded cup with a
curling opening portion for the first time.
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Fig. 1 Characteristics of Kao heat insulation cup
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Table 1 Comparison of Kao insulation cup and
other cups

Ka Expansion Paper cup Other
d polystyrene | Two layer }PE expansion | pulp mold

Heat insulstion]  57°C 50°C 57°C 64°C

Roughness of ) fo)
surface

©@ Coaung a A
1~2um Ium 08um; 6um Sum

-2
Strength for
holding 800gf 400gf 450gf 450gf

Strength for
compression

>25kgf | >25kgf | >25kgf | > 25kgf

*3
Moisture Tg/'mi-24h |04g/m-24h | 20g/m?*-24h | 9g/m?-24h
bamer PE Fim

Woight 21g 8g 22g 15g

* | Heat insulation : Surface temperature at the 3minites after poring hot water

» 2 Strength for holding : Load of the 10mm-~transformation at tho edge

* 3 Moisture bamer  © JIS Z 0208 cup method 40°C/80%6RH
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