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Optimizing Soap Recovery

Liquor Temperature  (175 – 205 F.)
Liquor Concentration (17‐30%)
Liquor REA (5‐8 g/l Na2O)

These conditions enhance instability in the 
liquor/soap colloidal system and the soap
particles “salt out” to the surface rendering them
recoverable.



Soap Recovery Best Practices

Weak liquor tank soap bed depth (4-6 feet)
Soap skimmer soap bed depth (2-4 feet)  What is your mill’s SOP?
Soap density (7.8 – 8.2 lbs./gallon) – must minimize air entrainment
Soap entrained liquor content (8-12%)
Tall oil residual in liquor after skimming (<0.6% of BLS)
Air injection (~1SCFM/1000 gpm liquor flow)
Liquor superficial velocity (< 5 feet/hr.)

Excellent soap recovery won’t happen unless soap pumps are maintained properly. 







Slip Hazards – Wash up any spills
Thermal Hazards – Watch out for un-insulated piping
Caustic Soda – Watch out for flange leaks
Sulfuric Acid – Watch out for flange leaks
Spent Acid – thermal and chemical hazard
Hydrogen Sulfide – Personal monitor is essential

Ensure sampling points for catching samples are designed with safety in mind.  Use PPE.
Ensure acids and liquors are properly segregated to avoid H2S generation. 


