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Contact Lengths of Sanding Belts for Wood Materials

CHENG Feng, YING Jun-hua, ZHANG Jian, LUO Bin, LILi, LIU Hong-guang
(College of Material Science and Technology, Beijing Forestry University, Beijing 100083, China)

Abstract: Contact lengths of sanding belts for Pinus sylvestris wood and medium density fiberboard
(MDF) samples were measured during sanding process by grindable bipolar thermocouple.

It was found that the actual contact lengths were longer than geometric ones, and that the contact lengths
decreased linearly with increase of sanding belt speeds, but increased with increase of feed rates and
sanding thickness. The contact lengths of Pinus sylvestris wood was smaller than that of MDF with greater
normal sanding forces. It proved that material properties except normal forces had an important impact on
the contact lengths. No regular changes of the contact lengths under sanding heat generated by
instantaneous low temperature were observed.
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BT (Pinus sylvestris), FEHEE, R~HA
130 mmX90 mm, EfE 50 mm, KT HEE 0.373
glenr, BERE 37.7HD, &K% 9.34%.

H % A 4R (MDF), R~14 130 mm X 90 mm,
B 40 mm, HF 0.714 g/em®, B 699 HD, &K
# 7.68%.

1.2 REHEE

D THESFEEXBHREN: Bt
MRIB Z SRR 2R, B, BHIKI A
iR =, BAIEEZ 97 mm, BYEBKRE, EE
75 HD; RGBT, REDERENIEER, fITE
JBHEH .

ELbRBRIG, BFEMEDS, BAMEAK,
L FHBEE SR ES, R 80 HA R M.

2) BHIIREEE: wE 1 frr, BERRSE
R =4 /115 3% . A HCKES (KISTLER 5806). {5
S 44 (NEC Omniace IRA2300) %A%, FiE
BHlE R RvE ARk R S, iR R BRI A 1E
AT, BRAAKRMEE S HIRERR, Bk,
FESITER B 5 ERATITKRXR.

3) RBFMAUERE: AME—FHIREZNE
ikl BERBEANBE RS &R LM,
MEEERNFREAERABRZENIE S, FHi,
BRI R ] B AR A e Rk R ERR. TR,
PGS 0.5 mm; SREESREFEME N 50 Hz.
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Fig.1 Device for measuring sanding belt abrasion of
wood materials
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B2 AERAREREHEMTEE
Fig.2 Diagram of thermocouple installation and
sanding contacts
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Fig.3 Sanding temperature curves



$33% H4H AH Tk 201947 A
Vol.33 No4 CHINA WOOD INDUSTRY July 2019
13 KRRy 1 [emax
KA BB E, LAD AR, A AR I iés N
B SUERSEEER, FEKTHTE 1 AR Psg |mesns
BHHIRBAEMIUK, 558 S JORE R bo | st
MILKHRM. SAKFES 3 WkK, ZRIF 15 | e hPh

i,}]'on

+1 BEEIiREsY
Tab.l Parameters of sanding tests
FREE FRKF B e A& Bk F
BHER (ms™") 4.00. 535. 6.69. 8.04. 9.38 fé;ﬁgg z; :’;‘in
AT A/ BRERE 5.35 /s
(mmin) 149, 250, 297, 371\ 442 w50
BHEE 535 m/s
EHEE/mn  0.1. 02. 0.3, 04, 0.5 AT 2.5 m/min
2 RS

2.1 BHISEHERARIK K R

HFLARKARRSHEREERBEHEERES
%, HE 4 TUEH, EUHERRIESERREN
HERZE, JUAEMITKARE 6.23 mm A%;
BEE B EIE AR R, JU ST A 4.4 mm 3G
F 9.85 mm. ERRRFHAHT, BHIEFRARMA
MDF R, SEBrefbal f B RAE 2510 13.47. 16.36
mm, BHERET/UTEMINK, SHHEN SRS
Al S G R
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Fig.4 Influence of sanding parameters and normal forces

on contact lengths
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Fig.5 Influence of belt speed changes on contact

deformation in sanding zones
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Fig.6 Relationship between contact lengths and sanding
temperature of Pinus sylvestris wood and MDF
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