2% 1
¥Vol. 22 %o. 1%

R 2 2008 41
CHINA WOOD INDUSTRY ~

January 2008

momsTx

il HZJ?R%’F&F% MH’J,.“Ef’é,mﬁffﬁ

XkE, RFH, NER

(hEAFBEAH T BIFRT BEHL RAHBESHABAERE, 100091 145

RE: ARREMENERAREREFHERBLIBPEARPLENBEATARE, HRTHRF X ARLZR FH
HEBRE BAMBIELERRER ARG R, SRAV AR ERSN, RS X AREFRBRGA S E RS
Fl o K8 A R A% ¥ ) 3 Ao AR 1 R ik R HE A 2R A R MR AR 4 B R R W],

XK@ BB LRERM; RE; 8 ERFX

W k% .5792. 11; TS65 LAAFRG: A LESF:1001-8654(2008)01-0026-03

Heat Transfer in Resin Impregnated Poplar LVL during Hot-pressing

LIU Huan-rong, CHAI Yu-bo, LIU Jun-liang
(Research Institute of Wood Industry,Chinese Academy of Forestry;
Key Lab of Wood Science and Technology of State Forestry Administration, Beijing 100091, China)

Abstracts; Better understanding of heat transfer and resin curing during hot pressing will help
optimize the wood composite manufacturing process in increasing productivity and improving
product quality. Electrical-thermocouples were used in this study to investigate the effects of resin
application methods, resin content, hot-pressing temperature, and pressure in hot-pressing poplar
laminated veneer lumber (LVL). The results indicated that during the initial pressing stage, the
internal temperature increased more rapidly by using a resin impregnation method than a resin spread
method, It was found that higher resin content accelerated heat penetration towards the core, However,
the resin content didn’t significantly affect total hot-pressing time,
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Fig.1 Effect of resin application methods on
increasing temperature rate for face and core layers
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Fig. 2 Effect of resin impregnation rate on increasing
temperature rate for face and core layers
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Fig,} _ Effect of press temperature on increasing
. temperature rate for the core layer.
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Fig. 4 Effect of press pressure on increasing
temperature rate for the core layer
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