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Key Equipment Used for Parquet Production
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Abstract :

This article illustrates the main equipment used in the wood floor manufacturing

process. Lamella machines, press points, calibrating sanders, roller coating machines, and profiling

machines are described and their performance and specifications are introduced.
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Fig. 1 Machine layout of typical rip saw and calibrating sande1
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Fig. 2 Machine layout of typical roller coating line
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Fig.3 Schematic of aheavy putty machine
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Fig. 4 Machine layout for a tongue and groove profiling line
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