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Abstract .

surface. Maple and cherry sliced decorative veneers were selected for this study. The experiment

Brush sanders without upholder are often used for sanding wood products with irregular

evaluated the effect of sanding times, rotation speed, feeding speed, diameter of flap wheel, and
depth of exposure on the surface roughness. The results indicated that the satisfied surface
roughness could be obtained by increasing the sanding times and the rotation speed of the flap wheel
while decreasing the feed speed and the diameter of the flap wheel. The influence of the depth of
exposure on the surface roughness was dependent upon the diameter of the flap wheel and hardness
of the wood.
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Fig. 2 Effect of sanding times on
sliced veneer surface roughness
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Tab.1 Surface roughness range of samples

before and after sanding
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Fig. 3 Effect of rotation speed of flap wheel

on surface roughness of samples

RIAESREEHIR T AL BN, R E K, i
BEbtkm E BN SR SRRy
1 400 r/min i}, AR H Ra ERDBMK. £
BRI R T B W D B 5 AR b 3R
T MR 1 o/ s BB I BCR A BB, - R T
REERR e s, BB B 153 K Bb i b AL
ST EAAM R, SEOHHEEA TR =R
FRERS IR E R IR K

BAAAE NG B Ra {6, BERD 5055 518 0 2 i
B/ ER/NEEER . HRARE BB AR, B
RARMEEARM RE. B, EEDREENRR,
BAR Ra fE8/D  HEEER.

RIFBALLE R BYA BAE TR EE S
1% :1 000~1 400,1 200~1 600 r/min,

2.3 HHEFEEHREW

BEEYEEPEXT 2 A AR R DR BE i R ma »
B 4 B

Bl 4 B, BERN I 45 2 BE B 38 K AR AR AR,
AiAfFH Ra HEZHM KK EYE. BHRHEREE
WK, AR R N2 5 BB B B BN B X
EBERES . ARREEN. 2 FEAREND
KHLSEE N 5~8 m/min,



B21& B3IW A Tk 201345

8.0 Hnor
7.0

c 6o 9.0 //
X E

3 2 70}

< 5.0 —~— BHR & -— K
4.0 - HK 50 - Bk
30 5 8 11 14 3'010 20 310

#4%E/ (memin™) ' B MK E/mm

4 HAREXNEENESENKE
Fig. 4 Effect of feed speed on surface roughness of samples
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Fig. 5 Effect of diameter of flap wheel on

surface roughness of samples
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Fig. 6 Effect of depth of exposure on
surface roaghness of samples
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