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Effects of the thickness of rotary-cut veneers on properties
of plywood sheets. Part 1. Compressibility of plywood
materials

J. HRAZSKY, P. KRAL

Faculty of Forestry and Wood Technology, Mendel University of Agriculture and Forestry Brno,
Brno, Czech Republic

ABSTRACT: The paper summarizes results of the institutional research aimed at the determination of compressibility
or values of the reduction of thickness of compressed plywood sheets. Assessing the effect of thickness and thickness
tolerances of veneers to a value of compressibility in relation to production parameters was carried out on the collection
of plywood whole-beech sheets of the nominal veneer thickness of 1.5 mm. The plywood sheets were manufactured as
seven-ply ones and urea-formaldehyde resin DUKOL S was used for their manufacture. Following characteristics were
assessed: thickness differences, size of shrinkage, compressibility of veneers. Sheets were pressed using a pressure of
1.5 and 1.7 MPa. Values of changes in the thickness of veneers in pressed veneer sheets and coefficients of compress-
ibility of particular properties were then statistically analyzed. Basic economic evaluation was carried out of the effect
of compressibility on the amount of production costs.
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Wood shows broad and versatile use thanks to
many favourable properties such as good strength
properties in relation to density, heat insulation
properties and easy workability. However, it exhibits
also many drawbacks which limit the full use of its
positive properties. It is not possible to manufacture
large-area materials without their primary division
to smaller parts and their subsequent joint in large-
area products. From the viewpoint of properties,
wood is anisotropic material being subject to rot,
takes up and releases moisture, its hardness is not
sufficient, contains defects (eg knots, splits etc.).
Drawbacks mentioned above can be, to a certain
extent, eliminated or removed by means of wood
processing to sheet-like and then board materials
particularly plywood sheets (PozGaj et al. 1993).
Plywood sheets are defined as sheets with glued plies
direction of fibres being usually perpendicular to
each other. Outside and inside plies on both sides are
symmetrically arranged with respect to the central
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ply. Plywood materials are manufactures by pressing
the sets of veneers laid on by a synthetic resin in hot
presses under interaction of pressure.

The plywood thickness is a dimension determining
the strength of a material. The length and width of
a plywood can be arbitrarily changed in the course
of the construction design (through cutting, setting
and special joints). The plywood thickness is of con-
siderable importance for the construction strength.
For example, in dealing with strength properties of
structures or constructions, the thickness of sheets
is solved first and only then plans of cutting or plac-
ing and the form of sheets. Influencing the thickness
means affecting physical and mechanical properties
of a sheet and thus also a building or other construc-
tion.

Compressibility of wood is made possible by free
intercellular spaces which are filled with air. Due
to the effect of pressure cell walls recede into these
spaces. Thus, the space changed in this way shows
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higher density and strength. Effects of pressure do
not change only density and strength but also other
properties related indirectly to the change in den-
sity. The preservation of residual stress in wood is
a problem occurring after pressing plywood sheets.
The stress causes the origin of unevenness in these
sheets.

In pressing plywood sheets compression of the
set of veneers occurs due to the combined effect of
pressure, temperature and other factors. In principle,
it refers to the compression stress across the wood
fibre. Deformations occurring during the press-
ing are distinguished to elastic deformations and
permanent deformations (compressibility). Total
deformation (i.e. elastic and permanent) expresses
itself in decreasing the thickness of the set of veneers
after pressing. With respect to the elastic behaviour
of wood partial spring mounting (cushioning) occurs
after pressing which is called elastic deformation.
Thus, compressibility is a difference between the
total deformation and elastic deformation of wood
(POLACIK 1979).

Coefficient of compressibility can be calculated
as follows:

>h-H
K = ————x 100 (%) (1)
where: K, - coefficient of compressibility (%),
h, — thickness of the i-th veneer in the veneer set
(mm),
H - final thickness of a plywood sheet (mm),

number of veneers in the set.

Exact determination of the plywood sheet com-
pressibility is a complicated matter because in the
course of their manufacture there are more factors
which effect pressing the veneers and plywood.
These factors affect simultaneously in pressing. It
refers particularly to:
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— parameters of pressing (pressure, temperature,
time),

— tree species (density),

— moisture of veneers before pressing,

— number of veneer plies in a set,

— glue type and coating,

— veneers thickness and plywood thickness,

— quality of the surface of veneers (given mainly by
the technology of cutting, ie slicing or peeling).
Beech is a species with the great coefficient of

shrinkage. It belongs to the group of trees such as

larch, hornbeam, hazel, birch etc. These species show

the coefficient of shrinkage greater than 0.47. In gen-

eral, species of higher density show greater coefficient

of shrinkage than species of smaller density. Beech

ranks among the species. To determine compressibil-

ity, it is sufficient to know only values for tangential

direction because veneers represent only tangential

wood. Table values for the tangential shrinkage of

beech amount to about 10-11% (MATOVIC 1993).
Shrinkage () defines a process when linear dimen-

sions, area or volume are reduced due to the loss of

bound moisture. Similarly as swelling shrinkage can

be expressed as follows:

o —ao da

B, = —1—"2 %100 =
a

iwl iw

where:f — coefficient of shrinkage,
a — body dimensions,
i — index of direction,

w,— moisture before swelling,

w,— moisture after finishing the swelling.

MATERIAL AND METHODS

Assessing the effect of production parameters
on changes in compressibility and physical and

Fig. 1. Points of measurement of the

thickness of veneers
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Table 1. Veneer thickness and arithmetical mean — plywood Nos. 1-12

= — = = — =

Serial —5 § —§ —g g —g
5 9 5 T 3 . ) = 9 . o B o=
number 25 22% 5% 5 58 wzg £L
58 £fE7 388 2§ E8F EEy E5¢
Veneer number 7 4 18 36 19 15 6
! x 1.558 1.542 1.575 1.550 1.575 1.567 1.583
Veneer number 9 28 27 30 29 2 30
2 x 1.583 1.567 1.583 1.567 1.583 1.575 1.583
Veneer number 38 16 24 5 34 11 35
> x 1.583 1.575 1.592 1.583 1.592 1.583 1.592
Veneer number 37 29 42 31 13 17 36
* x 1.592 1.583 1.592 1.583 1.600 1.592 1.600
Veneer number 48 18 8 20 14 1 23
° x 1.600 1.592 1.608 1.592 1.608 1.592 1.608
Veneer number 50 9 10 12 26 22 3
6 x 1.608 1.600 1.617 1.600 1.617 1.600 1.625
Veneer number 2 7 15 8 20 14 22
7 x 1.633 1.608 1.633 1.608 1.633 1.608 1.633
Veneer number 47 27 17 33 31 3 32
8 x 1.642 1.608 1.642 1.608 1.642 1.617 1.642
Veneer number 43 19 4 32 5 10 11
’ x 1.642 1.617 1.650 1.617 1.650 1.625 1.650
Veneer number 16 13 25 26 33 38 39
10 x 1.650 1.625 1.650 1.625 1.650 1.625 1.650
Veneer number 12 40 21 21 45 35 44
H x 1.658 1.633 1.667 1.642 1.675 1.650 1.683
1 Veneer number 12 40 21 21 45 35 44
x 1.658 1.633 1.667 1.642 1.675 1.650 1.683

mechanical properties was carried out on the set of
plywood whole-beech sheets of a veneer thickness of
1.5 mm and dimension 10 x 2,575 x 1,335 mm. The
plywood sheets were manufactured as 7-ply ones
and urea-formaldehyde resin DUKOL S was used.
Thickness differences, shrinkage and compressibility
of veneers were assessed.

Within the study, twelve plywood sheets were
pressed of specific thickness and thus also specific
physical and mechanical properties. The sheets were
pressed using a pressure of 1.5 and 1.7 MPa. Values
of particular properties were then statistically ana-
lyzed. For the manufacture of experimental plywood
sheets veneers were selected according to special
methods. This method of selection was based on
measuring the thickness of particular veneers in pre-
determined places. Thickness was measured of both
longitudinal and transverse veneers, namely in the
same points. The average thickness of every veneer
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was statistically evaluated. Results were statistically
ordered from the smallest to the greatest average
thickness. Veneers were assembled in such a way a
plywood from veneers with the smallest thickness
tolerance to originate as the first plywood and in
other plywoods (of higher serial number) veneers to
be used with gradually higher thickness tolerances.
In these plywoods, thickness measurements were
then carried out. The aim of the veneer thickness
measurement was to find effects of the different
thickness of veneers on the tolerance of a pressed
plywood sheet.

The measurement of thickness was carried out
both in wet newly peeled veneers and in veneers after
drying. Within the study, the shrinkage of veneers
was determined during the technological flow. Dif-
ferences in the thickness of veneers represent the
tangential shrinkage of beech wood. The thickness of
a plywood sheet was measured roughly 50 mm from
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Table 2. Coefficients of compressibility and arithmetical mean

— plywood Nos. 1-12

oS g o 293 E)

£ 8 R S 2 & g3

Veneer Arithmetical 5 = g g g 9 Z ) g g > g 7
number mean = o £ 59 o —g =g = g
335 S 3 Aa A 2 ° g g

o= Q $E3 S

Y g =7 A U s

Unit (mm) (mm) (mm) (mm) (%)
1 X 10.950 10.167 0.783 0.112 7.149
2 X 11.042 10.204 0.838 0.120 7.569
3 X 11.100 10.198 0.903 0.129 8.115
4 X 11.142 10.160 0.982 0.140 8.792
5 X 11.200 10.187 1.013 0.145 9.038
6 X 11.267 10.316 0.951 0.136 8.436
7 X 11.358 10.390 0.968 0.138 8.516
8 X 11.400 10.346 1.054 0.151 9.240
9 X 11.450 10.331 1.119 0.160 9.769
10 X 11.475 10.199 1.276 0.182 11.093
11 X 11.500 10.267 1.233 0.176 10.701
12 X 11.608 10.305 1.303 0.186 11.206

edges. Five points of measurement occur in one long
edge, other two points in the second one and thus in
total there are seven points of measurement (Fig. 1).
The measurement was accurate to 1% thickness, at
least to 0.1 mm. The measurement was carried out
according to following principles:

CSN EN 325 Standard. Boards of wood. Determi-
nation of dimensions of test specimens

CSN EN 326-1 Standard. Boards of wood. Sam-
pling, cutting and check. Part 1: Sampling, cut-
ting test specimens and interpretation of the test
results.

RESULTS AND DISCUSSION
Thickness of veneers for pressing plywood sheets

Numbers and the thickness of veneers used for the
manufacture of particular plywoods 1-12 are given
in Table 1.

Changes in the thickness of veneers
in pressed plywood sheets
and coefficients of compressibility

In Table 2 and Fig. 2, the sum is given of measured
thickness of veneers in particular points and values
of thickness of pressed plywood sheets. Based on the
determined difference the of plywood sheets was cal-
culated. Mean values of coefficients of compressibil-
ity and mean changes in the thickness of veneers for
particular pressed plywoods are given in Table 3.

Plywood sheets Nos. 1, 2 and 3 (set A) and ply-
wood sheets 7, 8 and 9 (set C) were pressed using a
pressure of 1.5 MPa. Plywood sheets 4, 5 and 6 (set
B) and plywood sheets 10, 11 and 12 (set D) were
pressed using a pressure of 1.7 MPa. Plywood sheets
of set A show identical tolerances as plywood sheets
of the set B.

Based on mean values in the change of thickness
and coefficients of compressibility given in Table 3

Plywood number
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Table 3. Mean values of coefficients of compressibility and mean changes in the thickness of veneers for particular pressed

plywoods

Plywood sheet No. Pressi(rll\i Ilggfssure Mean char(lrgne rr11r)1 thickness Meanc‘(;il;ise :sfi Eﬁfgl(cti)e)nts of

1 1.5 0.112 7.15

Set A 2 1.5 0.120 7.57

3 1.5 0.129 8.12

Mean value 0.120 7.61

4 1.7 0.140 8.79

Set B 1.7 0.145 9.04

6 1.7 0.136 8.44

Mean value 0.140 8.76

7 1.5 0.138 8.52

Set C 1.5 0.151 9.24

9 1.5 0.160 9.77

Mean value 0.150 9.24

10 1.7 0.182 11.09

Set D 11 1.7 0.176 10.70

12 1.7 0.186 11.21

Mean value 0.181 11.00

Table 4. Mean values of the shrinkage of wet veneers 1.5 mm thick (%)

Veneer order

Mean shrinkage

Veneer order

Mean shrinkage

Veneer order

Mean shrinkage

1

O 0 N N Ul W N

N N NN = o e e e e e e e e
W N = O 0 00 NN Ul WwWw N = O

8.086
7.605
9.471
6.778
6.078
5.223
7.712
7.365
9.087
8.129
7.365
8.855
10.422
6.592
7.647
9.320
7.632
8.920
6.960
5.487
7.699
5.624
4.257

24
25
26
27
28
29
30
31
32
33
34
35
36
37
38
39
40
41
42
43
44
45
46

5.346
6.510
4.901
5.941
8.409
6.779
6.819
6.511
7.013
5.418
6.178
5.321
6.192
7.203
5478
5219
7.567
6.515
8.690
5.093
6.410
6.430
7.291

47
48
49
50
51
52
53
54
55
56
57
58
59
60
61
62
63
64
65
66
67
68
69
70

7.034
5.801
7.494
7.492
9.855
8.936
5.983
7.318
5.747
9.321
5.484
5.498
5.798
6.767
6.330
8.619
8.155
7.794
4.611
7.043
8.363
8.111
7.439
4.774

J.FOR. SCI,, 51, 2005 (9): 403411

407



15 - Fig. 3. Mean changes in the
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it was calculated that in plywood sheets of set B an
increase in the reduction of the veneer thickness by
16.66% occurred and an increase in the coefficient
of compressibility by 15.07%. Moreover, it is possible
to state that when comparing sheets of set C with
sheets of set D an increase occurs in the reduction of
thickness by 20.66% and in coefficients of compress-
ibility by 19.03%.

Fig. 3 depicts the percentage increase in the
change of sheet thickness. The increase is expressed
by a comparison between sheets. For example, sheet
No. 1 is 6.92% thinner per one veneer than sheet
No. 2.

Fig. 4 depicts the percentage increase in the
change of the coefficient of compressibility. The
increase is expressed by a comparison between
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Fig. 5. Extent of the shrinkage

of peeled beech veneers
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sheets. For example, coefficient of compressibility
in sheet No. 1 is 5.87% smaller per one veneer than
in sheet No. 2.

Shrinkage of peeled beech veneers

The extent of the shrinkage of rotary-cut beech
veneers 1.5 mm thick is given in Table 4. The mean
value of shrinkage amounted to 6.99%, minimum
4.61% and maximum 10.42%. Fig. 4 depicts values
of the shrinkage of particular veneers.

Fig. 5 depicts the shrinkage of beech peeled ve-
neers 1.5 mm thick.

CONCLUSION

The paper summarizes results of the institutional
research in the field of the evaluation of properties
of wood-based composite materials. The objec-
tive of the paper was to analyze the thickness of
rotary-cut beech veneers in wet condition and after
drying, thickness tolerances and the rate of their
dimensional reduction expressed by means of the
coefficient of compressibility after their pressing to
plywood sheets as well as the extent of shrinkage of
particular veneers. For this purpose, twelve plywood
sheets of the specific composition and thickness
were manufactured under operational conditions.
Sets of veneers were assembled in such a way the first
plywood sheet to be manufactured from the thinnest
veneers and the last one from the thickest veneers.
Thus, the thickness-variable set was analyzed and
statistically evaluated.

Compressibility is made possible by free cell
spaces which are filled with air. Due to the effect
of pressure cell walls recede into these spaces. The
space changed in this way shows higher density and
strength. Effects of pressure do not change only den-
sity and strength but also other properties related
indirectly to the change in density. The preservation
of residual stress in wood is a problem occurring
after pressing plywood sheets. The stress causes
the additional origin of unevenness in these sheets.
Based on properties of analyzed plywoods it was
found that they showed various behaviour under
various types of stress.

Tests proved that with decreasing thickness of
veneers in a plywood sheet the coefficient of com-
pressibility increased. Using the higher pressing
pressures 1.7 MPa the coefficient of compressibil-
ity increased by 6.29% as compared with standard
pressing pressures 1.5 MPa. The coefficient of
compressibility ranges from 7.15 to 11.21%. The
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thickness of particular veneers was reduced on
average by 0.112-0.186 mm (Table 3). Among par-
ticular sheets, an average difference in thickness
amounted to 0.095 mm. Veneers of the smallest
thickness were used in sheet No. 1 and those of the
highest thickness in sheet No. 12. Thus, the small-
est mean thickness is in sheet No. 1, viz 1.56 mm
and the greatest one in sheet No. 12, viz 1.66 mm.
In sheet No. 1, the veneer thickness tolerance
ranges from —0.1 to +0.2 mm. The tolerance of the
veneer thickness in sheet No. 12 ranges from +0.1
to +0.3 mm.

Sheet No. 1 was manufactured from veneers of
a mean thickness of 1.56 mm. The sheet showed
a mean thickness of 10.16 mm. The greatest thick-
ness was found in plywood sheet No. 7 which was
pressed using a lower pressure of 1.5 MPa, viz
10.39 mm. In this sheet, the average thickness of a
veneer amounted to 1.62 mm. A difference in the
thickness between sheets Nos. 1 and 7 amounted to
0.06 mm. It means that 3.75% saving of material was
achieved between them.

The mean compressibility of a beech cabinet-
maker plywood 10 mm thick was about 10%, ie
about 1 mm. For the manufacture of 1 m?plywood
sheet it is necessary about 700 m? veneer. If we
consider the average price of a beech peeled veneer
1.5 mm thick CZK 14 per m?* then savings for m?
plywood sheet can be calculated at an extent of
3.75% from 700 m? ie 26.25 m? or CZK 367.50. At
an annual production of 10,000 m?® beech plywood
10 mm thick the savings would amount to about
CZK 3,675,000.
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Vliv tloustky loupanych dyh na vlastnosti pieklizovanych desek.
Cast 1. Slisovatelnost preklizovanych materiali
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ABSTRAKT: Clinek shrnuje vysledky institucionalniho vyzkumu zaméfeného na stanoveni slisovatelnosti neboli hodnot
zmenseni tlou$tky lisovanych preklizovanych desek. Posouzeni vlivu tloustky a tloustkovych toleranci pouzitych dyh na
hodnotu slisovatelnosti v zavislosti na vyrobnich parametrech bylo provedeno na souboru preklizovanych desek celobuko-
vych o nomindlni tloustce dyh 1,5 mm. Pieklizované desky byly vyrobeny jako sedmivrstvé a k jejich vyrobé byla pouzita
mocovinoformaldehydova pryskytice DUKOL S. Byla posuzovana tloustkova rozdilnost, velikost sesychdni a slisovatelnost
dyh. Desky byly lisovany tlakem 1,5 a 1,7 MPa. Zjisténé hodnoty zmény tloustky dyh ve vylisovanych preklizovanych deskach
a koeficienty slisovéni jednotlivych vlastnosti byly ndsledné statisticky analyzovany. Bylo provedeno zdkladni ekonomické
vyhodnoceni vlivu slisovatelnosti na vysku vyrobnich ndklad.

Klicova slova: preklizka; modul pruznosti v ohybu; pevnost v ohybu; dyha; statistickd analyza; slisovatelnost; sesychani

Preklizované desky jsou definovany jako desky
se slepenymi vrstvami, pricemz smér vldken sou-
sednich vrstev je obvykle na sebe kolmy. Vnéjsi
a vnitfni vrstvy na obou stranich jsou vzhledem
ke stredni vrstvé usporddany symetricky. Preklizo-
vané materidly se vyrabéji lisovanim takto vytvore-
nych soubort dyh nanesenych syntetickou prysky-
rici v horkych lisech za spoluptisobeni tlaku.

Tloustka preklizky je rozmér urcujici pevnost ma-
teridlu. Délku a $itku preklizky lze v prabéhu reseni
konstrukce libovolné ménit (fezdnim, nastavova-
nim, specidlnimi spoji). Tloustka md na konstruk-
ci znacny pevnostni vliv. Napriklad pii feseni pev-
nostnich vlastnosti staveb nebo konstrukei se resi
nejdrive tloustka desek, a azZ potom se fesi narezové
pldny nebo umisténi a tvar desek.

Ovlivnéni tloustky tedy znamend ovlivnéni fy-
zikdlnich a mechanickych vlastnosti desky a tedy
i stavebni nebo jiné konstrukce.

Slisovatelnost dfeva je umoznéna volnymi mezi-
bunéénymi prostory, které jsou vyplnény vzduchem.
Vlivem pusobeni tlaku ustupuji buné¢né stény do
téchto prostor. Takto zménény prostor ma potom
vétsi hustotu a vétsi pevnost. Plsobeni tlaku nemu-
si vzdy zménit jenom hustotu a pevnost, ale méni
i jiné vlastnosti, spojené se zménou hustoty nepfi-
mo. Problémem po vylisovani preklizovanych desek
zustavd uchovéani zbytkovych napéti ve dreve. Ta
u téchto desek zplisobuji dodate¢ny vznik nerov-
nosti plochy.

410

Pri lisovani preklizovanych desek dochazi sdruze-
nym ucinkem tlaku, teploty a jinych faktort ke stla-
Ceni soubord dyh. V podstaté jde o tlakové namaha-
ni napri¢ vldkny dreva. Deformace, kterd pri tomto
lisovani vznikd, se déli na pruznou deformaci a na
trvalou deformaci (slisovatelnost). Celkova defor-
mace (tj. pruznd a trvald) se projevuje ve zmenseni
tloustky soubortt dyh po case lisovani. Vzhledem
k pruznému chovani dfeva dojde po vylisovani
k ¢astecnému odpruzeni dfeva, coz nazyvdme pruz-
nou deformaci. Slisovatelnost je tedy rozdil mezi
celkovou deformaci a pruznou deformaci dieva.

Posouzeni vlivu vyrobnich parametri na zménu
fyzikalnich a mechanickych vlastnosti bylo prove-
deno na souboru preklizovanych desek celobuko-
vych o tloustce dyh 1,5 mm a rozmérech 10 x 2 575
x 1 335 mm. Preklizované desky byly vyrabény jako
sedmivrstvé a k jejich vyrobé byla pouzita mocovi-
noformaldehydova pryskytice DUKOL S. Byla po-
suzovana tloustkova rozdilnost, velikost sesychani
a slisovatelnost dyh.

V ramci prace bylo vylisovdno 12 preklizovanych
desek o specifické tloustce a tedy i se specifickymi
fyzikdlnimi a mechanickymi vlastnostmi. Desky
byly lisovany tlakem 1,5 a 1,7 MPa. Zjisténé hod-
noty jednotlivych vlastnosti se ndsledné statisticky
analyzovaly.

Pro vyrobu zku$ebnich preklizovanych desek byly
vybrany dyhy podle specidlni metodiky. Tento zp-
sob vybéru spocival v naméfeni hodnot tloustky
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jednotlivych dyh v predem urcenych mistech. Byla
zmérena tloustka jak podélnych, tak i pri¢nych dyh,
a to ve stejnych bodech. Statisticky byla vyhodnoce-
na primérnd tloustka kazdé pouzité dyhy. Vysledky
byly statisticky setfidény od nejmensi po nejvétsi
pramérnou tloustku. Déle byly dyhy sestaveny tak,
aby vznikla jako prvni preklizka z dyh s nejmen-
$i tloustkovou toleranci a aby u dalsich preklizek
(s vy$$im poradovym cislem) byly pouzity dyhy
s postupné vyssimi tloustkovymi tolerancemi. Na
takto vzniklych preklizkach byla nasledné provede-
na méreni tloustky. Cilem méreni tloustky dyh bylo
zjistit vliv rozdilné tloustky dyh na toleranci vyliso-
vané preklizované desky.

Zkousky prokdzaly, Ze se zmengenim tloustky dyh
v preklizované desce doslo ke zvétseni koeficientu
slisovatelnosti. Pouzitim vétsich lisovacich tlaka
1,7 MPa doslo ke zvyseni koeficientu slisovatelnos-
ti 0 6,29 % nez pri standardnich lisovacich tlacich
1,5 MPa. Koeficient slisovatelnosti se pohybuje od
7,15 % do 11,21 %. Pro jednotlivé dyhy pak plati,
Ze se jejich tloustka zmensila v prameéru o 0,112 az
0,186 mm (tab. 3).

Mezi jednotlivymi deskami bylo dosazeno pru-
mérného rozdilu tloustky 0,095 mm. Dyhy o nej-

mensi tloustce byly pouzity u preklizované desky
¢. 1, o nejvetsi tloustce u preklizované desky ¢. 12.
Nejmensi primérnd tloustka je tedy u desky ¢. 1,
ato 1,56 mm, a nejvétsi u desky ¢. 12, a to 1,66 mm.
Tolerance tlousték dyh se v desce ¢. 1 pohybuji od
—-0,1 mm do +0,2 mm. Tolerance tlousték dyh desky
¢. 12 se pohybuji od +0,1 do +0,3 mm.

Deska ¢. 1 byla vyrobena z dyh o praimérné
tloustce 1,56 mm. Deska méla pramérnou tloustku
10,16 mm. Nejvétsi tloustka byla zjisténa u prekli-
zované desky ¢. 7, kterd byla lisovana nizsim tlakem
1,5 MPa, a to 10,39 mm. U této desky cinila pramér-
nd tloustka dyhy 1,62 mm. Rozdil v tloustce mezi
deskami ¢. 1 a ¢. 7 ¢inil 0,06 mm. Znamena to, ze
mezi nimi bylo dosazeno 3,75 % uspory materialu.

Pramérnd slisovatelnost bukové truhlarské pre-
klizky tloustky 10 mm byla asi 10 %, coz je asi 1 mm.
K vyrobé 1 m? preklizované desky je zapotrebi ko-
lem 700 m? dyhy. Pokud uvazujeme s prameérnou
cenou bukové loupané dyhy o tloustce 1,5 mm
ve vysi 14 K¢/m?, usporu na jeden m® preklizova-
nych desek lze pocitat ve vysi 3,75 % ze 700 m?, tj.
26,25 m? neboli 367,50 K¢. Pri roéni vyrobé
10 000 m?® bukovych preklizek o tloustce 10 mm by
pak uspora ¢inila 3 675 000 K¢.
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