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Drying conditions (Tests of air supplying methed)

= £y =] '3 ~: . f
HAFE [REEs 3] RESN & B DB |
V2 Air Tepmperature Feeding | Drying
No.of | Circulating supplying S, S, S, s, speed | time
Tests section method °C oc 0@ °C ftjmin min
T, S,~S, W ST 126 126 133 122 3.3
T, ’” Parallel to 129 132 136 122
T, Y The veneer 131 132 139 126 4 5.0
T, S3~S, surface — — 133 121 4 5.0
L & O
T S~S, 'gﬁﬂ&u NN 124 126 130 124 3.
low from
T, 77 upper side and 124 123 131 124 4
T, ” sucked from 123 128 130 121
under side
T, $,~S, ol il /ety 127 134 133 122 3.3
T, ” Blown from — — — — 4.0
Ty 77 both sides — — — — 5.0
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191cm W D H% 3ADFEARN LI 7o, BRI 3#IChE), 1 ,fm@;fsszwo&(%n%n@ A
B OB A I AR hg) L, 28E e~ 7 %D, 1HEDHEED THRML A, Lk
FEEIL 114~134°C, WARSINEH: 12 D B7kEpS 3~5% wind X S wiliBlL, 8~90Thb, Wik
BUROIEG O, FTFEBIT M 3om oM TIEL S & X, —VENRY R\ ol EOFHE 2T,
STIHEWEE L (Fig 13)Y, oS oflliE3-XClakii 1 B L G bils Sy, MIVE L oI
Fig.14 DL 50 Th b, =0k FAKHITEHM 3~ 5 BOMB D\ TIZBTTHICIE L 72,

ko~ 5 —MBOBHEHRTH DI — 5 ~[1F 107 OBFAEoE» Y 207 & L CEEL
7%, BRSO O CERE AL X B A B DT,

b.  HRERIR

WBK A ¥ 2T Table 2 :/RL, Ty OEWRIEARO—E Fig. 151, ThThoficouw

Table 2. WG &KR
Drying conditions and moisture contents (Tests of veneer feeding

method)
47Kk Moistur content
WREE T | 20 HR B S L d'my T o
emperature . | B HERS 1 H#
No. of | Veneer Drying E%e%%rzﬁ After One day
. ST time A drying after
feeding S, } Sy Ss Sy drying immediately| drying
Test method °oC l °C °C °C min % 9{) 9‘/1
114 128 131 122 114.2 3.8
To | Roller | uoy | 33y | 5| 50| 8 li00.5~135 (1.3~8.2) —
- 115 131 134 127 2.2 5.3
T, | Roller (52) | (35| (5D | (56D ’ - (1.9~8.6) |(4.4~611)
T Net 113 131 131 124 g | 1183 33 _
3 e 48| 1| ¢8| ! 107. 5~134| (0.8~4.3)

Table 3. W OIEVE (r -5 — %D L &%)

Warp of veneer sheets dried with Roller or Net feeding

wgm | i v ik o
Weight Amount of warp

1\,][? N Of | o Average | Average
ests | kg ig/cm* a b € d € of a,e |of b, c,a

1 S 7.44 2,76 2.80 2.50 6.76 7.10 2,69

T, 2 10 6.58 2,14 2.33 2.09 4,39 5.19 2.19

4 20 5.05 1.46 1,71 1.55 4,54 4.79 1,57

5 7.56 2,33 2.74 2.53 7.02 7.28 2.50

Ts 2 10 6.57 1.59 2,18 2,02 6.14 6,35 1.93

4 20 4,94 1.33 1.57 1.47 4,56 4,75 1.46

1 B) 9.07 3.41 3.75 3.96 8,66 8.86 3.70

T3 2 10 8.40 2.88 3.74 3.45 7.81 8.10 3.35

4 | 20 7.43 2,25 3.C6 2.82 6.79 7.07 2,71
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TR P U=k % Table 3 127’3, Table 3 mb—SkD L 5 IeZ L2225, i) v—3
— % THRBEIINE 847, 943L LASATHAKRR IFOHARLRLEL 2T 2ThE L, i
T LA EENBED bRIgL, 1) Lo Ligath, S8%Y oAl e — 7 — A IKETHL I
BAHIINL T %, 1) BIOEMBEOEVEE LTS £ EbHLoR D HROBE b BEER A2 AR
WL HRE,

ZZC, AUBEEOBRYELUOBEEMFTHBLILE D~ 5 -R)DHIECI D2 2, ?"
B0 e ~ 5~ OFRSBEFOEG- ORI TU 550 LB bID,
ULERORS L HEOECOED b ~ 7 —%D L SR Z ML T, ZoB» IS KE
DOBEVCER Y SEEY Lick &, HEoRIhE VBIEAL LRIRALN, ChbDOZ EERAL
ol ¥, M- 5D MR OO B ARSIEKIFECELELTHITNE D, &R
XL v~ F - %) OBRLHMEROBRCHEFOTHERL, ARKREAML L TREEDR TS 0.7~
1mm BEOWHCHL T v~ 7 - £ 2FAT5H BT 2 2 Bbh s, REIRO L
du—35—pEyFE 207 Ll ¥, BN oo CEREh D ke -5~V FORRND
NYTTCHHZ L E2RTHIOTHA D,

V  ERBOEIHBELIRDE

MO RIS R A —EREN O L O THO TH BRI IO TR, TEZLETHRAKDO DI
W E DR OARE TREITE B, SRLONMEERE T 5 P ER E L TR OO R
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BEAHEL, ZofAhcH - TRGRKRE, BGIERLIHEL TR,
(D ESHER

HERJMBROWEIRREXLTC—ERE (W COEXE/OT2 L &L, Lmm EOT 5%
00— 35— L BBETATEDTHHML T D L FICDTE I8, BEIARO®% D HRET 23
BT, COEFOTSER-REEEBRL TEL 0T, BREMN, BREHL Table 2 LiERACT
3% FRE M BEOWE HFHRIEEA R BN L TN L CIRER 300 h’, & ST EoE O
TR L, By arZ iz Impulse steam trap %O, 35D R DD\ TEEREKZR I A
5L, BEPZSBAL TEMCIIN 5 2 L TERDPDLOT, RUEXL FTHAKELZED T
Bucket steam trap #v0iF, I CLEDOERHKEWEL 7o, EEROFEHMBO—HERLION

Table 4.  ZRENZESIHEA

Steam consumption without venear sheets feeding

El 3 ¥
R i‘mT t& ® A E| MW OR XK S &
emperature
Time Vapor Steam consumption
S, | S, ' S, | S, presser
min Je; | °c [ °C | °c l kgjem? kg kglh
10 130 137 130 120 5.8
15 131 137 131 120 0.7
23 130 138 134 122 5.8
30 126 140 135 122 5.9 70 140

Table 4 Th Y, WREMNEFORKIHEENLL 297 kg/h TH DI,
(2 FEIEBOBhE
() ZEERE O BGER
ZHFIR B TR —ER A 000 5 & & OB INIEHAY L 5O TRIF B EMEHS (Qa) Lk
BEFOTEMNL LESHHAT A L e b 3 #iAR (QB) LOFEELDLND, b DIREH
PR A G ERD B3R, X HIEHAREE D Qa BHGEL, Qe 2 OHAERROCAHD, T THBHE
eI RD LB D TH S,
BRI E X : 6.10m, 71:3.66m, HX:1.83m
PEPYIEIE < 130°C, SVRE = 20°C, FERILTD < 6.8 kglem®, MHERFRSAL 140 kglh
INEEROESA 100°C DEEHEKE 8% & TIUE, BRES.8 kglem*D & & DAL BEIAE AL 1Z 9 600
keallkg ThBh b, T OVEEED 1k 1o ) OEGEHEHE
600 X 140 =84000 Ckcal/h)
DT BEGR D D D EGRRR RED HRD B D
Qa=UF (t;-t5)
XA, U BEMARK F : KHERT to: BAEE,  t: AREE
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I CHREBIKE ARG L Zis Ll ¥y 80m* Th b, T HEMARITIBAME 27 BEa v
Z oy =K = F) b 1.0~2.0kcal/m*h°C L Hic3 2 LpVCE 97, KALAKRHLEZELONR 5 O
<, % 1.5kcal/m*h°C ¥ L=k ¥ Qa it
Qa=1.5%80 (130—20) =13000 (kcal/h)
L7z 2>T
Qg =84000-13000="71000 (kcal/h)
MELXLETS L QB 13 Qs O 5.5 LD T b, SO D bhb L EREDOMBRORIEAL
TEROBAEE b S 8RR L B IsT e bioy s, bisAic Bt Qs DEERICHIET 2 K BRES R
HEET DL 0.7kg/sec Ligh, —HEHMERY A, L OEHRMEK L oL ok & OBEWRARE
RDHTHBD L 9.9kcal[m*h°C Tl b,
(b) k53 1 kg ZEFDT-DIMER L foBift
PR FoBAR, WRRERE Table 2, T, or b C, MECHMNMEIT
AMPEKE 1149%, {HEDAKE 4%
B ARG 1] 85,  LHARFKE 600 kg/m?
ZOHE 1 RMM D OMEEBEY, R EENLHETS L 46m k. (1575f%h) , £LROER
¥ 88kg Lich, 1 WM OEFADRIIK 9T kg LHEEIND, — 2 DL EFDEKMBEIT 297
kglh ThHotkoT, HIMHEEEY BRI OGS L FRE 600 keallkg & iU HEEERI
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Veneer Drying (I)
Experiment on the air supplying, veneer feeding method
and thermal efficiency in the cross circulation type
veneer dryer

Takuzo Tsursumoro and Shoichi Saro
(Résumé)

The purpose of this paper is to report results on the investigation of the mechanical
problems on the cross circulation type veneer dryer. The test dryer,an appliance 20 f¢ long
and 7!/, ff wide, is equipped with a roller feeding device and a net feeding device(Fig.1).

An outline of the investigation results obtained are as follows :

i) Moisture content distribution of veneer sheets in the air circulating direction

(the transverse direction to the veneer feeding) has a tendency to be higher at the
center part of the veneer dryer and a bigger difference of moisture gradient occurs in the
case of higher average M.C.in veneer (Fig.7) .

ii ) The following methods were conducted to decrease the moisture gradient of
veneer. A device for blowing hot air to veneer sheets from the uppor side and sucking
from the under side, and, in addition another device for blowing hot air from both sides
were used. However, the effectiveness of such tests was not recognized (Fig.9,10) .

iii) The drying rate and the amount of warp were measured on the veneer sheets
dried with Roller or Net feeding. There is no difference when using both feeding types
on the drying rate (Fig.12) , but the amount of warp of veneer dried with the Rollor
type is smaller than that of the Net type (Table 3 ).

iv) Thermal efficiency of the test dryer is about 309 which seems to be compa-
ratively low. This great heat loss is caused mainly by air leakageand it may be
prevented by using a covering of good insulating marerial or by the preparation of an air

tightstructure, The latter is rather more effective as has been verified by this test.



