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Setting methed and width of each test board in the single layer test.
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Evaporation rate along the boards when the boards W’ .
are placed in single layer with the different air ﬁ%ﬁﬁ( ) BERThORDF
conditions, DALEORFHE & Ric L,

Dry bulb temperature 60°C (constant), wet bulb
I D s HCERIT
temperatures 40, 50, 55°C, air velocities 0.6, 1.0, B Lt & ORHECO &, e

1.8, 4.0m/s. Z OB BT HEREE (W) »
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Distance from the edge of the board in the direction of air flow
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. . Evaporation rate along the boards when the boards
N 8)9) 33 k- F—
WTHIAR DD iRz D D LRIE—H are in lamination with the different sticker thickness.
LTW3, Dry bulb temperature 60°C, wet bulb temperature

50°C, air velocity 1m/s. Dodded line is the value
of one layer.
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BAE, BEHINEWEFEZEnD Dry bulb temperature 60°C, wet bulb temperature

50°C, stickers thickness 2.5c¢m. Dodded line is the
value of one layer. i
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Relation between n value and stickers thickness and

air velocity.

In the air velocity test the stickers thickness kept
always constant value (2.5¢m) and in the other test

air velocity at 1 m/s.

EHRETHZENEE LV DT
B ELBRBN, DX
CEVEEY5EX, BAEEZREL
Th Fig. 2 KABRB X 5 LHlE
L HIERBRETERNC LIEIHATS
%o

2. WMOHEBRERPICEYIHBELD

Wb % LF. BEgREcERL B8R, COMDEKROETIE LB OEEREENELT 59,
IEREIER » BRI RO & R E O ERD D OBHANCRE T 5, ERERIAMCL O T,
FOERELS L, BEREEZSCHTHRREOEINIFERP L K0T B7cd, BESXDOKEA
ZAERER LAICETAERESIIREL bbb 5D, MERGIRHMC? LERELRI L, BB
HREEZCHT AR, SRR 20380kl S, MEBIRE kb o THIOKE

" Table 1. R B w # A
Test boards and dry kilns
¥ & =2 #H R
Type and size of test dry kiln
% OB ZEFEH# = =
BOX | B W | EME Size
Location of dry kiln Caacit iﬁ 1;':{1 W’lf% N ;In'i—'? . E
Type Heater apacity eng idt. eight
md m m m
BERB SRR AESFIAEER | LF B A K
Woodworking factory of hard Internal fan Stea 13.0 10.0 3.7 3.3
wood, Tazima, Fukushima type m
RRMHRK BHERR B ILF. ® E K
Government forest experiment |Internal fan St 5.0 4.5 2.3 3.0
station, Meguro, Tokyo. type eam
LE B B # 1.2 2.0 2.0 2.0
Internal fan . . . . .
type Erectric
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REGKFARAICHBELTE
Mg EETF UL s b, Bl
LORERBITEIDLEL
bha, Lo TBERE, B
HENFE—DOHE, o
BEIEM O AR, KRS
KXEEh5 & &k +HicHE
£3Ihd, FRRICEVTILE

D X5 IeBEIRA D&M L BER \ SN

E, MHBSEEOLGEELE :,‘,‘::Z‘
¥, BEREPCRETAE | &ﬁﬁ'i;ﬁ;;‘:i:i . '?\\Tlﬁmmmll‘

B b0kt HHEEBERLC

DWTHEL, £hELDdD

DTH2D, Fig. 6 EEAXARBRMOBEEn7
; Setting of test boards. Each test boards was fixed in
2.1 % RO the pile by cutting the pile boards as shown in figure.
REAC L U B IREE1T Table

1RRTNEERA LF. W, 55 EAHREO LF. HHRET, BRIN055 B2 RBRE
Fie L, CoMa D% Fig. 6 DX 5 1IBABRETIL &0, o h & bhic AR L
FIE, FHEORBRMEEAL, EMHENRCERYREL, S0 i h il UAREIEL K
Bl BIRRTE, ERRMEPRCUM LCRRI 2L ), 2L TAKERELRS L, BEX
HORMEOBIBERR X LTE ) % &b, REMORSIZTEAMBL Lickd Oom fife L, A
AR vF, BBVIIRESIEZLC end coating % Lz, RBMILSF, AFOEMEEEL L
(Table 1 &), 7 FIXHIE 12~13 cm, ‘1&}?‘ 2.2~2.4cm DKW, AFIIWIE 24em, TEL.4com,
e/ FIIRIE 24cem, |WE 1.3cm DL OEF T, v

SAARU NN ANRANN 777N AU SN

Lk B 2 R BRHM

“which were used in this test.

= Ea # Test board

| ~F 23
B AIE # [ B Hh EIE R o3 Size
Pil idth ’I,i;; k. S Wf'pégh
LWIL Species Locality Initial condition ickness dt
m cm cm

7 o L # HE B B B R | EMBIOREH

2.0 . 2.2~2.4 12~13
Beech, Heart wood, . Green and Air ' :
Edge grain Fukushima dried
! | ramtsroer | ER ske | I N B
: Beech, Sapwood and Heart . At L4 ~
! wood, Bastard grain Obonai, Akita Green
e/ F, A F A Fifk H e # AF 1.4
1.2 pE] FE Sugi  Akita Sugi 2.

Hinoki, Sugi, Bastard e/F K B Green b/ F 1.3
grain Hinoki Kiso Hinoki
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%zso L, JESHIBERE 4 hR TR B
;ii g 40 AL THIE L, BIREMTA
zo DT-W.T W2 DI T BB IeA s 2
SR TS| Tl B 2dom,
¥ 10 N [ ii W BRELIE 1~2m, B 0.5~6 m/s:
o9 ! éfma%%(m;> > 6 DOFFE TR 2 ot F B0
Drying time ez (FHEE) RROVHAKRKD

Fig. 7 #WHAKROLI LEREL S OBFER
T BRLEREAYSa—A0o—fl FHERR
One of the schedules used the uneven drying test.
Fan is reversible. Beech strips. 2.2 c¢m thickness,
air velocity 0.9 m/s, pile width 2m, sticker thick-
ness 2.5cm.
X Average moisture content of both side boards.
¢ Moisture content in the middle part of the pile.

28 -7

~y
S
3

MEAB KBS %
Initial moisture content

— ~
o k=]
T T

ure content between center and side

(VR I
]
T

Ditterence of moist

1 1 L 1 N | E—)
0 4 8 12 16 20 24 28 32 36
RN T FIIKR
Average moisture conteat of the both sides
Fig. 8 ##i&KE: - EEKEOEC L DEBRL LD LA
FHERIR BERIE2m, BKRE 2.5cm, B 0.9m/s
Difference of moisture content between center and sides
of pile with different initial moisture content.
Beech strips, air velccity 0.9 m/s, pile width 2m,
sticker thickness 2.5 cm.
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LEIRT D
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HIREA DI H 5 BEOFRIIC.
HEMEFT, BERIE2m, BER
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BHERM I 7 DA R AR DFE B AR
BV, PIIEKRIL 85 %, 60%,
32% D 3o &4 1\ ORRE
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Bk E e L, BRATYS2—11
Kig Fig, 7 KHEUT,

WIER T, BRAEHORE.
183 BB OBKE L BELPRO
—BR L NDGEFDOEBKFELRD,
T DEBREEL b L UTHEC
b, BEENCEBARER OPEEKE.

HEOTE Ldld Dt Fig. 8 ThY, WHEKROE G CEEEE I X O b ) R ORHRT b

Dig 5D T %,
2.2.2 BAERLOCESYELIBEOERT L

HLRRBEIETREEC L B EER LF.HSEEL L, BRAEY 1.6om & L, RBMILTFKRIK
Db 8 L OO, BAREE 2.5om X 1.9em @ 28, BH—E, EHuL 0.7~1m/s OFEHL L, %&.
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Schedule and 2 groups of drying curves on both
sides of the pile for Beech boards when the test
was done with several sticker thickness and air
velocity at the same time. In this figure the air
velocity was 1m/s for the heart wood board layer
and 0.8 m/s for the sap wood board layer.

" The air direction always same, Beech strips 2.2
em thickness, pile width 1.6m,

Deys)
———— 0

1O - (D 5
* (Days) nlyg) ‘_,;_Lﬂ_
100 —0 Air How
90+
- 80\~
23 20-
'7k8 60
5 sof--
K]
':7’,20: 40+
30~
201~
10}
oLJ_L_u'TL ) L L1 V1 TS
. . J= 4 Heart 3 44 Sap L % Heart W #t 5 i ## sq
Air velocity R 1M A IEaTme R IE c8me AL A & om
Sticker thickness % x® 25cm FEKRE 25cm 1RAE 19 AR L9 AR L9em
/ 2 3 4 &

Fig. 10 HEBRERC KT HEHAOERLDS 7 HEREM 2.2emE
Moisture distribution along the board layer with on different days of drying.
Beech strips, pile width No. 1~4:1.6m, No. 5:0.9m
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Fig.11 WERRRICHETHAY Do~ 100
E3
T UM 2.2em B, EHTEBARE 3.8 390
com, B 1mfs, KBRITERE 1.3cm, A B 80
B 0.5mfs DREEREARAIER o =
Schedule and 3 drying curves for the k70
test done with several sticker thickness £ 60
and air velocity of Beech strips (heart e
‘ wood) at the same time. One of the i 2 SO
“heavy line is the drying curve for E’f 8 40
. moisture content of average value on % 0:_;
both side of the boards and the other c g%
lin is middle part of the pile when = 20
the stickers thickness in 3.8c¢m, air 0
velocity 1m/s. The dodded line is th2
center part of drying curve when the 0g 1 ) 5 = + s
boards were laminated by 1.3 cm stick- . B R 85 B (Dys)
ers, and air velocity 0.5m/s, pile Drying. time
width 1.6m, fan is reversible.
100} g o+
90r g‘“- [ 1 (Days)
1
< g0t . — . % 5
N 80 — pe] S’“ ok
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30 - 3 5 ~
. ) 5
2ok ,_-.—\4 /\\ 5.1 4
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: / 2 TRERET
Fig. 12 FORBGARIC 31 BESM A P ORlts £ a-102 OFFAMEDATO

b7 FIRROH 2.2em B

. s The drop of t t alo
Moisture distribution along the board layer rop empera urs o e

the board layer with on different

with on different days of drying. days of drying.
Beech strips, heart wood, pile width 1.6 m, Beech strips, sap wocd
fan is reversible. (see Fig. 10-2).
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Two types of drying course for Beech boards
with and without gaps in between boards.

Fan is reversible.

1. The decrease of average moisture content
in both side of the pile without gap.

2. The decrease of moisture content in the
middle part of the pile without any gap.

3. The decrease of moisture content in the
middle part of the pile with gap of 4.5cm.
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HUEEN
Gaps between
boards 4.5cm

/ 2 3

g. 15 WOBMREL LI EE L HIRWBRD
it b0 ikEs X UM OFtRL &

oisture distribution along the board layer with

on different days of drying.

Beech strips, pile width 1.6 m, fan is reversible.
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Fig. 16 v/ 1.3em ERODAr a2 -3

FARRE
Schedule and drying curves for entering and
leaving side of the Hinoki boards,
Air velocity 0.5m/s, sticker thickness 2.5
cm, pile width 1.2m, board thickness 1.3
cm, air direction constant.
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AMEOHIERECE & 2 UL Fig.19 L7k 5,
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DIFTHENIC Fig. 14 LT A 7 2 2 = ARSPHI D12 L HDT, MhiRbEMEh T3,
2.2.6 A& Pa—NLOBELERS
A ORERAEMFAEERN OEIREIC I\ C, 7 FIRIROM EM % 4 BOLRMTER LBOEER
L HOHEE Table 2. IWRT, REFEAL DL 55013, HRFBHIC KT 5EHRLEHTEEKEE
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Schedule and drying curves for Sugi
boards, Dry bulb temperatures are mea-
sured at entering side, middle part and
leaving side of the load. Wet bulb
temperature is only for the entering .
side. No. 1 line is for the entering side
board moisture content, No.3 is middle
part, No.5 is the leaving side. (Leaving
side boards were about 20% lower than
the other boards so draw the No. 5 line
like No.5’ from our experience.)

Board thickness 1l.4c¢m, pile width
1.2 m, air velocity 0.8 m/s, sticker thick-
ness 2.5cm. )
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BREIE 1.20m, BK 2.5em W 1.4cm, BAE 2.5cm
Schedule for Sugi tzst. Temperature and drying B 0.8 m/; ’

curve for both sides of th: load which are
strongly changed by the rev:rse of air flow.
Air velocity 0.8 m/s, sticker thickness 2.5 cm,
board thickness 1.4 ¢m, pile width 1.2m, fan
reversible.

Moisture distribution along the board
layer with on different hours of
drying.

Sugi, board thickness 1.4cm,
sticker thickness 2.5¢m, air velo-
city 0.8 m/s.

Table 2. FCIRBRfrOBH L ERT L
Maximum uneven moisture content values along the board layer in
different drying times. '
7 F UMK, TER, BR#EL 2~6h
MEEE 1mls, BEXIE 2m
Beech strips, heart wood, fan reversible,
air velocity 1m/s, pile width 2 m.

wmars | PAMITTERIEE [ gk gk s
Initial moisture | Drying daysafrom 6o%ato 10% Maximum uneven moisture
content at ‘the both sides of pile content values in drying course
% Days %

65~80 4/, 30

75~90 5.0 5

75~85 51/, 23

70~95 6.0 25

FRFEKE L OEKFEZORAELTRTEDTH S,

ZORETEDOVTHD LEIRHHOR, @BVLAY 2 a -k, BEEEFSILLOREND
W3 ThB, L, TFRTIFOME 2.5om EEARTEE L@ TiX (Fig. 11, Fig. 19, HiE)
HDOHERIEND BT &)= Fig. 14 OF»tr5a%< /b (Fig. 12 02K X Fig. 150 1 %H#), ==
TRENLHBOBFE L Iod TV 545, Fig. 15 0 1 OfHILERBRIICD LRETEL IS BEELNS, &
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BRA SN B EKRROEN EHIRT 5 L, ¥ TEEIHCRAROEIRREBIEREIRS, Tkt
AUSEIRIETE 5 e dEREGIRD & & A CHE L 5 LEREE0ZENBRAAEL, ERELIE
BICHAT 525, GO 5 HICE MO IRES | BEEROREL /), EREEETL, <o
T OBEBEIED T 5, LicotoT, BFROEKRER LA LEEREEENRE IRB D, =0
D OEEEEITHML, AL, BETHUTOEERE EILMINENE, ZOREBNRELIELR, AL
floM O EKREHRD U, BIEEEAVET T, BT RO IRREEEE S FAL, DLicEER0e
BHRACL S HEECERLILS, BRULOMKIELT S, COMERAY 22— 120 TRS
&, EROETMCONMREBREEENEINEN B e, KALHOROBIEHEIIHBELTHEVE
TLTWiewL b, RARAITHEINLIBEIAB—ELTE D, ZONHTETT525EBERXEC
ACL5kbDThBA, EREEBREEZIMALTY 5icd, BTHCEL ShaBBREESRL
EoicHml, BETRORSKEN ORBEEIRMC EF LT % (BHO Fig. 20 HiRE ks
B, L722t0T, 2 DM DBIEC 4D DBRADENSHOTH, bbb boMIELC s oLl
wmahs,

BRI 2 ), BEMIOM LA ) SRRICESHEERREIV NI e h, BTMOR
HIIRHCE DV THERD I3 T 5, M EoEigkiEt oBMANEES i 2 iuE (Fig. 13),
HKREOLVBIICRERTAADLN, HighZ 50BRALENRINARCERL TN 52 EDOEERT
BRI Y ERICE 2T 2, LD D THIRD & OBRDICBIS- 5 MR, BB P & BATRE
i BiET 2808 & WHIEM omsttcE 3 v, BAE, EESAL UL, BEUHBMOEEREI A
Linh, BEL LB T A, ERGEORBRCAONS L5 KhHIEYHBEIHENRD, HE0H
BilisdorErbh5,

B OIS X 5T b ORENL, B ROBREECH T A RRBRBRSRTH S b0
E, LR AUTEEREN, H5VIEND L) K—EDEBRIREZCN T REEIEREIEL
BLTBI LT3 0, BTS2 5RAAFIZSOREZLHEORIVEEIVNE Y, &Ik
LHAFELIRLS L, 0¥ BRI U CREREEZEC S LESHEE OBESERNCLOTH 3
BRI (RERTRECK T 5 ERGRIM OLE) 0L EEKEM, o CERLONRE
LTV, S OBIRINERN RRIEREL R TR MORE TR, TOROLEEHMICH T2
[ERGEIRRELTRTESORNCH B, Lich0T, BRI OEEIHCIIv < SR EF LT
%, Fig. 2, 3, 4 RADBND L) In—EBOERLLILET bR 2B, Z 0k 5 Bl b,
Fig.10 @ 5 R LA 6m/s OBID X 5, FIRIOREL S 1m/s BEOLDOLELE h bbb
TR LSO DL ELBRD, L, ZTOROER b OBRARENEHE L mls DL OCHEEL
TREE DI 21k, B FRIOEEKREHICH T 5 B 0FIE g ic Bug +#80 B LRl o EEKEH i
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Table 3. 3 @oRABUCK LERD bR —EBERCRET S5
BDOEDD 1 £ DONTOREERT, 12o04%
Hh T AR ORMHIFE— L E L b D

Relation between air velccity and each one of the conditions.

(initial moisture content, board thickness, etc.) and other

conditions are same when the uneven drying value was

nearly same.

This table was obtained from actual test,

Air velocity m/s
1.0 | 1.5 2.0
—HWE A \
Initial moisture content 40 ’ 50 60
%
® o B X |
Board thickness c¢m 2.5 2.0 1.3
i & 'Eufﬁﬁ-¢ﬁﬁoﬁﬁéﬁurﬁﬁ
Species '8 Common| Soft
pe hard-wocd | hard-wocd | hard-wood
B A E |
Sticker thickness cm 2.8 ‘ 2.2 1.8
BB X B
Pile width m . 2.0 2.5
| No
BR oy #z W O R ¢
Air circulation Reversible | ?Ve%‘bl‘?ﬁ

Table 4. 3 WOEBICK LAeEMCRTEY L Bbh 55444
F& LT A v FEMBEBCER, REHICHL
TIREEY 1 BEL T50BREY LRBLE LT
YN

BHER DY « BIEL b O DIENHOEREIS TR T

The suitable combination values with air velocity, pile

width, sticker thickness, and etc. for the normal Internal

fan type dry kilns with 1 inch green hard board and the
percent of the excess time taken during the uneven drying
for 3 different air velocities.

T H
Air velccity m/s
1.0 1.5 2.0
B B & IE
Pile width m 1.5 1.5~2.0 | 2.0~2.5
B A E
Sticker thickness cm 2.5 2.5 2.0~2.3
5 |
E\irﬁ‘{:i?c Elja%);:f Reversible Reversible [Reversible
I oLER | & »
% Green 15~20 | 15~20 15~20
Percent of the lumber
excess time
taken during X B M
the uneven Air seasoned 5 5 5
drying % | lumber ‘
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BEA SN ICAFROMEN T35 L TORDESOROMN 1 BHEIC 1 BT 08 KEAET LSS, Fo%



AMEREECRTAME HF4H& CGER &K -PE

BET AR OBERTE "(de) &
KR L hRDHNLBD,

585X 0.15x0.014 X370
100
0.025Xx2520x0.24

_ 4.54
15.11

=0.3
d6=0.3°C

Z DfER S BB OB IR EZE
%tk & Fig. 20 OFEIRAFMEMMR & 2>
DROIEREE (%W #RTh
¥, ToMEORERTENEHI
ns,

¥, 1#HORDOEKEH 100
%ThY, ExbRIcAra—n
DOEREEM 15°C TH BN, =0
WOEIEHE L Fig. 20 ic X » 16.7
%lh xigh, 1 FREEROEIRRIE
DOE LI £k 83.3% OfrEME
bh, FRCIEERET & 5.01°C
(16.7x0.3) BEHIh, BREAN
RERBRIC 2 % H olRicE 2 bh
BIRE 60°C BFLAIND, DT
2 1B ORIXIREZE 10°C 23525
Nl LiinBics, iRk
X b 2tHOWDERER 11%/h
Ligh, BERTE 3.3°C &ix
%, LichioT, 1EE#ED 248
DRDEKRRIL 89%, 31 H DRI
L2 bR BEEL 60°C 55 3.3°C
TADT56.7°CLis %, AT DRic
DULTIRARRT LTk, 1 BRI
DOERDEKER L R ANRES T
KELRE, ROFZHEDRDFLRE]
& kRS 11 H ORIC D & &7K%83
%, {REZE 15°C ODEE#HEE 13.2

ril| —
6 8 10 12 14 16 18 20 22 24 26
) B R K R E & O
Dry and wet temperature dipression
Fig. 20 AFK (l.4cm JE) OWIRiSM G

The drying characteristic curve of Sugi. Board
thickness 1.4 ¢em, dencity 0.37, air velocity 0.7 m/s.
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Studies on the Drying Equipment for Wood (IV).
On the un-uniform drying along the air flow in the Internal fan type dry kiln,

Shin Terazawa, Takuz6 Tsursumoro and Makio Kopama
(Résumé)

The purpose of this study is to decide the suitable air velocity and sticker thickness in
internal fan type dry kilns. In the test we measured the un-uniformity of drying rate, along
the air flow, with stickers of varying thickness and change in air velocity and pile width. In
the first test we used the perfect wet soft board. These boards are placed as shown in
Fig. 1 and air velocity was changed for each test ; measurements of weight loss for each board
was taken only during their constant drying rate, Next we put the board in lamination and
the thickness of the stickers was changed for each test. Measurment of the weight loss was
taken as above in several air flow conditions, These results were plotted as in Fig. 2~4.

The relationship between evaporation and air flow for each board was found to be para-
bolic, when the evaporation values were determined in the direction of the air flow.

As such this was included in the following formula.

L 0, Gt T T RN (1)

The » value is always constant for the single layer boards in all air conditions (see Fig.
2). But for the laid boards » value increases with the decrease of sticker thickness and air
velocity (see Fig. 3, 4).

The n value increases as in Fig. 5 by the decrease of air velocity and sticker thickness.

» lines also change their form with 2cm stickers thickness and 1.5m/s air velocity. So we
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can suppose that the economically suitable values are sticker thickness fron.l 2 to 2.5¢m, and
air velocity from 1.5 to 2.0 mfs, only in this constant drying rate test, with high moisture
content.

In the second test we used the strips of Beech (2.2 c¢m thickness), Sugi (Cryptomeria sp.,
1.4 cm thickness), and Hinoki (Chamaecyparis sp., 13 cm thickness) for the test board and
placed these test boards as in Fig.6 in the normal dry kilns or in a small test dry kiln (Table
1). These were dried with normal schedules in several conditions e. g. different initial moisture
content (only Beech strips), different air velocity, sticker thickness and pile width, These
test boards were weighed several times for their loss of weight, by téking them out of the
pile and then resetting them in the pile. These decreasing moisture content values are shown
in Fig. 7~19.

From these figures it is seen.

(1) Low initial moisture content decreases the un-uniformity of drying (Fig. 8).

(2) With the high moisture content, even an air velocity of 6 m/s passing through the
pile does not decrease the uneveness of moisture content along the air flow (see Fig. 10-5).
But the uneveness of moisture content rapidly decreases during the second part of drying
time, with high air velocity (6 m/s), comparing with low air velccity (0.95 m/s) (see Fig. 10-4).

(3) The uneveness of moisture content is much decreased by keeping some gaps between
each board for air circulation, as compared with laying them together with sides touching
each other (see Fig. 15-2), when all other conditions are the same except the air velocity.

(4) By non-reversible air flow test, the uneveness of moisture content along the direc-
tion of the air flow shows a parabolic relationship in the beginning and then it gradually
changes up to a straight line towards the last part of drying. And in the reversible type
test the uneveness decreases its value about half that of the former, during the last part of
drying, when other conditions are the same. But it is a mistake to suppcse that the drying
time can be decreased to half of its value in reversible type dry kiln (Fig 10, 12, 15).

(5) The ununiformity of drying processes does not change its type and value by the
difference in drying time, with the usual schedule.

(6) By the Ist and 2nd test we decided the air velccity, sticker thickness and load width
on the internal fan type dry kiln as Table 4.

In the 3rd test, we estimated the un-uniformity of moisture content along the air flow
by the drying charactaristic curves.?

By No. 2 formula® we can get the decrease of temperature in some decided length along
the air flow if the drying rate of each lumber is known. The drying rate of each bcard
can be focund frcm Fig. 20 by getting depression of dry and wet bulb temperature, At first,
we can get the drying rate for the first board, on the entering side, by the temperature and
depression fixed for schedule, drying charactaristic curves and initial moisture content, so we
can calculate the decreasing temperature value of this part by the board width, thickness
and density of wood.

At the second step we can find the drying rate value on the 2nd board from the drying
charactaristic curves by the calculated temperature depression caused by the decrease of
temperature while the air is passing through the first boards. .

In this manner, we can get the average evaporation value of each board along the air

flow during the first one hour, so we can easily calculate the moisture content of each board
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after 1 hour.
The moisture contents of each board after two hours may be similarly calculated by
the same methcd, by paying attention to the difference of moisture content on each bocard.
Like this, by finding out the values, after an interval of each hour of the drying time and
separating the distance of air flow direction by each board width, we can get the average
evaporating value and temperature decrease for each board.
Fig. 21 is drawn by taking into consideration the followings factors,
species Sugi, density 0.37, board width 15¢m, board thickness 1.4¢m, air velocity
0.7m/s, load width 1.2m, sticker thickness 2.5c¢m, initial moisture content' 100 %,
schedule Fig. 21.

And this figure fairly resembled the measured values in Fig. 17.



