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ABSTRACT

In this study, the environmentally friendly material charcoal was added to ricehusk, an agricultural by-product, and
sawdust, which emerges during the sawing process, to produce board by mixing ratio and concentration levels of ricehusk
and charcoal; it then investigated its physical properties for development purposes and achieved the following results.
The water absorption and thickness swelling of the compounded board produced per adding ratio of ricehusk and charcoal
showed a gradually decreasing tendency along with the increase in adding ratio of the charcoal, and as the density
of the compounded board increased, the water absorption decreased, while the thickness swelling increased. The internal
bond strength of the compounded board had indicated its highest value of 0.49N/mm? at the density of 0.7g/cm’. This
satisfied the quality standard for KSF 3104 Particleboard. The internal bond strength of the compounded board manufactured
per adding ratio of ricehusk and charcoal showed a steady decrease with the decrease in the adding ratio of ricehusk,
and an increase in the addingratio of the charcoal. Also, in cases when the ratio of the ricehusk and charcoal by KSF
3104 quality standard were 35:5 and 30:10, it satisfied the quality standard of 15.0-type, whereas it satisfied the 13.0-type
quality standard if the ratios were 25:15 and 20:20. It showed a tendency of increasing hardness of the compounded
board with the increase in density, and decreasing hardness with the increase in the adding ratio of the charcoal.
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a replacement raw material for insufficient wooden re-
sources (Kim et al., 2001). Although the sawdust used

1. INTRODUCTION

Due to an increase in the interest in wood as an in this study, which is a by-product in the sawing proc-

environmentally friendly construction material as well ess, is produced in large amounts, due to its properties

as in wooden materials, research development is being which require a large amount of resin, as well as thermo

actively carried out on handling increasing wood and
wooden material consumption, along with new wooden
compound materials based on composition between dai-
ly waste materials, agricultural waste materials, etc. and
wooden materials for the purposes of achieving a stable

supply of wooden raw materials as well as developing

compression time which lengthens during manufactur-
ing of boards, only a small quantity of sawdust had
been used to achieve the smoothness and surface hard-
ness of Particleboard. Also, despite the fact that the
boards which utilized ricehusk, an agricultural by-pro-

duct, had many difficulties in commercialization due
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to the properties of the material, research had pro-
gressed in various ways (Oh et al., 2005; Oh et al.,
2010; Oh, 2014). On the other hand, wooden raw materi-
als are being gradually transformed from thoseoriginally
manufactured only for wooden materials into com-
pounded environmentally friendly materials which in-
clude functionality. A variety of research and develop-
ment in particular is making progress regarding environ-
mentally friendly materials which take into consid-
eration their durability and functionalities (Park et al.,
2013; Park et al., 2012; Hwang and Oh, 2017). Charcoal
is the most easily accessible environmentally friendly
material, and its usable field is being widened as further
new use methods are being developed after identifying
numerous features such as air and water purification,
far-infrared radiation release, electromagnetic wave
shielding, etc. Also, with the increase of interest in
health, products which utilize charcoal have been pro-
duced in large quantity such that the use of charcoal
has shown a noticeable recent increase. As such, char-
coal is being newly recognized as an environmentally
friendly raw material, and shows large utilization.
Choi et al. (2000) manufactured boards which utilized
waste wood materials and charcoal and measured the
material properties, and confirmed the result that its
strength properties were relatively lower than existing
boards but due to the low preservability and heat
conductivity of strawberries, and checked its use
potential as an ecological material, whereas Lee et al
(2004, 2005) manufactured boards in various conditions
by using fine charcoal, measured their material pro-
perties and confirmed their performance, and confirmed
the release amount of far-infrared radiation atthe same
level with fine charcoal, and an extraordinary adhesi-
veness of ethylene gas. Lee et al. (2006) confirmed
the formaldehyde radiation reduction effect of boards
made of black coal manufactured by carbonizing daily
waste. Also, Seo & Lee (2010) manufactured black

coal boards by using biologically and environmentally

friendly natural plasmatic concentrated additive, and
confirmed that it could be utilized as a residential
environmental material for indoor air quality man-
agement. Also, Park et al. (2012, 2013) used green
tea, charcoal and wooden fabric to manufacture the
compounded boards in various conditions andmeasure
their material properties, and carried out research
relevant to material development as an environmentally
friendly material. Hwang & Oh (2017) investigated the
material properties of boards manufactured using rice
husk and charcoal, whereas Kim (2017) had manu-
factured boards by using ricehusk and charcoal to
develop insulating materials for structural purposes.

This study manufactured board per mixing ratio and
density of ricehusk and charcoal by adding charcoal,
an environmentally friendly raw material,to ricehusk,
an agricultural by-product, and sawdust which emerges
during the sawing process, as a part of functional
development, measured its physical properties and

reviewed its usability.

2. MATERIALS and METHODS

2.1. Testing materials

2.1.1. Sawdust

The sawdust which emerges in the sawing process of
thinned logs of Larix kaemferi C was used by purcha-
sefrom a market sawmill, and for evenness of the sample
during the manufacture of the board, particle size was
selected as 18mesh by using a sorter (Shinchang, vibrator),
while the water content percentage was adjusted to less
than 6%.

2.1.2. Ricehusk

The ricehusk was purchased from a market rice mill,
dried in the shade, and ground with a grinder (Hanshin,
J-NCM) in order to increase coherence during the

manufacture of the board, while particle size was selected
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Table 1. Characterisitcs of phenol-formaldehyde resin
for the test

Resin types Powder resin

Items (novolak type)
Solid content(%) 99
Melting point(C) 80~95
Specific gravity -
Celation time(sec.) 80~120
Plate flow(mm) 30~35

viscosity(cps) -

as -18mesh, and the water content ratio was adjusted to
below 6%.

2.1.3. Charcoal
For oak charcoal, black coal with -100mesh size was

used after purchasing from Geumhanguam Co.

2.1.4. Resin
To manufacture boards, powder-type phenolic resin
(Kolon Industry Co., KNB-100PL) was used, and the

properties of the resins are indicated in Table 1.

2.2. Test method

2.2.1. Board manufacturing

To manufacture boards, powder-type phenolic resins
were sufficiently combined in sawdust, ricehusk and
charcoal which were evenly selected, inserted intoa
stainless square mold placed on top of a hotplate of
a thermo compressor (Daeyang Machinery, DYMSP-
001-026), adjusted for height of the upper portion of
the sample in a constant manner, and underwent a
thermo-pressurizing formation to produce a board with
dimensionsof 260mm * 260mm X 11mm. For the manu-
facturing conditions of the board, the water content
addingratio was fixed to 10%, the density was fixed
to 0.6g/cm?, the adding quantities of sawdust, ricehusk
and charcoalwere differentiated as 50:35:5, 50:30:10,
50:25:15 and 50:20:20 to produce 4 different kinds,

and the adding quantities of sawdust, ricehusk and
charcoal were fixed to 50:20:20 and had densities set
to 0.5, 0.6, and 0.7g/cm3 to produce 6 sheets each,
for a total number of 42 sheets. The thermo compression
temperature at this point was set to 170°C, the pressure
was set to 40 kg/em® — 30 kgfem® — 20 kgg/em®
(3 phase pressurization), and the pressurization time
was set to 9 minutes — 2 minutes — 1 minute (3 phase
pressurization times). In order to maintain a constant
thickness of the board in the process of the thermo
pressurization, a thickness bar was used, and a Teflon
plate was used to prevent attachment of the board’s

upper and lower surfaces to the hotplate due to its heat.

2.3. Matter properties measurement

2.3.1. Water absorption rate, thickness
swelling

In order to measure the water absorption and thickness
swelling, a test specimen of 50mm % S0mm X 1lmm
was produced, on which a standard line was drawn
along the middle in the direction of the width and length,
and weight and dimensionswere measured. After that,
the test specimen was soaked in water at 20+1°C for
24 hours, the remaining water was removed, and weight
and dimensions were measuredagain. The water ab-
sorption (WA) and thickness swelling (TS) based on
the water absorption was calculated by using the

following formula (1, 2).

ma= 2 (1)

48
Here, W4 refers to the weight (g) of the board test
specimen 24 hours after soaking in water, and Wy to
the weight (g) of the board test specimen before soaking

in water.

T, — T,
=20 100 ¥)
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Here, T4 refers to the thickness (mm) of the board
test specimen 24 hours after soaking in water, while
To refers to the thickness (mm) of the board test

specimen before soaking in water.

2.3.2. Internal bond strength

In order to measure the internal bond strength, a
test specimen of 50mm x 50mm X 11mm was produced,
a standard line was drawn down the middle in the
directions of its width and length, and dimensions were
measured. To identify the adhesive performance of the
board, metal blocks were added on both sides of the
test specimen with hot melt resin according to KS F
3104 regulation, tensile load was applied to the test
specimen surface in a perpendicular direction, maximum
load (P) when the internal bond was destroyed was
measured, and internal bond strength (IB) was cal-
culatedby using the following formula (3). In this case,

the tensile load speed was set to 2mm/min.

B=—— 3)

Here, IB refers to the internal bond strength (N/mm?),
P to themaximum load when the internal bond is
destroyed (N), b to the width of the sample (mm), and
h to the length of the sample (mm).

2.3.3. Brinell hardness

To measure the Brinell hardness, a test specimen
of 50mm x 50mm * 11mm was produced, and Durville
pouring which measures the Brinell hardness by pressing
in a steel ball on the board’s surface was used. By
using the pressing-in mark area that emerges by pressing
in a steel ball with a certain radius on the board’s surface
at a constant pressure, the Brinell hardness was
calculated by using the following formula (4).

2P

HB= ——————F—— 4)
7D(D— VD*~d& )

Here, HB refers to Brinell hardness (kg/mm?), P to
the load, D to the radius of the steel ball, and d to

the diameter of the pressing-in surface.

3. RESULTS and DISCUSSION

3.1. Water absorption

The result of measuring the water absorption after
soaking the board manufactured per manufacturing
conditions in water at 20+1°C for 24 hours is shown
in Fig. 1. The water absorption of the board manu-
factured by density by setting the addingratios of
sawdust, ricehusk and charcoal at 50:20:20 showed that
the resin-adding ratio at 10% was 131.19% when the
density was 0.5g/cm’, 96.26% when the density is
0.6g/cm’, and 82.13% when at 0.7g/cm’, indicating a
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Fig. 1. Relationship between water absorption of board
and density and addition of charcoal (WA: Water
absorption).
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tendency of reducing water absorption with anincrease
in density. The relationship between the density and
water absorption was indicated as a determination
coefficient (R?) of 0.9112 through which it was shown
that the density had largely affected the water absorp-
tion. The quantities of compressed sawdust, ricehusk
and charcoal increased with the increase in density,
and this result of reduction in water absorption is
considered to be achieved as contact with water, or
the movement of the water became difficult with the
result of reducing porosity since the gaps between and
the makeup of particles of the board were densely
produced after pressurization. The coefficient of linear
expansion and water absorption of the sawdust board
manufactured by Lee and Yoon (1994) with MDI resins
had decreased as its proportion was increased, while
Oh (2003, 2013) had stated that the water absorption
decreased with the increase in density of the sawdust
board manufactured by thinned logs and the compound
board manufactured fromsawdust and Mandarin peels,
and Oh et al. (2012) had also reported that the water
absorption of the board manufactured with giant mis-
canthus particles decreased with an increase in density,
while the result of this research as well had showed
an equivalent tendency with this result.

Also, the water absorption of the board manufactured
with a density of 0.6g/cm’ by differentiating the ad-
dingratios of ricehusk and charcoal was 116.49% when
the ratio of ricehusk and charcoal was 35:5, 108.71%
when it was 25:15, and 96.26% when it was 20:20,
showing a tendency of gradually decreasing water ab-
sorption with the increase in the adding ratio of the
charcoal. This is thought to be a reduction of water ab-
sorption since the mobility of water becomes difficult
if the adding ratio of the powder-state charcoal particles
increases, in which the charcoal particles will be set
at a porosity between the particles of sawdust and
ricehusk. However, the relationship between the adding

ratio and water absorption of the ricehusk and charcoal

had showed alow determination coefficient (R?) at
0.5791; thus, it was able to be confirmed that the adding
ratio of the ricehusk and charcoal had less affected
the water absorption. Such a result is considered to
be that, although the charcoal particles set at this por-
osity interfere with the mobility of water, if the adding
quantity of the charcoal particles increases, because
the volume to be pressurized decreases during manu-
facturing ofthe board, the adhesiveness would be de-
graded relatively despite the same density, resulting
in an increase in the porosity ratio, and that the adding
ratios of the ricehusk and charcoal have less of an effect

on water absorption.

3.2. Thickness swelling

The result of measuring thickness swelling after
soaking the board manufactured in water at 20+1°C
for 24 hours is shown in Fig. 2. The thickness swelling
of the board manufactured by density with adding ratios
of sawdust, ricehusk and charcoal at 50:20:20 andadding
ratio of resin at 10% was shown as 5.54% with density
of 0.5g/cm’, 7.95% with density of 0.6g/cm’, and
10.73% with density of 0.7g/cm’®, showing a tendency
toward increased thickness swelling with an increase
in density. The relationship between the density and
thickness swelling had the determination coefficient
value (R%) of 0.7399 in which the density had largely
affected the thickness swelling. Generally, in case of
a board manufactured with the same resin adding ratio,
it is known that as the proportion of the board increases,
the dimensional stability will decrease (Sun et al., 1994).
This is decided to be an effect caused by an increased
quantity of particles able to expand while absorbing
water after manufacturing the board due to an increase
in quantities of pressed sawdust and ricehusk during
the manufacturing process, althoughwater absorption
increased with the increase in its density. Also, this

result is considered to be combined with the properties
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Fig. 2. Relationship between thickness swelling of
board and density and addition of charcoal (TS:
Thickness swelling).

of the press-formed particles that tend to revert to the
condition before its formation due to the water
absorption. Thus, the thickness swelling is considered
to be more affected by the density than water. This
result had satisfied the quality standard of KSF 3104
Particleboard. Oh (2003, 2013) had stated that as the
densities of the sawdust board manufactured with
thinned logs and the compounded board manufactured
using sawdust and Mandarin peels increase, the
thickness swelling increases; and Piao (2004) had
reported that as the density of the compounded board
manufactured using the sawdust and ricehusk increases,
the thickness swelling increases steadily.

On the other hand, the thickness swelling of the board
manufactured with a density of 0.6g/cm’ by setting the
adding ratio of sawdust to 50% and differentiating the

adding ratios of ricehusk and charcoal was shown as

11.49%when the ratio of ricehusk and charcoal was
35:5, 9.73% for 30:10, 9.36% for 25:15, and 7.95%
for 20:20, showing a tendency toward asteady decrease
in thickness swelling as the adding ratio of ricehusk
decreases and that of charcoal increases. This result had
satisfied the quality standard of KSF 3104 Particleboard.
Generally, as carbide goes through the carbonating
process, hydrophilic groups such as hydrogen, oxygen,
etc. change to hydrophobic groups, and the chance of
forming secondary combinations with water decreases
(Park et al., 2007). Thus, if the adding ratio of charcoal
increases, being a carbide, the adding quantity of
ricehusk particles which could swell when absorbing
water decreases. It is considered that with this result
the thickness swelling had decreased, leading to an
increase in dimensional stability. However, the rela-
tionship between the adding ratios of sawdust, charcoal
and thickness swelling showed a low determination
coefficient (R?) at 0.5240 in which the adding ratios
of ricehusk and charcoal can be seen as affecting the
thickness swellingless. In order to confirm the precise
effect of charcoal, it is considered to be necessary to
carry out tests by further increasing the adding ratio

of the charcoal.

3.3. Internal bond strength

The result of measuring the internal bond strength
based on the density of manufactured board, adding
ratios of ricehusk and charcoal is shown in Fig. 3. The
internal bond strength of board manufactured per density
by setting the adding ratios of sawdust, ricehusk and
charcoal to 50:20:20, and adding ratio of resin to 10%
was shown as 0.10N/mm’* with a density of 0.5g/cm’,
0.23N/mm’ for 0.5g/cm’, and 0.49N/mm’ for 0.7g/cm’,
showinga tendency of increasing internal bond strength
as density increased. The relationship between the
density of the board and the internal bond strength had

shown a determination coefficient (R?) of 0.7838 in

- 66 -



Properties of Board Manufactured from Sawdust, Ricehusk and Charcoal

070

¥=19818x-0.9198
0.60

E
= R*=07838 8
=
5, 050
§ /b'
- 0.40
- © o
E 0.30
B B
— 020
] o]
c Q oB
g 010 @,
t O Average of 1B
= o000 T T T
0.4 05 0.6 07 03

Density of Board(g/ )

0.40

0.25

0.15

0.10

005 Ly=-0007x+03117 olB

R*=0.2965
T

Internal bond strength{N /mr()
E
(o]
] o
] o o
o

O Average of IB
0.00 T

0 5 10 15 20 25
Addition of charcoal(%)

Fig. 3. Relationship between internal bond strength
of board and density and addition of charcoal (IB:
Internal bond strength).

which board density had been shown to largely affect
the internal bond strength. Generally, board density is
a crucial factor in determining the mechanical properties
of board in which as the density increases, mechanical
property increases. This is considered to be a result
caused by increased quantities of pressed sawdust,
ricehusk and charcoal with the increased density and
densely producing the gaps between and organization
of particles of the board after pressing to strengthen
their joining force. Oh et al. (2012) had reported that
the internal bond strength of board manufactured by
giant miscanthus particles increased with the increase
in the density, and this research as well had shown
the same tendency. Also, this result had satisfied the
quality standards of 8.0-type for 0.5g/cm’ density,
13.0-type for 0.6g/cm’ density, and 18.0-type for
0.7g/cm’ density with respect to the quality standard

for KSF 3104 Particleboard.

On the other hand, the internal bond strength of
board manufactured at 0.6g/cm’® density by differ-
entiating the adding ratios of ricehusk, charcoal, and
setting the adding ratio of sawdust at 50% was shown
as 0.25N/mm’ for a 35:5 ratio of ricechusk and charcoal,
0.25N/mm’ for 30:10, 0.23N/mm’for 25:15, and
0.23N/mm’ for 20:20 in which itshowed a tendency
of steadily decreasing internal bond strength as the add-
ing ratio of ricehusk decreases, and that of charcoal
increases. This is decided to be a result caused by degra-
dation of internal bond strength with reduced pressed
quantity during the manufacturing process if the adding
ratio of ricehusk in particle-state becomes less than that
of charcoal in a powder state. Also, Park et al. (2007)
had reported in matter property measurementsfor parti-
cleboard manufactured with waste wood carbide that
the internal bond strength had decreased with the in-
crease in the adding quantity of the carbide. This had
shown a similar tendencywith a result stating that be-
cause the strength of the carbide itself is weaker than
the strength of theparticles, it had directly impacted
the internal bond strength. However, the relationship
between the adding ratios of ricehusk, charcoal and
internal bond strength had shown adetermination co-
efficient (R?) of 0.2965 in which the adding ratios of
ricechusk and charcoal had less of an effect on the internal
bond strength. It is considered to be necessary to carry
out additional tests with various adding ratios since
the adding ratio of charcoal was inadequate. Also, this
result had satisfied the quality standards of 15.0-type
for 35:5 and 30:10 ratios of ricehusk and charcoal, and
13.0-type for 25:15 and 20:20 ratios with respect to
the quality standards for KSF 3104 Particleboard.

3.4, Brinell hardness

The result of measuring the Brinell hardness based

on density of manufactured board and adding ratios
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Fig. 4. Relationship between brinell hardness strength
of board and density and addition of charcoal (BH:
Brinell hardness).

of ricehusk and charcoal is shown in Fig. 4. The Brinell
hardness of board manufactured per density by setting
adding ratios of sawdust, ricehusk and charcoal to
50:20:20, and adding ratio of resin at 10% was shown
as 34.1kggmm? for 0.5g/cm’® density, 42.7kgg/mm?® for
0.6g/cm’, and 60.8kgymm?’ for 0.7g/cm® which showed
a tendency of increasing Brinell hardness with the
increase in density. Also, the relationship between the
board density and Brinell hardness had shown a
determination coefficient (R%) of 0.6593, which showed
that the density of board affects the Brinell hardness.
It had indicated the same result with the research stating
that generally, the Brinell hardness of wood increases
proportionally with weight (Lee et al., 2008). This is
a result caused by increased quantities of pressed

sawdust, ricehusk and charcoal as density increases in

manufacturing of the board, and strengthening the
joining force by producing gaps between and an
organization of the particles of the board after pressing.
Oh (2003) had reported that Brinell hardness increases
with the increase in density of sawdust board manu-
factured by using thinned logs, while Oh and Park (2009)
had reported that Brinell hardness increases with the
increase in density of board manufactured by using
wooden parts of paper mulberry. This result had shown
the same tendency with the abovementioned reports.

Also, the Brinell hardness of board manufactured
with 0.6g/cm® density by setting the adding ratio of
sawdust as 50%, differentiating the adding ratios of
ricehusk and charcoal was shown as 85.4kgf/mm2 for
35.5 ratio of ricehusk and charcoal, 72.0kg#mm? for
30:10, 55.2kgymm? for 25:15, and 42.7kg/mm’ for
20:20 which showed a tendency of decreasing Brinell
hardness with the decrease in adding ratio of ricehusk,
and an increase in the adding ratio of charcoal. The
relationship between the adding ratios of ricehusk,
charcoal and Brinell hardness had shown a determi-
nation coefficient (R?) of 0.7931 in which the adding
ratios were indicated as affecting the Brinell hardness.
Same with the internal bond strength, this is considered
to be a result of degrading internal bond strength with
decreased amount of pressed quantity during the
manufacturing process if the adding ratio of ricehusk

becomes less than that of charcoal.

4., CONCLUSION

This study had added the environmentally friendly
material charcoal to ricehusk, an agricultural by-product,
and sawdust which emerges during the sawing process
to produce board per mixing ratio and concentration
level of ricehusk and charcoal, investigated its physical
properties for usage development purposes and achieved
the following result.

It was able to be confirmed that as the density of
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board increased, the particles became more densely
integrated. It was also possible to confirm that as the
adding ratio of charcoal particles increases, the surface
color darkens, and a greater amount of charcoal particles
locate in the pores and particle surface.

The water absorption and thickness swelling of the
compounded board produced per adding ratios of
ricchusk and charcoal had showed the tendency to
gradually decrease with the increase in adding ratio
of the charcoal, and as the density of the compounded
board increased, the water absorption decreased, while
the thickness swelling increased.

The internal bond strength of the compounded board
had indicated a highest value of 0.49N/mm’ at the
density of 0.7g/cm’. It had showed a tendency toward
increasing internal bond strength with the increase in
density, and satisfied the quality standard of 8.0-type
for 0.5g/cm’ density, 13.0-type for 0.6g/cm’, 18.0-type
for 0.7g/cm® with respect to the quality standard for
KSF 3104 Particleboard. The internal bond strength
of the compounded board manufactured per adding ratio
of ricehusk and charcoal had showed a maximum value
of 0.26N/mm’ for an adding ratio of ricehusk and
charcoal of 35:5, and showed a steady decrease with
the decrease in the adding ratio of the ricehusk, and
an increase in the adding ratio of the charcoal. Also,
in cases in which the ratio of the ricehusk andcharcoal
in KSF 3104 quality standard were 35:5 and 30:10,
it satisfied the quality standard of 15.0-type; whereas
it satisfied the 13.0-type quality standard if the ratios
were 25:15 and 20:20.

It showed a tendency of increasing hardness of the
compounded board with anincrease in density, and
decreasing the hardness with the increase in the adding

ratio of the charcoal.
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A EAet AR Het o] SHE L Qo] HAet HAA R An|Fo] FHishs ARl tAIst,
SAYRS A saY BT SAA Y] tiAldE AT Aol A QAT W=, sikE HrlE S HAARe
Sqete] ozt A2 SAEEA Rt A7 o] 2L Qh(Kim ef al., 2001). & Aol A ARSRE A=l A A
FAREQ S B2 ool AREAL Qleolle SN S HE ARA] o] A7F Faste] debazte] o))
Tl aTFe] SRt el SRS PR RUFES A7) S AREE] Rt B3 FARAE GAE o8 HETE
Az 5444 A8l B2 olglgol AFolE =otal bRt o A7 3 E o] SeHOh et al., 2005; Oh et
al., 2010; Oh, 2014). 3, R = 7|2 S A2EE Ao] HA} 71540l 23d Arrt E3d e
Az weketal ek 53], e 71sAde Lefet gt AR Aot o] ofFojA|iL Jlth(Park ef al.,
2013; Park ef al., 2012; Hwang and Oh, 2017). &2 7F¢ €7 AT == Sl 219 A=oln 371 & 243}, A4
&, b A g2 540 MEA B Ho @2 2 ol ol AdEe] I §=rt i fsiAlaL Jlok
R 7ol digh ol ot wet £ o83 AEEE UF BAE Sl =9 ARgol ol HAl ekl Stk olet
2ol =2 2T B WA A= MEA QA= ol o] &=L ek

Choi et al. (200002 H=Aet & BEF HEE AXS 24de ST 23 A=4 20| 7|E0l| BEo e tha
A, w7]9] HEA 9l dRlEAo] wot ARARRA ] o]-87ks S FHUBHRIL Lee er al(2004, 2005)2 itk o3l
Rt 202 HES A2 & S48 5745t e Selsiolet, Wey) S5t Aol WAy Hold o ddlrta
FAEE HATE Lee ef al (200601 BEAIAES ©obAA Azt SHto R the HE9 ZEUHS|E kAt a3E
SHISHATE. 7t Seo & Lee(2010)= AESAAIARTE A2 Sehe AR 0l g2 Ql A 45542
& o83t FHEEE Axst] AUg7|d #elE AT FALBAREA &80l 7hssirial glsteith. =5t Park ef
al(2012, 2013)2 =2}, & ¥ SAHFE ol3to] HRHES o] 2U0R A2 & S4& SHsH] 1LE AR=A
a7l FE AFE WY Hwang & Oh(2017)= A% o83t Al HEf =4S AL Kim(2017)
= FEE A NS st FARS ol8ste] HREE A=

2 dolAs ST deto R sAbEel A AR A TS = Fiell €7 FaHl 249 %2 dvist
of A} xo] T3vlE % YR HEE A2 & Sds SA6L o8 e dE dES)
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2.1, FAA=R

211, B9

B2 HAS(Larix kaemferi C) 1A AAYA] HAAE AE Ale Aol skl AREsIoH, HE A|2A] A7)
dATHe ¢Jste] YA =715 A1 7](Shinchang, vibrator)©]-8-5}o] -18mesh@ AH3}a $H8-2 6%0]5t2 X A3 ATh

2.12. 94
A= AFl Sl Aulaol A Y8t
B st QA7) S -18meshE AEHT

mlo
Hir

A% F BE AzA A £ol7] $15to] £4)7](Hanshin, INCM)
S PREL 6%olstR 2Asto] Mgk

213. £
HUREE QU] EFABOIA -100mesh Ao] =] SERS FYste] AFgSE

2.1.4. 4]

HEAZE g5t BUA 4|22 E43HZ), KNB-100PD)E AHS319T 449 EAL Table 13+ 2k,

2.2, AW

22.1. HEAX
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9bA @ 0] H7IEFS 502022002 TAF A WEE 0.5, 0.6, 0.7g/n 3ERE A3l 77} 6|H & 24S A2 AT)
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R L EC A L)

2 3 E o‘é';g
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o} 1 3 20+1C9) £ 2447k
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232. H]—a]ﬂ—E
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P
IB= 4 3)

o714, IB @ HFE| A= (N/mm), P o Bp] A9 HeskEIN), b 2 Al=29] Lul(mm), h : A|=9] Zo|(mm)

233. A%
7 =(Brinell hardness)E Z7%3}7] Y3l 50mm x 50mm x 11mmo] A|FHS AZSt 3 7F1E HEXH AAAAA
Ao At A4 B4 bl ASHE AL ST Y A2l 78 A% Y8 Ahl A7

FYA=e HAE o]gdto] o 4] (D= Fskqih
HE= Lz @)
7D(D—+D )
o714, HB : Bajdl Ax(kg/m), P : 3%, D : 7239 2, d : ggue &

Az ZAUE A2 HEE 2041 T 49 24A17F AR & - E-S=8(water absorption)S ZA4 ¢ A3+ Fig. 13}
2ch FU 97 B 590 WIS 02020, SAWHEE 1006250 WU ARG G| SR EEe WS 05gl
o) 1 131.19%, 0.6g/cr' T 96.26% 121 0.7g/crd o 82.13% WE7} Z7f5Haz SBE2g0] 7ha s]{— AT LR
sick WES 2EERE Aol9] WAL AR GR)0] 091122 WA SEESEe] F FUE FE A0

ol Wit ol sl B 97 3 %8 90l Bofokd, ol Al # el el

F

A YA gHEo] o] Fojut Aut <l fEIte] HIolu RO o)Fo] o YA WA SEZS S
AZEIEE Lee and Yoon(1994)0] MDI 44 A% BAH2se] A94E 2 $5588 v%o] %mjﬁ MRk
Oh(2003, 2013)%= ZFEAIR A28 FRe=ot Fft #ube ol 48] A2 TPREO) Wrrt Z/1epE 5
ZHAagtchal 31913, Oh ef al(2012)% AT AA TSR A2 REQ sl aego] Uyt Z71eE ZAsigctal By
gk vl Qlo] & AFAdnE o]oh dAE AgS vehfgich
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A7hgo] SEESg e Gl HeRow Az

3.2, FAREE

AZ ZAEE ARE HEZ 20+1 T E4of 24A7F AR & F79-8-&(thickness swelling)S =43t A3}l= Fig.
20} ek BT 9A 9 £ WS 502020, $AWHES 10%25t] WEWR AzE HEe] SABLLE We)
0.5g/enrd W 5.54%, 0.6g/ci'd w] 7.95% 12|11 0.7g/en'd ] 10.73%2 LV=7} 27188 FAY-&0] 278 F3S
UEhl ok A= oh g5 Afol9] A= AAASY %E(RZ)O] 0.73998 w7l FAMEE] B2 FFE = AR
et AW o8 FURt $A] H7NFO R AlxE HEY e HEQ H|Fo| FUIRlel meh Ao o] U Zlog
e QcHSun ef al., 1994). o] Wisk FHBSE SpFafo] FHIAAT BE AA AsH: U 9o
THE| S0 o] WobAA AL o2 Rolete REAR & $EFAl0] B 4 e TEE9 ol 7Pﬂ°1 A7 o
TehElo], T3 QAR Thelo] 4Rg4o] o8 HRAe) AEE Belsle 4] BHeR JRg vA Aoz

AR Eh SRS SERch U oJso] 2 Ao AR, ofzish AT KSF 3104 1) 2 wEo] £
29 ST Oh(2003, 2013) A A3 Bunee} Byiah Fure olgd) 2T ERHES] Yrvt 2R
SrB -] Z7HETET SH9L, Piao(2004)E ENII $AZ 0|89 AT RS WL} FAUSE SABE o]
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sl Skt Rashich

s BWETIES S0%E S, A% 29 WIS deistel W 06goR AxE HEo FARERS 97
o] H]go] 35:59 ] 11.49%, 30:102 1 9.73%, 25:15% ] 9.36% 18] 20:202 ] 7.95%5 %47 0] H7}&o| 7+Aasli
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aFoE walsle] 2EI 24ATS AT G ol AdthPark e al, 2007). Wb R 29 Hrbgol
F715HA EEA ART 5 Gk WATEZO) Wohepo] sty of B FABERo] Fastel X49PgAo]
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Fubn 9 W 29 HFRS 502020, 2AHHES 10%2 3] WEM AZF HEO] Sl UE 05gmd 1
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shel27be] 744 B 22 AWsh BiSe] ATAL AEHAIA AVIE AN ARE Oh er alQ012)E Athely ste 2
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