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GRANULOMETRIC COMPOSITION OF CHIPS AND DUST 
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MODIFIED WOOD 
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ABSTRACT 

The granulometric composition of chips and dust from the longitudinal milling and 

sanding of thermally modified oak and spruce wood over a set of modification 

temperatures: 160, 180, 200 and 220 °C is determined and differences between the factors 

affecting the granulometry during these two woodworking processes are defined in the 

paper. Sieve analysis yielded percentages on individual sieves. Residual curves were used 

to emphasize the difference in these technologies in the granulometric composition, where 

a shift to the left signals smaller (finer particles) or dust particles. While the sanding dust 

residue curves shift to the right due to the elevated temperature of the wood treatment, i.e. 

towards larger fine particles and medium coarse particles, the chip residue curves from the 

milling process shift to the left, with a higher share of medium coarse, fine and dust 

fractions due as the wood modification temperature increases. 

Key words: woodworking, thermally modified wood species, granulometry, residual 

curves. 

INTRODUCTION 

Thermally modified wood is a material that is coming more and more to the forefront 

with efforts to make use of its physical and mechanical properties in areas where it is 

suitable. The major advantage offered is the ability to use less valuable wood from a 

temperate zone, which is modified through the application of high temperatures to deliver 

new properties, many of which approach those of tropical wood species, which they could 

potentially replace. In order to make adequate use of thermally modified wood, it is 

necessary to know its response in all potential areas of application. Simply knowing how 

its properties change as a result of thermal modification or the actual technologies for 

processing and potential risks are insufficient on their own. For the individual technologies 

for working thermally modified wood, it is important to know how this wood will respond 

in terms of workability, emissions and the resulting surface quality, which have been the 

focus of numerous authors (BUDAKCI et al. 2013, KVIETKOVÁ et al. 2015, KAPLAN et al. 

2018, SANDAK et al. 2017, KUBŠ et al. 2016, KOLEDA et al. 2018). A specific area within 

the individual methods of mechanical working of this wood is the actual chip forming 

process, or the granulometry of the chips or dust that form, which remains a little explored 

area in terms of the modification of wood by applying high temperatures and it is 

necessary to determine if the secondary material (chips and dust) may be used, what 
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percentage of fine fractions are created by these individual technologies, and if these 

increase the health and safety risks associated therewith, especially the formation of dust 

particles with dimensions of ≤ 0.100 mm, which are characterized as airborne, difficult to 

settle in space, and are a problem for the operating staff (BARCÍK and GAŠPARÍK 2014, 

DZURENDA et al. 2010, DZURENDA and ORLOWSKI 2011, IGAZ et al. 2019, KMINIAK and 

DZURENDA 2019, KUČERKA and OČKAJOVÁ 2018, MIKUŠOVÁ et al. 2019, ROGOZINSKI 

2016, ROGOZINSKI et al. 2017). The occurrence of this dust is problematic in terms of 

health because they can be inhaled and settle on the skin, in mucous membranes, etc. A 

safety risk is posed by the fire hazard or explosion hazard they pose, and the smaller the 

particles generated by a woodworking process and the greater the quantity, the greater the 

probability of such risks.  

Given thermally modified wood is characterised by low strength (both bending and 

tensile strength) and lower toughness (REINPRECHT and VIDHOLDOVÁ 2008, KAČÍKOVÁ and 

KAČÍK 2011, THERMOWOOD HANDBOOK 2003, ČABALOVÁ et al. 2016), a higher 

percentage of smaller particles is expected during woodworking (REINPRECHT and 

VIDHOLDOVÁ 2008, KRÁL and HRÁZSKÝ 2005), as the above-specified strengths are 

dominant in the chip forming process (SIKLIENKA et al. 2017). 

The objective of this paper is to compare the influence of milling and sanding 

technologies of thermally modified oak and spruce wood (modified at temperatures of 

160°C, 180°C, 200°C and 220°C) on the granulometric composition of the formed chips 

and wood sanding dust with confirmation or refutation of the influence of woodworking 

technology, wood species and modification temperature on increases in the share of fine 

(particle size ≤ 0.125 mm) and dust fractions (particle size ≤ 0.08 mm). 

MATERIALS AND METHODS 

Sample preparation 

Sessile oak (Quercus petraea) and Norway spruce (Picea Abies) for experiment were 

prepared by OČKAJOVÁ et al. (2019). The samples were dried to a residual moisture 

content of 8 %. 

Thermally modification of oak and spruce wood is exactly described by KUČERKA and 

OČKAJOVÁ (2018). 

Milling and sanding machines  

Lower spindle milling machine ZDS-2 (Liptov machine shop, Slovakia), feeding device 

Frommia ZMD 252/137 (Machinenfabrik Ferdinand Fromm, Fellbach, Germany), milling 

head FH 45 Staton SZT (Turany, Slovakia) with diameter of 125 mm and thickness of 45 

mm, rake angle γ = 25 °, cutting speed of 40 m·s1, feed rate of 15 m·min1, depth of cut of 

1 mm. 

Narrow belt sanding machine JET JSG-96 (JPW Tool AG, Fälladen, Switzerland), 

cutting speed of 10 m·s1, grit size 80 of sanding belt HIOLIT XO P80 (KWH Group Ltd., 

Vaasa, Finland), individual pressure of wood sample on sanding belt. 

Granular analysis 

Granular analysis was made in accordance with the standards STN 9096 (83 4610), STN 

153105/STN ISO 3310-1 and steps by OČKAJOVÁ et al. (2019). A standard kit of several 

sieves ordered vertically (2 mm, 1 mm, 0.5 mm, 0.25 mm, 0.125 mm, 0.080 mm, 0.063 

mm, 0.032 mm, and bottom of the machinery – dust particles passed through all of the 

mesh screens) were placed on the vibrating stand of the sieving machine (Retsch AS 200c; 
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Retsch GmbH, Haan, Germany) with an adjustable sieving interruption frequency (20 s) 

and a sieve deflection amplitude (2 mm/g). 

RESULTS AND DISCUSSION 

Residue curves were used to evaluate the measured data, as they give a clear idea of 

the granulometric composition of the chips and sanding dust depending on the 

modification temperature as well as the mechanical woodworking technology itself, Fig. 1, 

2. While the residue curves for the chips from the milling process move to the left towards 

fine particles as the wood modification temperature rises for both oak and spruce, the 

residue curves for sanding dust move to the right towards particles with a lower share of 

dust fractions with increasing wood modification temperature. 

 

 

Fig. 1 Residual curves of chips and sanding dust depending on the modification temperature and the 

mechanical woodworking technology for oak. 

 

 

Fig. 2 Residual curves of chips and sanding dust depending on the modification temperature and the 

mechanical woodworking technology for spruce. 
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The influence of modification temperature and wood species in milling process 

In the case of chips produced from the longitudinal milling of oak, an increase was 

primarily noted as modification temperature increased among medium chips (0.5 mm 

and 0.25 mm sieves) along with the share of fine chips and particles size ≤ 0.125 mm as 

well as dust, particles size ≤ 0.08 mm. The largest share of dust was recorded at a thermal 

modification temperature of 220 °C – 3.63%. In the case of natural oak, chips in the sieves 

were predominant (2 mm, 1 mm and 0.5 mm) and the share of fine fractions and dust is 

approximately 1% and therefore it can be said that the decrease in mechanical properties of 

the wood manifested at higher modification temperatures, as the wood itself is more 

fragile, which was reflected in the formation of the dust fraction (REINPRECHT and 

VIDHOLDOVÁ 2008, KRÁL and HRÁZSKÝ 2005). This change was immediate at a 

modification temperature of 160 °C. 

The chips formed from the process of milling spruce, a coniferous tree species, show 

a different granulometric composition as compared to oak. Similar values in terms of the 

percentage share of chips from the milling process were obtained on the 2 mm and 1 mm 

sieves (i.e. the coarse fraction) for natural spruce and at modification temperatures of 160 

and 180 °C, where the share of the coarse fraction was approximately 86.02 ÷ 95.03%.  A 

significant difference was noted at a modification temperature of 200 °C, where the coarse 

fraction share fell to approximately half compared to natural wood and to about a third at a 

temperature of 220 °C. At modification temperatures of 200 and 220 °C, the percentage of 

medium coarse fraction on the 0.5 mm and 0.250 mm sieves increased. At a temperature of 

220 °C this share was up to 59.67%, compared to a maximum share of this fraction of 

13.19% (at a modification temperature of 180 °C). 

The percentage share of the fine fraction, particles size ≤ 0.125 mm, for natural wood 

and wood modified at temperatures of 160 and 180 °C fluctuated in a range of 0.53% ÷ 

0.70%, which rose to 5.44% for a modification temperature of 200 °C and doubled again at 

a modification temperature of 220 °C. 

While no dust particles with size of ≤ 0.08 mm were encountered with natural spruce 

and at modification temperatures of 160 and 180 °C, their percentage share fluctuated from 

1.36% to 4.64% at modification temperatures of 200 and 220 °C and the same conclusion 

may be made as in the case of chips from the oak milling process, whereby at higher 

modification temperatures, the share of medium chips, fine fractions and wood dust 

increase, but significant changes only occur at temperatures of 200 °C and above, which 

correlates to the authors’ assertions that changes occurring as a result of increasing 

temperature occur later in coniferous species as compared to deciduous species due to their 

higher lignin content (REINPRECHT and VIDHOLDOVÁ 2008, KAČÍKOVÁ and KAČÍK 2009, 

2011, GEFFERT et al. 2019). The decrease in hemicellulose content as a result of increased 

temperature is different between maple and oak too (GEFFERTOVÁ et al. 2018). ORLOWSKI 

et al. (2019) note that the sawing process on a frame saw produced a different 

granulometry in sawdust from beech wood and pine at working temperatures of around 

105 °C.  

The influence of modification temperature and wood species in sanding process 

In the case of oak sanding dust, similar shares of particles were obtained on the individual 

sieves, with a significant change only appearing at a modification temperature of 220 °C. 

In the case of sanding dust and based on previous research, it may be said that the share of 

dust fractions, i.e. particles size ≤ 0.08 mm when sanding various types of wood is very 

high, ~ 85 ÷ 95%  (MARKOVÁ et al. 2016, OČKAJOVÁ et al. 2018), which corresponds to 

the results from research conducted on natural oak and modification temperatures of 160, 

180 and 200 °C,  where shares of particles size ≤ 0.08 mm range from 92.10% to 94.72%, 

with a lower share of only 73.68% at a modification temperature of 220 °C (OČKAJOVÁ et 
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al. 2019). At this temperature, the share of larger (finer – 0.125 mm sieve and medium 

coarse – 0.250 mm sieve) particles captured on these ones increased dramatically 

compared to natural wood, specifically to 18.28% compared to 4.48% and to 6.42% 

compared to 0.6% for natural wood. 

In the case of sanding dust from the longitudinal sanding of spruce, it may be said 

that the percentage shares of dust fractions (particles size ≤ 0.08 mm) were very high 

(84.44 ÷ 92.63%) and the values were similar for natural spruce and modification 

temperatures of 160 and 180 °C. A significant decrease in the value of dust fractions 

occured at modification temperatures of 200 and 220 °C (76.09 and 61.68%). At a 

temperature of 220°C, the percentage share of larger particles on the 0.125 mm sieve once 

again increased to 34.30% compared to natural wood, where this share was only 13.25%, 

and also on the 0.250 mm sieve (medium coarse particles), where this percentage share of 

particles is 3.87%, compared to 0.35% for natural wood. Based on these results, it may be 

said that sanding thermally modified wood does not generate a higher percentage of dust 

fractions, which was confirmed in experiments conducted by HLÁSKOVÁ et al. (2018) on 

beech wood. The working of such modified wood does not represent an elevated health or 

safety risk in such establishments, which correlates to the results produced by MIKUŠOVÁ 

et al. (2019), where no significant differences by modification temperature were identified 

in inhalable and respirable fractions when sanding thermally modified meranti wood. 

The influence of technologies 

Granulometric analysis from the woodworking processes (milling and sanding) involving 

thermally modified wood showed a different stratification of chips or sanding dust on the 

individual sieves. Given that the effects of the thermal modification of the wood did not 

manifest themselves in a uniform manner in terms of granulometry, we supposed that in 

addition to the decrease in mechanical properties and decrease in density, a specific role 

plays the actual chip forming process, which varies significantly in the case of these 2 

technologies. 

In the case of milling, the geometry of the cutting wedge is defined precisely, and the 

chips that are created should have the same size, which is given by the cutting tooth feed 

rate (fz) and the depth of removal (e), Fig. 3. However, we know that each cutting wedge 

imparts a velocity to the resulting chip during milling equal to the cutting speed and at the 

same time the separated chip is deformed in some way from the face of the cutting wedge 

and receives a certain amount of potential energy. At the moment the chip is separated, this 

potential energy is transformed to kinetic energy in the form of the movement of the 

created chip and is therefore higher than the actual cutting speed, which results in the 

violent collision of the chip against the wall of the exhaust equipment or with other chips 

and their resulting breakdown. As such, the created chips do not have the same size and in 

the case of thermally modified wood with degraded mechanical properties and increased 

wood fragility, this effect may be further enhanced, which results in a higher share of fine 

chips and dust. 

 

Fig. 3 Chip forming process during milling. 
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In the case of sanding there is the tool geometry not defined. Each grain, with its 

varied shape resulting from crushing, with mostly negative geometry, functions as a 

separate chisel that detaches wood particles, which then melt in front of it in the form of 

wood dust filling the space between the grains (LISIČAN 1996), Fig. 4. 

 

 

Fig. 4 Chip forming process during sanding (JOBBÁGYOVÁ 2008). 

 

The length of a created chip was theoretically determined by the path of each cutting 

wedge over the workpiece; however, the cutting wedge deflected and then breaks out of 

the substrate differently, meaning every chip was different. Cutting speeds were fours of 

times lower compared to milling and therefore the same may be said of the speed of the 

particles that were generated. While mechanical properties, including bending strength and 

shear strength, were involved in the chip forming process and which were degraded by the 

thermal modification of wood, we supposed that the significant reduction in the density of 

the wood (OČKAJOVÁ et al. 2019) was reflected in the granulometry from the sanding 

process, which was indicated by previous experiments using various types of wood, with 

their densities and given that the individual sanding grains more easily penetrate into the 

wood with lower density and are able to scrape off larger particles (HAMMILÄ and USENIUS 

1999, OČKAJOVÁ and BANSKI 2009). 

CONCLUSION 

Based on the above, the conclusion from the viewpoint of granular analysis is that 

coniferous and deciduous tree species react differently to temperature increases and there 

are also differences among deciduous species: 

- when milling oak, the change in the granulometric composition of chips was immediate 

at a modification temperature of 160 °C, in spruce, the modification temperature was 

200 °C when this change occurred, 

- when sanding oak, the change in the granulometric composition of chips occurred at a 

modification temperature of 220 °C, in spruce, the modification temperature was 200 

°C when this change occurred. 

The influence of woodworking technologies manifested itself in the granulometric 

composition of chips and dust. While a higher share of medium coarse chips, fine chips 

(particle size ≤ 0.125 mm) and dust too (particle size ≤ 0.08 mm) was produced during 

milling at higher modification temperatures as a result of the degraded mechanical 

properties of the thermally modified wood a lower percentage of dust fractions (particle 

size ≤ 0.08 mm)  was produced during sanding and the share of larger fine fractions on the 

0.125 mm and 0.250 mm sieves (medium coarse fraction) increased as a result of the lower 

density of the thermally modified wood. 



109 

REFERENCES 

BARCÍK, Š., GAŠPARÍK, M. 2014. Effect of Tool and Milling Parameters on the Size Distribution of 

Splinters of Planed Native and Thermally Modified Beech Wood. In BioResources, 9(1): 

13461360. 

BUDAKCI, M., ILCE, A. C., GURLEYEN, T., UTAR, M. 2013. Determination of the Surface 

Roughness of Heat-Treated Wood Materials Planed by the Cutters of a Horizontal Milling 

Machine. In BioResources, 8(3): 31893199. 

ČABALOVÁ, I., KAČÍK, F., ZACHAR, M., DÚBRAVSKÝ, R. 2016. Chemical changes of hardwoods at 

thermal loading by radiant heating. In Acta Facultatis Xylologiae Zvolen, 58(1): 4350. 

DZURENDA, L., ORLOWSKI, K., GRZESKIEWICZ, M. 2010. Effect of thermal modification of oak 

wood on sawdust granularity. In Drvna Industrija, 61(2): 8994. 

DZURENDA, L., ORLOWSKI, K. 2011. The effect of thermal modification of ash wood on granularity 

and homogeneity of sawdust in the sawing process on a sash gang saw PRW 15-M in view of its 

technological usefulness. In Drewno, Volume 54: s. 2737. 

GEFFERT, A., VÝBOHOVÁ, E., GEFFERTOVÁ, J. 2019. Changes in the chemical composition of oak 

wood due to steaming. In Acta Facultatis Xylologiae Zvolen, 61(1): 1929. 

GEFFERTOVÁ, J., GEFFERT, A., VÝBOHOVÁ, E. 2018. Chemical changes of selected hardwood 

species in the process of thermal modification by saturated water steam. In Chip and chipless 

woodworking processes, 11(1): 257264, 2018. ISSN 1339-8350 (online) 

HAMMILÄ, P., USENIUS, A. 1999. Reducing the amount of noise and dust in NC-milling. In 

Proceedings of the 14th IWMS. Volume II. France, 355365. 

HLÁSKOVÁ, Ľ., KOPECKÝ, Z., ROUSEK, M., ROGOZINSKI, T., ŽELEZNÝ, A., HANINEC, P. 2018. Dust 

emissions during sanding of thermally modified beech wood. In Chip and chipless woodworking 

processes, 11 (1): 5157, 2018. ISSN 1339-8350 (online) 

IGAZ, R., KMINIAK, R., KRIŠŤÁK, L., NEMEC, M., GERGEĽ, T. 2019. Methodology of Temperature 

Monitoring in the Process of CNC Machining of Solid Wood. In Sustuinability, 11(1): 95, DOI: 

10.3390/su11010095. 

JOBBÁGYOVÁ, A. 2008. Vplyv dreviny na vlastnosti drevného brúsneho prachu. Dizertačná práca. 

Zvolen: TU vo Zvolene. 

KAČÍKOVÁ, D., KAČÍK, F. 2009. Influence of thermal loading at spruce wood lignin alteration. In 

Acta Facultatis Xylologiae Zvolen, 51(2): 7178. 

KAČÍKOVÁ, D., KAČÍK, F. 2011. Chemical and mechanical changes during thermal treatment of 

wood. Zvolen: TU vo Zvolene. ISBN 978-80-228-2249-7 

KAPLAN, L., KVIETKOVÁ, M., SEDLECKÝ, M. 2018. Effect of the Interaction between Thermal 

Modification Temperature and Cutting Parameters on the Quality of Oak Wood. In BioResources, 

13(1): 12511264; DOI: 10.15376/biores.13.1.1251-1264. 

KMINIAK, R., DZURENDA, L. 2019. Impact of sycamore maple thermal treatment on a 

granulometric composition of chips obtained due to processing on a CNC machining centre. In 

Sustainability, 11(3): 718, https://doi.org/10.3390/su11030718. 

KOLEDA, P., BARCÍK, Š., NOCIAROVÁ, A. 2018. Effect of Technological Parameters of Machining 

on Energy Efficiency in Face Milling of Heat-Treated Oak Wood In BioResources, 13(3): 

61336146; DOI: 10.15376/biores.13.3.6133-6146. 

KRÁL, P., HRÁZSKÝ, J. 2005. Využití nového materiálu ThermoWood. In Materiály pro stavbu 

1/2005 

KUBŠ, J., GAFF, M., BARCÍK, Š. 2016. Factors Affecting the Consumption of Energy during the 

Milling of Thermally Modified and Unmodified Beech Wood. In BioResources, 11(1): 736747. 

KUČERKA, M., OČKAJOVÁ, A. 2018. Thermowood and granularity of abrasive wood dust. In Acta 

Facultatis Xylologiae Zvolen, 60(2): 4351. 

KVIETKOVÁ, M., GAFF, M., GAŠPARÍK, M., KAPLAN, L., BARCÍK, Š. 2015. Surface Quality of 

Milled Birch Wood after Thermal Treatment at Various Temperatures. In BioResources, 10(4): 

65126521. 

LISIČAN, J. 1996. Theory and technique of wood working. Zvolen: MAT-CENTRUM, Slovakia 

https://www.scopus.com/sourceid/21100240100?origin=recordpage


110 

MARKOVÁ, I., MRAČKOVÁ, I., OČKAJOVÁ, A., LADOMERSKÝ, J. 2016. Granulometry of selected 

wood dust species of dust from orbital sanders. In Wood research, 61(6): 983992. ISSN 1336-

4561. 

MIKUŠOVÁ, L., OČKAJOVÁ, A., DADO, M., KUČERA, M., DANIHELOVÁ, Z. 2019. Thermal 

Treatment´s Effect on Dust Emission During Sanding of Meranti Wood. In BioResources 14(3), 

53165326 

OČKAJOVÁ, A., BANSKI, A. 2009. Characteristic of dust from wood sanding process. In Wood 

machining and processing - produkt quality and waste characteristics. Monography, Warsaw: 

WULS – SGGW Press: 116141. 

OČKAJOVÁ, A., BARCÍK, Š., KUČERKA, M., KOLEDA, P., KORČOK, M., VYHNÁLIKOVÁ, Z. 2019. 

Wood Dust Granular Analysis in the Sanding Process of Thermally Modified Wood versus its 

Density. In BioResources 14(4), 85598572 

OČKAJOVÁ, A., KUČERKA, M., KRIŠŤÁK, Ľ., IGAZ, R. 2018. Granulometric analysis of sanding dust 

from selected wood species. In BioResources. 13(4), 74817495 

ORLOWSKI, K., CHUCHALA, D., MUZINSKI, T., BARANSKI, J., BANSKI, A., ROGOZINSKI, T. 2019. 

The effect of wood drying method on the granularity of sawdust obtained during the sawing 

process using the frame sawing machine. In Acta Facultatis Xylologiae Zvolen, 61(1): 8392, 

DOI:10.17423/afx.2019.61.1.08. 

REINPRECHT, L., VIDHOLDOVÁ, Z. 2008. ThermoWood - preparing, properties and applications. 

Thermodrevo - príprava, vlastnosti a aplikácie. Zvolen: TU vo Zvolene. ISBN 978-80-228-1920-6 

ROGOZINSKI, T. 2016. Wood dust collection efficiency in a pulse-jet fabric filter. In Drewno, 

Volume 59(197): 249256. 

ROGOZINSKI, T., WILKOWSKI, J., GORSKI, J., SZYMANOWSKI, K., PODZIEWSKI, P., CZARNIAK, P. 

2017. Technical note: Fine particles content in dust created in CNC milling of selected wood 

composites. In Wood and Fiber Science, 49(4): 461469. 

SANDAK, J., GOLI, G., CETERA, P., SANDAK, A., CAVALLI, A., TODARO, L. 2017. Machinability of 

Minor Wooden Species before and after Modification with Thermo-Vacuum Technology. In 

Materials 2017, 10, 121; DOI: 10.3390/ma10020121. 

SIKLIENKA, M., KMINIAK, R., ŠUSTEK, J., JANKECH, A. 2017. Delenie a obrábanie dreva. Zvolen: 

Technická univerzita vo Zvolene, s. 357. ISBN 80-228-2845-1. 

STN ISO 9096 (83 4610): 2004. Ochrana ovzdušia. Stacionárne zdroje znečisťovania. Manuálne 

stanovenie hmotnostnej koncentrácie tuhých znečisťujúcich látok. 

STN 153105/ STN ISO 3310-1: 2000. Súbor sít na laboratórne účely. 

ThermoWood Handbook [online]. © 2003. [cit. 2010-04-10]. Dostupné z: https://asiakas. 

kotisivukone.com/files/en.thermowood.palvelee.fi/downloads/ThermoWood_Handbuch.pdf 

ACKNOWLEDGEMENT 

This work was supported by the grant agency KEGA under the project No. 009TUZ-4/2017.  

This experimental research was prepared within the grant project: APVV-17-0456 "Termická 

modifikácia dreva sýtou vodnou parou za účelom cielenej a stabilnej zmeny farby drevnej hmoty" 

as the result of work of author and the considerable assistance of the APVV agency. 

AUTHORS´ADDRESSSES 

Doc. Ing. Alena Očkajová, PhD. 

Matej Bel University in Banská Bystrica 

Faculty of Natural Sciences 

Department of Technology 

Tajovského 40 

974 01 Banská Bystrica 

Slovakia 

alena.ockajova@umb.sk 



111 

Ing. Martin Kučerka, PhD. 

Matej Bel University in Banská Bystrica 

Faculty of Natural Sciences 

Department of Technology 

Tajovského 40 

974 01 Banská Bystrica 

Slovakia 

martin.kucerka@umb.sk 

 

Doc. Ing. Richard Kminiak, PhD. 

Technical University in Zvolen 

Faculty of Wood Sciences and Technology 

Department of Woodworking 

T. G. Masaryka 2117/24 

Slovakia 

richard.kminiak@tuzvo.sk 

 

Dr. hab. Tomasz Rogoziński 

Poznań University of Life Sciences 

Faculty of Wood Technology 

Wojska Polskiego 38/42 

60-627 Poznań 

Poland 

trogoz@up.poznan.pl 



112 

 


