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LAMINATED VENEER LUMBER

Scaffold plank from Russian
renewable wood sources

&) Taleon Terra product

SCAFFOLD & ACCESS

=S |INDUSTRY ASSOCIATION



MLT LTD. PLANT IN THE TOWN

OF TORZHOK
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MLTLtd. plantdesignedfor
productionofUItralamLVLis
thelargestproductionofthis
kind in Europe commissioned
inthe year 2009.

24ht
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Territory of MLT plant equals
to 24 hectares.
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250 000 m*

150 000 m*
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Annual design capacity of
the plantis 150000 cubic
metersof LVLand couldbe
boosted upto 250000 cubic
meters.

400 000 m?
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Area of main production
premisesis 400 000 square
meters.

60 000 T

_——
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Annualcapacity ofwood
pelletlineis 60 000 tons.

600

449
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At present 600 employees
are working for MLT.
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EQUIPMENT SUPPLIERS

The plant boasts unique
60 meters press designed
by Dieffenbacher for
continuous LVL production.
This means unlimited length
of LVL beams that are cut
depending on the demands
of our customers and
transport conditions.
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Production utilizes
advanced technology of
continuous pressing with
microwave pre-heating
which enhancesresin
propagation into the wood
fibers and createsnew,
uniformhigh- strength
material.

UNIQUE 60 METERS PRESS €

TOPplank

Evergreen Engineering,
USA - engineering
services

Dieffenbacher, Germany
- continuous press used
to glue several plies of
veneer.

COE,USA-veneer
peelingline.

CTC, USA -lay-up
and billet processing
lines.

SGS, Austria -
equipment
installation.
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Modern high-tech
wood processing
techniques are utilized in
production of Ultralam
laminated veneer lumber.
Such approach makes
possibletodouble the
advantages attributable to
thesolidtimberand mini-
mizeits disadvantages.

MLThasitsownlogyard
which areaallows to store
upto40000cubicmeters
oflogs.Rawmaterials(pine
and spruce) delivered to
the mill are sorted against
species, qualityand size at
semi-automatic Hekotek
line (Estonia).

Fromthelogyardthelogs
arefedtodebarkingline.
Debarking, conditioning and
sawing of raw materials are
performedatthelinesup-
plied by Vitech Engineering,
Inc. (Canada).

Conditioning of coniferous
raw materials is performed
inthrough-type conditioning
pondsforthetimeperiod
from24to36hours,at50-
80°C. Primary function of
conditioning process is
heat- ingup of woodto
make it softerandincrease
itswork- ability priorto
peeling.

Thelogsarethenunloaded
ontothechainconveyerthat
takesthemtotheslasher,
apendulumdiscsawwith

LOG YARD ¢

threecutters.Theslasher
trimsthelogsattheends
andcutstheminto2.65m
peeling blocks thatproceed
tothe peelingline.

Blocks peeling and clipping
of 3.2 mmthickveneers is
performedathighspeedline
supplied by COE
Manufactur- ing Company,
USA.Produc- tion capacity
ofthelineis
upto 18blocksperminute.

COElineisequippedwith
aspecial setof supporting
rolls providing the peeling
downto 90 mmcores. Such
coresand defectveneerare
diverted on special conveyor
and then chipped and used
at pellet production.

When delivered to the
peel- ing line, the block is
scanned by laser beams.
Scandata
iscommunicatedtothe
spin- dles which assure
optimum block positioning
and highest

veneer recovery.

Veneer ribbon is delivered
totheclipperalongtheac-
celeration conveyor.
Comput- erizedvideo
controlsystem availableat
thepeelingline detects
bothveneer defects inthe
ribbonand patternof
ribbon clipping to the re-
quiredsizes.Scannersystem
reveals veneer defects
during clipping process what
precludes their presence in
veneer sheets loaded into
the dryer.

Controlsystemreadsthe
moisture content value and
calculates average or
maxi- mummoisture
contentfor eachsheet.The
samevalue isusedto
determinetheav- erage
moisture contentwhen
veneer is graded against
moisture content.

Veneerisdriedina6-
level roller-type thermal oil
dryer
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Germany by Grenzebach
BSH.Theairis circulated
inside the dryer until it
reaches certain humidity.
Airtemperatureinsidethe
dryersections maybeupto
192°C.

From the dryer outfeed
ve- neers are taken to the
sort- ing conveyor. Veneer
tester
«Metriguard» determines the
density of dry veneer sending
ultrasonicsignalsand
meas- uring the signal
propagation timeinthe
veneer.Denser theveneer,
thequickerultra- sonic
wavetravelsthrough the
sheet. Veneer is sepa-
ratedby4 gradesbasedon
the density measurement
results. A-class veneers
areusedforstructural LVL
manufacturing.

Full-sizeveneers
proceed to the scarfing
line, random and defected
veneers-to

THERMAL OIL DRYER €

defect clipping and composing line. Hashimoto Denki Co (Japan)
composinglineis designedtocomposefull-sizeveneersheets
outofrandomveneers orveneer pieces. All defectsare clipped
out prior to composing.

Composed sheets with longitudinal orientation of grain are fed
tothe scarfing line and furthertothe lay-up system.

Lay-up of the billetsis made at Corvallis Tool Company (CTC)
automaticline. Forthe momentthisis the quickest line of this
kind with 2 levels. Line speed is 54 sheet counts per minuteand
if necessarycouldbeincreasedupto 81 sheetcount per minute.
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VENEER GRADING LINE ¢

Different patternsareused
tomaketypelandll boards.
Thicknessrangeofthebil-
letsvariesfrom21to 100
mm. Lay-up of Type I means
thatallveneersheetshave
parallel orientation of grains.
Intypelllay-upveneers
with parallel orientation of
grains are combined with
cross—- bandveneersin
predeter- mined
sequence.

Phenol-formaldehyde glue
with high water resistance
and low emission class is
used for LVL production.
The glueis applied through
the curtain coater located
crosswise the lay-up
line. Theglueis pumped
tothe curtaincoater
fromboth sides. Veneer
sheets with gluespread
proceedtothe lay-up
section.

Lay-upsectionconsistsof
2 levels, each one equipped
with internal and external
groups of forks. While the
inner forks load veneer, outer
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forksplacethesheetonto
the conveyor. Then the
pack- ageismovedtothe
shuttle whichtakesitto
the press infeed section.

Veneerfaniscontinuously
formed on the lay-up line
and conveyed to the micro-
wave pre-heater
incorpo- ratedintothe hot
press.Pre- heatingand hot
pressingis donein
Dieffenbacherpress
(Germany).Continuous mat
of LVLtravels alongthe belt

AUTOMATICLAY UPLINE @

Aut

conveyor and passes through
metal detector which pre-
vents ingress of metal parts
into the microwave unit.

Inthe continuous press LVL
billetisconveyedwithcon-
stantspeed throughseveral
zones with different
tempera- ture and
pressure settings whereit
isdensifiedtothe required
thickness.Pressing
temperatureis 185°C.

Whenthebilletsexitcon-
tinuous press, they pass
throughtheblowdetector
andthickness meter;then
thebilletsidesarehogged
tofinaldimensionanditis
cutbydiagonalsawtothe
length required. Billet stacks
are taken to the storage
wheretheyarekeptforat
least24 hours. Afterthe hold
timethebilletsarecutatrip
saw.

Soundboardsareconveyed
tothe packaging linewhere
they are first marked with
plantlogoand other special
information. The stack of LVL
boards is accumulated.
R
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maticallyLVLstacksarecut
by length, edges are squared,
the boards arewrapped into
special PVCfilm and banded
with metal strap. Packed
bundleis placed intothe bil-
let warehouse.

Finished products are
testedatMLTQClab.Testing
equipmentavailableatthe
laballows to measure basic
physical and mechanical
properties ofthe product,
as well as its density.

PRODUCTSARETESTED
>

WAREHOUSE
>
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TOPplank IS A STRONG AND LIGHTLVL

SCAFFOLD PLANK

The structural uniformity of
LVL combined with the strict
quality control of all
process- es of
manufacture ensures
TOPplankissafeandfor
pur- pose as scaffold
planking.
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Thesuperiortechnical
char- acteristics of
TOPplank make it ideal for
use in place of other LVL
scaffold planks and ordinary
timberplanks.Use of
TOPplankisalsoadvanta-
geous:

¢ Inthechemicalindustries
and marine applicationsfor

corrosive environments

® Wheretheelectrical
insula- tion properties of
TOPplank

are another safety advantage

® Where sparks arisingfrom
metalon metal contact may

present a hazard for safety

® Wherethe scaffolding lay-
out precludes use of modular

system

TOPplank INCLUDES:

¢ Individually prooftested

e Stamped as “scaffold plank”

® 100%renewable Russian spruce and pine ® Excellent structuralrigidity

¢ Strong and long lasting

® Predictable strength

® Customerspecificedgebranding ® Lightest inweight

® Enhanced durability and safety

® Meets allindustry standards

8 +ABOUTTOPPLANK

o pPerfectforpetrochemicalandgasindustries

® Anti-corrosiveandchemical properties

TOPplank



SPECIFICATION

® TOPplank scaffold plank or any customer’s trademark

¢ Endsealerretards

moisture entry

GENERAL SIZES:

TOPPLANK SIZES:

TOPplank

THICKNESS:

21-100mm

THICKNESS:

38 mm
42 mm

vvvvvvvvvv

And any other
under request with
tolerance +/-
Imm

WIDTH:

till 1250mm

WIDTH:

225,230,235,
300 mm

vvvvvvvvvv

And any other
under request with
tolerance +/-
2mm

® OSHA proof
tested

LENGTH:

till 20500mm

LENGTH:

3900 mm
5900 mm

vvvvvvvvvv

And any other
under request with
tolerance +/-5mm

ABOUTTOPPLANK+ 9



TOPnlank
SCAFFOLD
SPAN

TABLES

LOAD RATING MAXIMUM SPAN

75 psf (HD) 10’
1 Person 10’
2 Person 10’
3 Person 7

NUMBEROFPLIESAT 39MMTHICKSCAFFOLD PLANK

characteristics is a result of
combination of best quality
raw materials, high-
tech equipmentand
brand new production
technologies.
Toensureproductionof
bestqualityLVLweuse 1
additionalveneerplyfor
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11
12
13

1)

Plies

everythicknessbeginning

with 38mm (14 veneer plies
instead of 13 forthe thick-
ness 38mmand 15 veneer
pliesinsteadof 14forthe

thickness 42mm with every
singleveneerthickness of

3mm).

TOPplank



PERSON-LOADINGREQUIREMENTS APPLICATION

LOAD LOCATIONS SUPPO(ETI_)SPAN MAXIMUM (/lk_FI;PSL)IED LOAD DEFLECT(Il(’)\II;l AT LOAD ALLOWABLE,\DSFLECTION

Center 10 250 1,5 2,0
18” each side of center 10 500 1,9 2,0
18” each side of center 8 500 1,0 1,6
18” each side of center 7 500 0,8 1,4
Center and 18” each side 7 750 1,3 1,4
18” each side of center 6 500 0,3 1,2
Center and 18” each side 6 750 0,8 1,2
Center and 18” each side 5 750 0,3 1,0

*Tests carried out according to OSHA/ANSI A 10.8-2001 on sample cross-section 38x225 by
independent thrid party laboratory Element Materials Technology

ULTIMATEDISTRIBUTED LOAD CAPACITY (UDL)

SPAN (FT) UNIFOR?/IPI{DCl)_ /I\I%?LBS.) RATING SUT;%?%#EEA DEFLECTION (IN) ALLOWF?SL'\IE (IIJ§I3LEC-
10 375 MD-50 psf 7,50 1,00 2,0
10 565 HD-75 psf 7,50 1,50 2,0
9 340 MD-50 psf 6,75 0,875 1,8
9 510 HD-75 psf 6,75 1,375 1,8
8 450 HD-75 psf 6,00 0,750 1,6

TOPplank ABOUTTOPPLANK: 11



EXAMPLEOF EVERY DAY TESTS,
WEMAKEON TOPLANKLVLSCAFFOLD PLANKS

o-LOW  D-¢-BUTTOM  ¢-HIGH D-0-TOP WIDTHbMM HEIGHT H F MAX MOISTURE,  DENSITY,
N MM N MM MM MPA % KGIM3
1 393,74 1,39 1574,98 7,04 65,68 39,48 67,60 17644 8,5 569
2 392,74 1,32 1570,96 6,87 65,38 39,52 74,35 17926 8,8 555
3 395,09 1,25 1580,37 6,86 65,44 39,62 75,38 17725 8,8 571
4 398,44 1,44 1593,77 7,37 65,63 39,73 65,22 16714 8,7 544
5 385,32 1,36 1541,30 7,12 65,8 39,02 70,54 17509 8,2 566
6 387,07 1,34 1548,27 7,09 65,76 39,12 80,59 17471 8,3 567
7 388,22 137 1552,88 7,26 65,62 39,22 72,11 17032 8,9 544
8 388,93 1,37 1555,74 7,30 65,44 39,31 73,20 16889 8,7 575
9 388,95 1,36 1555,82 7,30 65,51 39,29 68,43 16856 9,0 561
10 385,95 1,34 1543,81 7,28 65,37 39,18 72,22 16916 9,2 567
8 O
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STATISTICS:

SUB-SERIES#1 ~ MOISTURE, DENSITY,
N=10 % KG/IM3

X 8,7 562 71,96 17268

S 0,3 11 4,38 432,3

v 3,53 1,93 6,08 2,50

TECHNICALCHARACTERISTICSACCORDING TOCE-CERTIFICATE

BENDING STRENGTH:
EDGEWISE

48 N/mm?2 0,15

55 N/mm?2 0,15

34 N/mm?2 0,15

30 N/mm?2 0,15

SIZE EFFECT PARAMETER FLATWISE >0 N/mm2 52 N/mm2 38 N/mm2 35 N/mma2
BENDING STRENGTH: 36 N/mm2 42 N/mm2 24 NJmm2 NPD
EDGEWISE 0.9N/mm2 Npp| -9 N/mm2 5 N/mm2 NPD
SIZE EFFECT PARAMETER FLATWISE ' NPD NPD
gggﬂﬁfgf?gé&iwm 40N/mm2 56 N/mm2 34 N/mm2 38 N/mm2
7,5N/mm2 8,6 N/mm2 3,8 8 N/mm?2 7,5N/mm2
PERP. T GRAIN, EDGEWISE PERP. TO GRAIN, AN Nl 4.2 NJmm2 e
FLATWISE
SHEAR STRENGTH: 4,6 N/mm23,2 | 5,2N/mm23,2 | 46N/mm22,7N/ NPD
EDGEWISE FLATWISE N/mm2 N/mm2 mm?2 NPD

MODULUS OF ELASTICITY:

PARALLEL TO GRAIN (MEAN) PARALLEL TO
GRAIN (5FRACTILE) PERP. TO GRAIN,
EDGEWISE (MEAN) PERP. TO GRAIN, FLATWISE
(MEAN)

14000 N/mm?2

15600 N/mm?2

10600 N/mm?2

11200 N/mm?2

SHEAR MODULUS:
EDGEWISE (MEAN)

FLATWISE (MEAN)
DENSITY
REACTION TO FIRE CLASS RELEASE OF FORMA

TOPplank

12000N/mm2 | 14000N/mm2 | 9000 N/mm2 10000 N/mm2
NPD NPD NPD NPD
NPD NPD 3000 N/mm2 NPD
500 N/mm2 500 | 500 N/mm2 500 | 550 N/mm2 550 ,’:‘lgg
N/mm2 480 kg/ | N/mm2 550 kg/ | N/mm2 480 kg/ 430kg/m3D-s1
m3 D-s1, dO m3 D-s1, dO m3 D-s1, dO %o e
E1 4 E1 4 E1 4 A
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BU”_D SAFEI_Y ® Personal protective equipmentfor

hands, feet, head and eyes
We at MLT Ltd. are committed towork safelyand

wanttoremindyoutodothe same.Weencourage

you to follow the recommendations of OSHA o
(www.osha.gov) regarding: ® Productperformancespecification

STORAGEAND HANDLING
RECOMMENDATIONS:

® Fall protection

When TOPplank delivered highest technical charac- insures its longer
on site it’s suitable for teristics. Careinthe use service life.
useas scaffold plankwith andstorageof TOPplank
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DURING USAGE OF TOPPLANK PLEASE FOLLOW
RECOMMENDATIONS BELOW:

e Keepscaffold planksdry.Thestrengthand performance
ofscaffoldplankisreducedbyincreased moisturecontent.

¢ Store planks in dry, well-ventilated area.

® Protect planks from extreme weather conditions.
® Do not drop TOPplank from big heights

® Donotuse TOPplank overspans greaterthanthose
recom- mended by scaffold designer

® Do not allow vehicles to drive over TOPplank

® Donotpushorhitbundles of scaffold planks with the fork ends

® Do not expose scaffold planks to oxidizing chemicals

14 +BUILDSAFELY TOPplank



FSC
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AUSWOOD

TOPPLANK

&) Taleon Terra product

MODERN LUMBER TECHNOLOGY LTD.

www. ultralam.ru

i &

Auswood International Pty Ltd

Unit 6, 4 Violet Street
Revesby NSW 2212

Tel: +61 2 9792 8986

W: www.auswood.com.au



http://www.ultralam.ru/
tel:+61
mailto:info@auswood.com.au

