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Abstract. Fast-growing imported plantation tree species have become an available wood resource
for Europes wood industry in the last decades. This sustainable alternative may reduce the gap
between the increasing demand for and decreasing supply of the local tree species. The aim of
the study was to evaluate the performance of eucalyptus (Eucalyptus grandis) and radiata pine
(Pinus radiata D. Don) wood in face-bonding with polyvinyl acetate (PVAc) and emulsion
polymer isocyanate (EPI) adhesive for the production of non-structural semi-finished glued
laminated timber members for window manufacturing. Test specimen preparation and testing
were performed according to European standards. Tensile shear strength and wood failure
percentages were determined as bonding performance indicators for 3 adhesives and 3 selected
bonding parameters (pressure, pressing time and adhesive spread) in 27 variations after boiling
the specimens in water. According to the results, the bonding variables influence the glue-line
tensile shear strength and wood failure percentages. Bonding pressure and pressing time were
evaluated as the most significant factors influencing shear strength of bonded joints. For all
bonding variations the average level of shear strength from 3.45 to 5.23 MPa were reached for
PVAc adhesive and from 3.78 to 9.65 MPa for EPI adhesives. Both EPI adhesives provide higher
performance compared to PVAc adhesive. In the case of bonding fast-growing tree species, the
highest shear strength values were achieved using the lowest pressure of 0.8 MPa, adhesive
spread from 150 to 180 g m-2 and longest pressing time of 40 min. Based on the general
evaluation of the results, it can be stated that the wood of eucalyptus and radiata pine bonded with
both EPI adhesives presents great potential for non-structural semi-finished glued laminated
timber member production, especially for the use in humid conditions.
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INTRODUCTION
Fast-growing imported plantation tree species have become an available wood
resource for the European wood industry. Two tree species - eucalyptus (Eucalyptus
grandis) and radiata pine (Pinus radiata D. Don) are at the top of the list in this respect.
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These sustainable alternatives may replace some of the local tree species for the
production of wooden windows and structural elements (Liao et al., 2017).
Radiata pine (Pinus radiata D. Don) is the most widely spread commercial forestry
fast-growing tree species covering an estimated 1.8 million ha in New Zealand (Palmer
et al., 2010) where its rotation period is 28 years for sawlog production and the
annual growth rate is evaluated at 17 m3 ha-1 year-1 (Cubbage et al., 2010). In total,
13.7 million m-3 of radiata pine pulpwood and sawn timber were exported from New
Zealand in 2011 (Ministry of Primary Industries, 2020).
Eucalyptus is one of the fastest growing tree species in the world and the most
commonly planted forest species in Uruguay (over 0.25 million ha) (RachidCasnati et
al., 2019). Its rotation period is 16 years for sawlog production and the annual growth
rate is evaluated at 30 m3 ha-1 year-1 in Uruguay (Cubbage et al., 2010) and up till
50 m3 ha-1 year-1 in Turkey (Gürses et al., 1995). The availability of eucalyptus sawn
timber is evaluated at 0.7 million m-3 according to Dieste et al. (2019).
Physical and mechanical properties of eucalyptus and radiata pine wood differ
significantly depending on the growth region and growth conditions. The majority of
radiata pine wood properties do not differ significantly from Scots pine (Pinus
sylvestris L.) properties but some of mechanical properties of eucalyptus even exceed
the properties of the common European oak (Quercus robur) which is a conventional
species for manufacturing wood windows in Europe (Iejavs et al., 2021). Good shape,
acceptable price, mechanical properties and high growth rate of fast-growing plantation
wood species Eucalyptus and Radiata pine make them an ideal choice for local wood
species substitution in Europe (Iejavs et al., 2018).
The declining availability and decrease in the quality of wood resources
significantly increase the importance of wood bonding in the woodworking industry in
Europe. The strength of the glued joint is of crucial importance in the production of glued
wood products; therefore, special attention should be paid to the process of
manufacturing the glued joint and the selection of appropriate bonding technological
parameters. Glued joints should be compatible with environmental conditions to which
the wooden structure will be subjected during its service life (Pereira et al., 2016).
Polyvinyl acetate (PVAc) is one of the most common adhesives used in nonstructural applications. PVAc is capable of producing strong and durable bonds on both
hardwoods and softwoods. However, PVAc adhesives are not generally recommended
for joints under continuous load or those subjected to high temperature and/or high
humidity (Jokerst, 1981; Vassiliou et al., 2006).
Emulsion Polymer isocyanate adhesive (EPI) is a two-component adhesive that
combines an emulsion component and an isocyanate functional cross-linking componet.
The glue line is cold curing, it has high flexibility, low creep, contains no formaldehyde
and provides excellent water resistance in both cold and boiling water. EPI systems have
very good adhesion to wood and metal and glues difficult wood species. EPI adhesive
systems have been used since the early 1970s in Japan but the first EPI adhesive was
approved for structural glued laminated timber production in Europe only in 2005
(Grøstad & Bredesen, 2014), therefore there is a lack of information about the EPI
adhesive performance for non-structural glued laminated timber production, especially
for fast-growing plantation wood species.
The choice of optimal bonding parameters is crucial to obtain an appropriate
bonding strength of the joint. Too low of bonding pressure does not ensure the mechanical
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penetration of the glue into the wood, which forms mechanical adhesion, but too high of
a pressure leads to a thin bond line, which reduces the cohesion strength of the bond line
(Vick, 1999; Tienne et al., 2008). Pressing time plays an important role in the process of
bonding to provide the necessary mechanical strength of the glued joint (Vick, 1999;
Mölleken et al., 2016). The pressing time should be as short as possible to reduce the
production time of glued products. The increase of adhesive spread can significantly
increase the strength of the glued joint (Vick, 1999; Follrich et al., 2010; Fonte &
Trianoski, 2015), but the economical aspect of the adhesive losses during at the bonding
process should be taken into consideration. Surface preperation before bonding (sawing,
planing and sanding) has a significant effect on the final bond strength. Both closed and
open assembling time during the bonding process affects the bonding quality, especially
when 2 component EPI adhesives are used with very short open assembling time (Pitzner
& Lind, 2005). In general, the increase in wood surface roughness significantly reduces
the strength of bonded joints (Vick, 1999; Idinský et al., 2021), but under certain
specific conditions the surface roughness increases the bondig area, resulting in the
increased shear strength of the bonded joint (Follrich et al., 2010).
Wood moisture content during the bonding process and the end use conditions
affect the bond strength. According to Bomba et al. (2014), for PVAc adhesive and beech
wood (Fagus sylvatica L.) shear strength of the joint decreases by 37% if wood with
moisture content of 20% is bonded instead of 8%. Test specimen immersion in water for
24 hours decreases shear strength of joint by 87% for PVAc adhesive.
The temperature of the environoment and the wood during the bonding process
affect the strength of solid wood and wood joints. Wood joints with PVAc and EPI
adhesives are more sensitive to temperature decrease from 20 °C to -20 °C compared to
PUR and PRF (phenol-resorcinol-formaldehyde adhesive) (Pitzner & Lind, 2005; Wang
et al., 2015). A significant decrease in timber bending strength of fingerjointed aspen
(Populus tremula L.) was observed for PVAc adhesive when wood temperature
increased from 20 °C to 100 °C (Iejavs et al., 2018).
The strength of thermoplastic PVAc and EPI adhesive joints is most significanly
influenced by the combined effect of incresed temperatures and humidity, reducing the
shear strength by 88% (Bomba et al., 2014). Such specimen pretreatment is provided by
standard LVS EN 204 (2016) conditioning sequence 5. According to Iwakiri et al. (2019)
shear strength results of bonded eycalyptus wood species, after humid pretreatment,
were not found in the literature.
Limited or inconsistent information is available on bonding fast growing imported
plantation wood species, especially with EPI adhesives (Calil Neto, 2010; Calil Neto et
al., 2016) in contrast to conventional wood species such as Beech (Fagus sylvatica L.),
Scots pine (Pinus sylvestris L.) and Spruce (Picea abies L.), which have been frequently
investigated and used industrially in Europe (Pitzner & Lind, 2005; Vassiliou et al.,
2006; Bomba et al., 2014; Wang et al., 2015; Konnerth et al., 2016). The determination
of the optimal bonding parameters of fast growing wood species allows us to choose
appropriate adhesives and bonding regimes for industrial manufacturing of wooden
window blanks and other non-structural wood products with PVAc and EPI adhesives.
Therefore, the main goal of the study was to find the correlation between changing
bonding parameters of polyvinyl acetate (PVAc) and emulsion polymer isocyanate (EPI)
adhesives and the degree of shear strength of the glued fast-growing imported plantation
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timber species eucalyptus (Eucalyptus grandis) and radiata pine (Pinus radiata D. Don)
wood after boiling pre-treatment.
MATERIALS AND METHODS
Wood
For this study the wood of two fast-growing plantation tree species eucalyptus
(Eucalyptus grandis) from Uruguay (Rivera Department) and radiata pine (Pinus
radiata D. Don) from New Zealand (Taupo region) was used. The raw material was
kiln dried sawn timber (moisture content = 12 ± 3%) with nominal cross section
dimensions of 35x150 mm and a length of 4 m. A total of 30 straight grained, defect free
boards were randomly selected from both wood species with an angle between the
growth rings and the surface between 30° to 90° to prepare test specimens according to
standard LVS EN 205 (2016). After the timber delivery, all boards were conditioned to
a constant mass in a standard atmosphere (air temperature 20 ± 2 °C; air humidity
65 ± 2%). The average moisture content after the conditioning of timber was 12.0% for
eucalyptus and 12.7% for radiata pine. The corresponding average density was
588 kg m-3 for eucalyptus and 504 kg m-3 for radiata pine. Other physical and mechanical
properties of timber used in the study are presented in the literature (Iejavs et al., 2021).
Adhesives and bonding parameters
Three different adhesives were used in this study to assess their ability to bond fastgrowing wood species in face bonding: a one-component cross-linking polyvinyl acetate
emulsion (PVAc) Dynea Prefere 6415 and 2 two-component emulsion polymer isocyanate
adhesives (EPI1) Dynea Prefere 6151 with hardener 6651 and (EPI-2) Dynea Prefere
6170 with hardener 6670. All materials and adhesives for this study were kindly provided
by Kokp rstr de 98 Ltd. The technical data of the adhesives are presented in Table 1.
Table 1. Technical data of the adhesives
Adhesive codes
EPI1
PVAc
adhesive
Commercial name
Prefere
Prefere
6415
6151
Adhesive type
PVAc
EPI
Durability class LVS EN 204 (2016) D4
D4
Appearance
white, viscous white, viscous
liquid
liquid
No. of components
1
2
Viscosity at 23 °C, mPa s-1
6,5008,500 6,00010,000
Density, kg m-3
1,100
1,260
pH
2.53.5
6.58.5
Solid content, %
4952
5961
Glue spread, g m-2
100250
175400
Pressure, MPa
0.51.2
0.61.2
Minimal pressing time, min
1535
1030
Wood moisture content, %

615
Mixing ratio

100
Characteristics
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EPI2
adhesive
hardener
Prefere 6170 Prefere
6670
EPI
D4
brown
milky-white brown
liquid
liquid
liquid
2
250400 5,0006,000 200
1,240



6.48.4


5660

120250
0.71.6
15
615
15
100
15
hardener
Prefere
6651

From each of the boards several pairs of panels were prepared with nominal
dimensions of 7×130×350 mm to bond 2 fast-growing wood species with 3 different
adhesives. Shortly before bonding, all the surfaces to be bonded were lightly planed to
obtain panels with a nominal thickness of 5 mm.
In total, a full factorial design
(3×3×3) with 27 bonding parameter
combinations (pressure 0.8, 1.0 and
1.2 MPa, pressing time 20, 30 and
40 min and adhesive spread 150, 180
and 210 g m-2) were used in the study
for each species and adhesive
combination. For both EPI adhesives,
b)
a)
the adhesive and hardener were mixed
in a ratio of 100:15 (based on the
Figure 1. Adhesive spread control (a) and panel
weight percentage). The adhesive was
pressing (b).
applied on one side of the panel using
a hand roller and the glue spread was controlled by a weighing method (Fig. 1, a).
Pressing was done with the 1,500 kN press Joos LAP 150 (Fig. 1, b). Maximum open
assembling time was 1 min, and maximum close assembling time was 5 min in all cases.

a)

20

Shear strength fv, MPa

10

150

Test specimens and pre-treatment
The cutting of test pieces was done 7 days after specimen pressing and keeping in
standard atmosphere. Each bonded panel with definite bonding parameters was cut into
10 test specimens with nominal dimensions of 20×150 mm. The final thickness was
10 mm. Flat bottomed cuts 2.5 mm wide in the bonded section across the grain were
made completely through the bond line, so that the overlap of length was 10 mm. The
final shear area of the test pieces was 10×20 mm. In total, for 2 wood species, 3 adhesives
and 27 bonding parameter combinations 1,620 specimens were produced and tested. As
a reference, 20 solid wood specimens of eucalyptus and radiata pine were produced and
tested in the same manner as for glued specimens, with the exception of panel bonding,
to compare the results with the solid timber shear strength. Test specimen dimension,
test arrangement according to LVS EN 205 (2016) and a graphic of shear strength results
for one set of 10 test specimens are presented in Fig. 2.
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Figure 2. Test specimen dimensions in mm (a), tensile shear test arrangement (b) and the graphic
example of 10 test specimens set shears strength results (c).
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Each bonded specimen was marked with: wood species symbol G  for eucalyptus
and R  for radiata pine; followed by adhesive symbol 64 (for PVAc adhesive 6415),
61 (for EPI1 adhesive Prefere 6151/6651) and 617 (for EPI2 adhesive Prefere
6170/6670), pressure symbol 0.8, 1.0 or 1.2 MPa; adhesive spread symbol 150, 180 or
210 g m-2 pressing time symbol 20, 30 or 40 min; and specimen No. from 1 to 10 within
each bonded panel.
The following pre-treatment was applied to all specimens keeping them for 7 days
in a standard atmosphere; 6 h in boiling water and 2 h in water at 20 °C before testing
according to LVS EN 204 (2016) sequence 5. This pre-treatment is part of a procedure
to determine the shear strength of adhesives for durability class D4 (for exposure to
running or condensed water in the interior or for exterior use exposed to weather with an
adequate surface coating).
Test procedure and evaluation
The test was carried out according to standard LVS EN 205 (2016) p. 6.5. procedure
with Zwick Z100 test machine to determine tensile shear strength and an extra parameter
- wood failure percentage Wf. Test speed 50 mm min-1 was used for all mechanical tests.
The target average shear strength fv
of bond line should be equal or greater
0%
than 4 MPa according to the
standard LVS EN 204 (2016). Wf was
evaluated as suggested in standard
50%
LVS EN 3141 (2005) with a 25%
step and was as follows: 0%; 25%;
50%, 75% or 100% for individual
100%
specimens. Individual and average
shear strength and Wf values were
determined in 10 test specimens for
Figure 3. Wood failure percentage examples
each bonded panel. An example of Wf
with wood failure 0%, 50% and 100%.
failure mode is presented in Fig. 3.
The results were analysed using programme R version 4.1.0. Tukey HSD test at
5% significance level was performed to determine the difference between the grand
average of shear strength (average between all bonding regimes within the wood species
and adhesive combination) between adhesives. The average shear strength between
bonding regimes (adhesive spread, pressing pressure and pressing time) was compared
with pairwise ttest with Bonferroni adjusted pvalues with 95% confidence level.
Analysis of variance (ANOVA) with interaction effects was used to identify the most
significant factors and interaction effects influencing bonded joint shear strength. Due
to the properties of wood failure percentage data (lack of normal distribution) no
statistical analysis of these data was carried out.
RESULTS AND DISCUSSION
Both wood species with full factorial analysis of 3 adhesives and 3 selected bonding
parameter combinations (pressure, pressing time and adhesive spread) in 27 variations
provide a certain level of fv. Bonded joint failure during the specimen boiling procedure
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was not observed. The results of the study are presented in Fig. 4 for eucalyptus and in
Fig. 5 for radiata pine. The average values of fv and standard deviation SD as the average
wood failure percentage Wf are given for each adhesive and bonding regime. All tests
were carried out in wet condition of the specimens. The target fv value for each species,
adhesive and bonding parameter combination was 4 MPa according to standard
LVS EN 204 (2016).
Shear strength of solid timber
The shear strength of 20 solid wood samples was also determined in the same
manner as for glued samples for comparison. The results were as follows: the mean
fv was 8.40 MPa (standard deviation SD 1.25 MPa) for eucalyptus wood and 5.83 MPa
(SD 1.08 MPa) for radiata pine.
Shear strength and wood failure percentage of bonded eucalyptus wood
The average values of fv for bonded eucalyptus wood varied from 3.45 MPa with
PVAc adhesive (bonding pressure P  1.2 MPa; adhesive spread S  150 g m-2 and
pressing time T  20 min) to 9.65 MPa with EPI1 (P  0.8 MPa; S  150 g m-2 and
T  40 min) according to Figure 4. The highest value 9.65 MPa for EPI1 adhesive was
significantly higher (p < 0.05) compared to other adhesives and bonding parameter
combinations. The shear strength of the bonded joint even exceeds fv of solid timber by
15%. This can be explained by the difference between the average solid timber and
individual bonded panel density. The average density of eucalyptus was 588 kg m-3 but
maximum reached 738 kg m-3 with a 25% difference (Iejavs et al., 2021). The next highest
result for EPI1 adhesive was 8.68 MPa obtained with the same pressure and bonding
time, but with an increased adhesive spread to 210 g m-2. Similar shear strength results
from 4.94 MPa to 8.07 MPa were obtained by Iwakiri et al. (2019) after the immersion
of specimens for 24 h in water for 2 eucalyptus wood species (Eucalyptus camaldulensis,
Eucalyptus urophylla) bonded with PVAc and EPI adhesives. According to Iwakiri et al.
(2014) the adhesive spread used industrially for face bonding varies from 180 to 220 g m-2.
From 27 bonding regimes in bonding eucalyptus wood with PVAc adhesive, 11
bonding regimes did not reach the average target shear strength value of 4 MPa
according to LVS EN 204 (2016). Both EPI adhesives within all bonding regimes
exceeded that of 4 MPa threshold value.
Statistically significant differences (p < 0.05) were found between the grand
average fv between all adhesives used (Fig. 4). EPI1 adhesive fv was significantly
higher than for EPI2 and PVAc. Accordingly, EPI2 adhesive provides significantly
higher fv compared to PVAc adhesive. The same tendencies can be observed for Wf data.
Wf values vary within great amplitude between each wood species and adhesive
combination. The highest values for eucalyptus were observed for EPI1 and the lowest
for PVAc adhesive. For 13 gluing parameter combination of 27, the lowest average Wf
0% was observed for PVAc adhesive and the highest for EPI1 in 4 cases reaching Wf
from 95 to 98%. A significant decrease in both fv and Wf values was observed for wet
specimens (24 h immersion in water) compared to the dry (after air conditioning)
specimens when several eucalyptus species were bonded with PVAc and EPI adhesives
as described by Iwakiri et al. (2019) and when 13 hardwood species were bonded with
PVAc adhesive by Idinský et al. (2021).
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Gluing parameters (pressure  0.8, 1.0 or 1.2 MPa; adhesive spread  150, 180 or 210 g m-2; pressing time
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Figure 5. Average shear strength and wood failure percentage of bonded radiata pine wood joints with three adhesive.
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Figure 4. Average shear strength and wood failure percentage of bonded eucalyptus wood joints with three adhesives.
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This study confirmed the superiority of both EPI adhesives over PVAc adhesives,
when testing eucalyptus wood in wet conditions. Previously the same conclusion was
reported by Iwakiri et al. (2019). The differences in shear strength found for EPI and
PVAc adhesives were attributed to their different penetration ability resulting from their
chemical structures as well as their physicochemical characteristics such as rheological
properties. The bonding of the wood is complex manufacturing process where majority
of bonding parameters and timber characteristics matters. Usually umber joints should
be kept under certain pressure and time period until they have enough strength to
withstand handling stresses that tend to separate the pieces of wood.
The EPI adhesives used in the study compared to lower curing reactivity PVAc
adhesive are designed so that the added hardener minimizes the time required for
pressing the samples, as a result of which sufficient mechanical strength of the joint is
achieved already during short 20 min pressing, but with increased pressing time of
40 min adhesives continues currying reaction with lower speed, which significantly
improves the mechanical strength of the joint, especially, it can be seen with 0.8 MPa
pressing pressure.
According to Vick (1999) time for cold pressing of lumber can be little as 15 min
or as long as 24 h, depending on the temperature of the room and the wood, the curing
characteristics of the adhesive, and the thickness, density, and absorptive characteristics
of the wood.
The bonding performance between eucalyptus and EPI adhesive 6151/6651 was
affected by bonding pressure (p < 0.05) and pressing time (p < 0.05). The adhesive
spread (p = 0.17) had insignificant effects for a single bonding parameter. The
interaction between bonding pressure and pressing time most significantly influences the
shear strength of bonded joint (p < 0.05) according to Fig. 6a. No significant effect
between other bonding parameters was observed.
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Figure 6. The influence of pressing time T and bonding pressure P interaction on the shear
strength of: a  eucalyptus wood bonded with EPI1 adhesive and b  radiata pine wood bonded
with EPI2 adhesive.
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Boding pressure P 0.8 MPa and 1.2 MPa interacted with pressing time T 20 and
30 min showed an insignificant (p = 0.520.09) decrease in bond line fv of eucalyptus
wood according to Fig. 6a. The most significant increase (p < 0.05) in fv was observed
for P 0.8 MPa and T 40 min when fv 8.3 MPa was observed. For P 1.2 MPa the increase
in T from 30 to 40 min did not influence fv significantly (p = 0.11). For P 1.0 MPa the
same average fv values were observed for T 20 and 30 min, but a significant decrease
(p < 0.05) was observed when T 40 min was used for bonding of specimens.
No significant effects between other bonding parameters were observed.
The relationship between adhesive consistency and bonding pressure strongly
affects adhesive wetting, flow, and penetration, particularly the transfer of adhesive to
an unspread wood surface, when pressure is applied to the assembly. Since in the study
the highest shear strength values of the joint with EPI adhesives was reached with
relatively low bonding pressure of 0.8 MPa, it means, that pressure is optimal: to entrap
the air from the joint, to brings adhesive into molecular contact with the wood surface;
to form the optimal thickness adhesive film and holds the assembly in position while the
adhesive cures. When pressure is too high, the adhesive can overpenetrate porous wood
and cause starved joints that are inferior in bond strength (Vick, 1999).
Shear strength and wood failure percentage of bonded radiata pine wood
The average values of fv for bonded radiata pine wood varied from 3.36 MPa with
PVAc adhesive (P  1.0 MPa; S  150 g m-2 and T  40 min) to 6.51 MPa with EPI2
(P  0.8 MPa; S  150 g m-2 and T  40 min) according to Fig. 5. The obtained shear
strength values of radiata pine wood are comparable with values of Pinus Teada wood
(3.36 to 5.36 MPa) bonded with PVA adhesive according to Endo et al. (2017).
The value 6.51.MPa and corresponding bonding regime for EPI2 adhesive provide
a significantly (p < 0.05) higher fv value compared to the 20 bonding regimes, but fv of
6 regimes did not differ significantly (p = 0.21.0). For example, the bonding regime:
P  0.8 MPa, S  150 g m-2, T  40 min provided 5.98 MPa average fv value and
P  0.8 MPa, S  180 g m-2, T  40 min provided 5.98 MPa. EPI1 adhesive with bonding
regime P  1.0 MPa, S  180 g m-2, T  30 min provided comparable (p = 0.06) fv result
5.65 MPa to the highest value of EPI2 adhesive. In all other cases the results are
significantly lower (p < 0.05). All PVAc adhesive bonding regimes for radiata pine
provide significantly lower results compared to EPI1 and EPI2 adhesives. The highest
fv of a bonded joint exceeds fv of solid radiata pine wood by 12%. This can be explained
in the same way as for eucalyptus wood. The average density of radiata pine was
504 kg m-3 but the maximum can reach 568 kg m-3 with a 13% difference (Iejavs et al.,
2021).
From 27 bonding regimes in bonding radiata wood with PVAc adhesive, 16
bonding regimes did not reach the average target shear strength value of 4 MPa
according to LVS EN 204 (2016). Two bonding regimes with the lowest T  20 min
(P  0.8 MPa, S  150 g mm-2, T  20 min and P  1.2 MPa, S  180 g mm-2,
T  20 min) with EPI1 adhesive did not reach 4 MPa threshold value.
Statistically significant differences (p < 0.05) were found between grand average fv
of all adhesives used (Fig. 4). EPI2 adhesive fv was significantly higher than for
EPI1 and PVAc. Accordingly, EPI1 adhesive provided significantly higher fv
compared to PVAc adhesive.
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Despite the significantly higher grand average fv values of EPI2 adhesive
compared to EPI1 adhesive, high Wf rates are more often observed for EPI1 adhesive
reaching 90100% for 5 bonding regimes instead of 1 EPI1 bonding regime. For 11
gluing parameter combinations of all the adhesives the lowest average wood failure
percentage 0% was observed for 10 PVAc bonding regimes and 1 for EPI2 adhesive.
Radiata pine and EPI2 adhesive bonding performance is affected by adhesive
spread S (p < 0.05) and bonding pressure P (p < 0.05), pressing time T had insignificant
(p = 0.42) effects on bonding performance for the single bonding parameters.
The bonding pressure and pressing time interaction most significantly influence the
shear strength of bonded radiata pine joints (p < 0.05) according to Fig. 6b. For bonding
P 0.8 MPa interacted with T 20 and 30 min, a significant (p < 0.05) decrease in fv was
observed. But the most significant increase (p < 0.05) in fv from 4.9 to 6.0 MPa for
P 0.8 MPa was observed when pressing time increases from 30 to 40 min. The most
significant decrease (p < 0.05) in fv from 5.2 to 4.7 MPa was observed for P 1.0 MPa
when T was increased from 20 to 30 min. Insignificant fv changes (p = 0.55 and 0.78)
were observed when P 1.2 MPa was used between pressing time variations. The results
of the study show that for Eucalyptus
grandis and Pinus radiata D. Don
6.00
wood the best bonding performance
5.60
with EPI adhesives was achieved with
5.56
a low bonding pressure of 0.8 MPa
5.50
compared to 1.0 MPa, in contrary to the
5.08
study carried out by Martins et al.
5.06
4.90
5.00
(2013) when Eucalyptus benthamii
4.96
4.99
Maiden et Cambage wood was bonded
4.85
with PVAc adhesive. According to
4.75
4.50
River & Okkonen (1991), Corrêa
150
180
210
(1997) and Muenchow (2002) bonding
-2
Adhesive
spread
S,
g
mm
pressure from 0.9 to 1.3 MPa are
Pressure P, 0.8 MPa
optimal to bond medium density wood.
Pressure P, 1.0 MPa
The second significant interaction
Pressure P, 1.2 MPa
was observed for P and S according
to Fig. 7 for radiata pine and EPI2
Figure 7. The influence of adhesive spread S and
adhesive. In this case only for
bonding pressure P interaction on shear strength
the lowest P 0.8 MPa and highest S
of radiata pine wood bonded with EPI2
-2
210 g mm
interaction, significant
adhesive.
(p < 0.05) changes were observed when
the average fv decreased from 5.6 MPa to 4.96 MPa with increased S from 180 to
210 g m-2. A significant effect between other bonding parameters was not observed.
Regarding the adhesive spread, no significant increase in shear strength values was
observed when adhesive spread was increased from 150 to 210 g m-2 within the range
recommended by the adhesives manufacturer (Table 1), as a result the adhesive joint of
optimal thickness is formed, which does not significantly affect the shear strength of the
glued joint. In cases when the adhesive spread is too small, there are not enough
adhesives in the pores of the wood, as a result of which the optimal adhesion force
between the adhesive and the wood is not achieved, which significantly reduces the
mechanical strength of the glued joint. In turn, increased adhesive application results in
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too thick bond line, which reduces the internal cohesion forces of the adhesive joint
itself, which also leads to a reduced mechanical strength of the bonded joint (Follrich et
al., 2010). These results indicate that it is possible to use the lowest glue spread for
non-structural semi-finished glued laminated timber member production from
eucalyptus and radiata pine wood. Similar statements were reported by Iwakiri et al.
(2016), Campelo et al. (2017) and Iwakiri et al. (2019).
In other studies was concluded that bonding pressure and glue spread have a
significant effect on the shear strength of the glue joint, while after sufficient hardening
the pressing time does not have a significant effect on the bonding quality (Li et al.,
2015; Mölleken et al., 2016). But the effect of glue spread on the shear strength was not
observed (Fonte & Trianoski, 2015). The range of gluing parameters considered in
various studies is crucial for assessing their effect on the shear strength of glued joints.
The anatomical structure, density and porosity of wood, as well as the chemical
composition and absorption properties of adhesives in the wood can be mentioned as the
most important factors causing the difference between PVAc and EPI adhesive bonds
(Iwakiri, 2005).
CONCLUSIONS
Eucalyptus (Eucalyptus grandis) and radiata pine (Pinus radiata D. Don) wood in
face bonding with PVAc and EPI adhesives provides certain level of bond line shear
strength. Failures of bonded joints after boiling pretreatment were not observed within
the range of bonding parameters used.
The bonding performances of both EPI adhesives were significantly higher
compared to PVAc.
Bonding pressure and pressing time were evaluated as the most significant
interacting factors influencing shear strength of eucalyptus and radiata pine wood
bonded with EPI adhesive Prefere 6151/6651 or EPI adhesive Prefere 6170/6670.
Based on the general evaluation of the results, it can be stated that the wood of
eucalyptus and radiata pine bonded with both EPI adhesives presents great potential for
non-structural semi-finished glued laminated timber member production, especially for
the use in humid conditions.
ACKNOWLEDGEMENTS. In accordance with the contract No. 1.2.1.1/18/A/004 between
Forest Sector Competence Centre Ltd. and the Central Finance and Contracting Agency,
concluded on 17th of April, 2019, the study was conducted by Kokp rstr de 98 Ltd. with the
support from the European Regional Development Fund (ERDF) within the framework of the
project Forest Sector Competence Centre.

REFERENCES
Bomba, J., Sedivka, P., Cvach, J. & Sarvaová Kvietková, M. 2014. Strength of PVAc joints.
BioResources 9(1), 10271037.
Calil Neto, C. 2010. Species  treatment  adhesives combinations using Brazilian reforestations
species
for
glulam
purpose.
WCTE
2010
Vol. 4.
Available
at
http://support.sbcindustry.com/Archive/2010/june/Paper_215.pdf?PHPSESSID=ju29kfh9
0oviu5o371pv47cgf3

185

Calil Neto, C., Molina, J.C., Calil, J.C. & Lahr, F.R. 2016. Specie - treatment - adhesive combinations
for glulam purpose. CAPA 3(2). Available at https://doi.org/10.18256/2358-6508/recimed.v3n2p16-23
Campelo, S., Iwakiri, S., Trianoski, R. & Aguiar, O.R. 2017. Use of the Genipa Americana
milling machine for the production of side gluing panels  EGP. Floresta, Curituba 47(1),
129135 (in Portuguese).
Corrêa, C.G. 1997. Techniques for Gluing Wood with Vinyl Adhesive. Chemical Border. Indústria
e Comércio Ltda, Brasil, 68 pp. (in Portuguese).
Cubbage, F., Koesbandana, S., Donagh, P.M., Rubilar, R., Balmelli, G., Olmos, V.M., De La Torre, R.,
Murara, M., Hoeflich, V.A., Kotze, H., Gonzalez, R., Carrero, O., Frey, G., Adams, T., Turner, J.,
Lord, R., Huang, J., MacIntyre, C., McGinley, K., Abt, R. & Phillips, R. 2010. Global timber
investments, wood costs, regulation, and risk. Biomass and Bioenergy 34, 16671678.
Dieste, A., Cabrera, M.N., Clavijo, L. & Cassella, N. 2019. Analysis of wood products from an
added value perspective: The Uruguayan forestry case. Maderas. Ciencia y tecnología
21(3). Available at https://scielo.conicyt.cl/scielo.php?pid=S0718221X2019000300305&script=sci_arttext&tlng=p
Endo, C., Trianoski, R. & Iwakiri, S. 2017. Production of edgewise glued panels with different
PVAc adhesives and pressing systems. Floresta e Ambiente 24, 18 (in Portuguese).
Follrich, J., Vay, O., Veigel, S. & Müller, U. 2010. Bond strength of end-grain joints and its dependence
on surface roughness and adhesive spread. Journal of Wood Science 56(5), 429434.
Fonte, A.P.N. & Trianoski, R. 2015. Effect of grammage on the bonding quality of glue side of
Tectona grandis wood. Lages 14, 224233.
Grøstad, K. & Bredesen, R. 2014. EPI for Glued Laminated Timber. In: Aicher, S., Reinhardt, H.W.
& Garrecht, H. (eds) Materials and Joints in Timber Structures. RILEM Bookseries, vol. 9.
Springer, Dordrecht, 354365. Available at https://doi.org/10.1007/978-94-007-7811-5_32
Gürses, M.K., Gülbaba, A.G. & Özkurt, A. 1995. Report about improves eucalyptus cultivation
in Turkey. Journal of DOA V, 8.
Pitzner, B. & Lind, P. 2005. Gluing of Norway spruce and Scots pine with an EPI adhesive,
Report No. 60, Norwegian Institute of Wood Technology, 133. Available at
https://www.treteknisk.no/resources/filer/publikasjoner/rapporter/Rapport-60.pdf
RachidCasnati, C., Mason, E.G. & Woollons, R.C. 2019. Using soilbased and physiographic
variables to improve stand growth equations in Uruguayan forest plantations. iForest Biogeosciences and Forestry 12(3), 237245.
Iejavs, J., Podnieks, M. & Uzuls, A. 2021. Some physical and mechanical properties of wood of
Fast-growing tree species eucalyptus (Eucalyptus grandis) and radiata pine (Pinus radiata
D. Don). Agronomy Research 19(2), 434443. Availabe at https://doi.org/10.15159/AR.21.038
Iejavs, J., Spulle, U., Jakovlevs, V., Buksana, E. & Zelmenis, A. 2018. Effect of environmental
temperature on bending strength of the finger jointed aspen lumber. Agronomy Research
16(4), 16771685. Available at https://doi.org/10.15159/AR.18.193
Iwakiri, S. 2005. Reconstituted Wood Panels. Curitiba: FUPEF. 2005, 254 pp. (in Portuguese).
Iwakiri, S., Matos, J.M.L., Trianoski, R., Parcehn, C.F.A., Castro, V.G. & Iwakiri, V.T. 2014.
Characteristics of glued laminated beams made with teak wood (Tectona grandis).
Floresta e Ambiente 21(2), 269275 (in Portuguese).
Iwakiri, S., Trianoski, R., Fonte, A.P.N., Franca, M.C., Lau, P.C. & Molleken, R. 2016. Potential
of using wood from Dinizia excels Ducke and Protium puncticulatum J.F. Mach for the
production of EGP panels. Scientia Forestalis 44(111), 709717 (in Portuguese).
Iwakiri, S., Trianoski, R., Stupp, .M. & Cabral, B. 2019. The use of Eucalyptus camaldulensis and
Eucalyptus urophylla wood in the production of Edge Glued Panels. Floresta 49(2), 317324.
Idinský, J., Reinprecht, L., Sedlia ik, J., Kúdela, J. & Ku erová, V. 2021. Bonding of Selected
Hardwoods with PVAc Adhesive. Applied Scienses. 11(67). Available at
https://dx.doi.org/10.3390/app11010067

186

Jokerst, R.W. 1981. Finger Jointed Wood Products. U.S. Department of Agriculture, Forest
Service, Forest Products Laboratory. 24 p.
Li, R., Guo, X., Ekevad, M., Marklund, B. & Cao, P. 2015. Investigation of glueline shear strength
of pine wood bonded with PVAc by response surface methodology. BioRes. 10(3), 38313838.
Liao, Y.C., Tu, D.Y., Zhou, J.H., Zhou, H., Yun, H., Gu, J. & Hu C. 2017. Feasibility of
manufacturing crosslaminated timber using fast-grown small diameter eucalyptus
lumbers. Construction and Building Materials 132, 508515.
LVS EN 204. 2016. Classification of thermoplastic wood adhesives for non-structural
applications. European Committee for Standardization. Brussels.
LVS EN 205. 2016. Adhesives  Wood adhesives for non-structural applications - Determination
of tensile shear strength of lap joints. European Committee for Standardization. Brussels
LVS EN 3141. 2005. Plywood  Bonding quality - Part 1: Test methods. European Committee
for Standardization. Brussels.
Konnerth, J., Kluge, M., Schweizer, G., Miljkovic, M. & GindlAltmutter, W. 2016. Survey of
selected adhesive bonding properties of nine European softwood and hardwood species.
European Journal of Wood and Wood Products 74, 809819.
Martins, S.A., Del Menezzi, Claudio, H.S., Ferraz, J.M. & de Sauza, M.R. 2013. Bending
behaviour of Eucalyptus benthamii wood to manufacture edge glued panels. Maderas,
Ciencia y techologia 15(1), 7992.
Ministry of Primary Industries of New Zealand, 2020. Wood product markets. Data on forestry
imports and exports and indicative log prices. Annual exports. Available at
https://www.mpi.govt.nz/forestry/new-zealand-forests-forest-industry/forestry/woodproduct-markets/
Mölleken, R.E., Trianoski, R. & Neto, S.C. 2016. Evaluation of pressing time in the production
of edge glued panel with adhesive polyurethane derived from castor oil. Appl. Adhes Sci.
4(9). Available at https://doi.org/10.1186/s40563-016-0066-4
Muenchow, J. 2002. The steps of the high frequency side gluing and face gluing process. Material
téchnico  Franklin International, 10 p. (in Portuguese).
Palmer, D.J., Watt, M.S., Kimberley, M.O., Höck, B.K., Payn, T.W. & Lowe, D.J. 2010.
Mapping and explaining the productivity of Pinus radiata in New Zealand. New Zealand
Journal of Forestry 55(1), 1521.
Pereira, M.C. de M., Calil Neto, C., Icimoto, F.H. & Calil Junior, C. 2016. Evaluation of tensile
strength of a Eucalyptus grandis and Eucalyptus urophylahybrid in wood beams bonded
together by means of finger Joints and polyurethanebased glue. Materials Research 19,
12701275. Available at http://dx.doi.org/10.1590/1980-5373-MR-2016-0072
River, B.H. & Okkonen, E.A. 1991. Delamination of edge glued wood panels: Moisture effects.
U.S. Department of Agriculture, Forest Service, Forest Products Laboratory, 11 p.
Tienne, D.L.C., Nascimento, A.M., Garcia, R.A. & Silva, D.B. 2008. Adhesion quality of
quaruba ceder wood glued joints under internal and external service conditions. Floresta e
Ambiente 15(1), 2033.
Vassiliou, V., Barboutis, I. & Karastergiou, S. 2006. Effect of PVAc bonding on fingerjoint
strength of steamed and unsteamed beech wood (Fagus sylvatica). Journal of Applied
Polymer Science 103(3), 16641669.
Vick, C.B. 1999. Adhesive bonding of wood materials. Wood handbook: wood as an engineering
material. Madison, WI: USDA Forest Service, Forest Products Laboratory, General
technical report FPL, GTR113. 9.19.24.
Wang, X., Hagman, O., Sundqvist, B., Ormarsson, S., Wan, H. & Niemz, P. 2015. Impact of cold
temperatures on the shear strength of Norway spruce joints glued with different adhesives,
Eur. J. Wood Prod. 73, 225233. Available at https://doi.org/10.1007/s00107-015-0882-4

187

