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Hepiinyn

Ot ghappéc ovuvheteg KOYEA®TES TAAKES amoTELOVV £va VEO TPOTOV Y10 TNV EMTAOTOLIL
70 omoio TOPAYETAL TAEOV GE OVTOUOTES YPUUUEG TOPAYOYNG, XAPN OTNV AVATTLEN TNG
TEYVOAOYIOG, L€ CULUMIEGUEVO KOGTOG TOPUYOYNS GE OXECT LE TOVS TAPOUSOGLOKOVS
TpOMOVG mopAy®YNS Tovc. Tavtdypova avomtdhydnkov véor Tpoémol ovvdeong —
GUVOPROAOYNONG GE EMTAL — EVAOKATACKEVES TOV TAAKMV QVTAV. TNV €pyacia ovt
mapovoldlovtal ot eElaPpEc ovvOeTeg KOYEAMTEG TAGKEG OO GOy TPMTOV VAGDV,
TEYVIKOV  YOPOKTNPIOTIKAOV, TEYVOAOYIOG MOPUYOYNG Kol OUVATOV YPHOEDV OTNV
emumAonotio, Kot cL{NTOOBVTOL 01 TPOOTTIKEG TMV TAUKDY OVTAOV GTNV EXUTAOTOUO KO TIC
Evokataokevéc. Ot ehappéc ovvleteg KowehmTég TAGKES Le Pdon Tig 1O1OTNTEG TOVG
(VYNAGG GVVTEAESTNG GYEONG UNYOVIKNG OVTOYNG TTPOG TUKVOTNTA, HIKPO BApOg, KOAN
S100TOC100KY]  0TAOEPOTNTO KAT.) TPOCPEPOVIOL GE UEYOADTEPO TAYN ONO TIG
ovpupatikés Eviomhdkes (WVOomAdKeS HEONG TLKVOTNTOG, HOPLOTAGKES, OVILKOAANTA,
KAT.) yoplg dvcavaroyn ovénon tov Pdpovg Tovg Kot cvumepaivetar OTL givor
TPOYUOTIKE OVTAYOVIOTIKEG TOV GUUPATIKOV ELAOTANKOV LE TOAD KOAEG TPOOMTIKES
AOd0YNG TOVG OO TIV EAANVIKY KoL TNV VpOTAiK Bropnyavia Tapoymyng enimlov o
TOAAES EQOPLOYES TPOIOVTIMV.

A€Eeic kKhe1d1d: eAaPPEG KOWEAWMTEG TAGKES, EMITAOTOL, VEO TPOTOV, 1O10TNTESG, OTAOLN
TOPOYOYNG, EPOPUOYEG

Lightweight honeycomb panels - a new product for the furniture and joinery
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Summary

Lightweight honeycomb sandwich panels constitute a new raw material for the furniture
and joinery industry, which is produced economically by automated in-line processes
due to the development of the machinery technology comparing to the traditional batch



like production processes. At the same time new furniture connectors of these panels
have been developed. In this paper the lightweight honeycomb sandwich panels are
presented (raw materials, technical characteristics, technology of their production and
application examples in furniture - joinery) and the prospects of the new panels are
discussed. Based on their properties the lightweight honeycomb sandwich panels (High
strength to the density ratio, low weight, good dimensional stability etc.) are offered for
the furniture and joinery industry.

Key words: lightweight honeycomb panels, furniture, innovative product, properties,
uses

Ewayoym

Ta televtaio ypdvia mapatnpeitor deBvdg moAd peydAo evdweépov amd v
emmlomoua. Yoo TAGKES HIKPOTEPOL PAPOLG Kol TEPLGGOTEPO QIMKEG TPOG TO
nepPdiiov, mov Bo PTOPOVGOV VO OVTIKOTAGTGOUV TIG KAOGIKEG TAEOV VOTAGKEG
péong mokvomtag (MDF), T popomidixeg ko tig dAleg Evlomidkes (OSB «An), twv
650 - 750 kg/m’® mokvoTTOC, 08 EQOPUOYES emumAomotiag - EvAovpyikhc. To evdlapépov
vy peioon tov PBApovg TV EMITA®V TPOQOdOoTEITAL KVUPIOE amd TOvV KAGSO TMV
TUTOTTOMUEVOV AVOUEVOV ETMIMA®Y, 0 omoiog yvopilel Wwitepo PEYAAN avamTuén
TeAevTaio, OAAG Kot Tr YEVIKOTEPT AVAYKN TNG GOYXPOVNG EMUTAOTOUOS Y10, GUUTIEST)
TOV KOGTOVG Tapay®myns (LES® TG EMeEePYOTiag TMV VAK®OV), TOL KOGTOVG LETOPOPHS
KOl GUVOPLOAOYNOTG TOV ETOH®V TPOIOVIMV OO TO EPYOGTACLO TOPAYMYNG HEXPL TO
ADPO TOL TEAKOV KOATAVOAMTY], OAAG KOl THG OTA{TNONG TOV GYESIOGTMOV Yo TAGKES
peyolvTeEPOL mhyovg ywplg dvsavdrioyn mpocavénon tov Pdapovg tovg (IKEA 2004,
Bush 2004).

Z0vOeTEG TTAGKEG E TTUPIVA OpOYEVOUG UAIKOU
Homogeneous core materials

MupnAvag £6Aou MNuprvag appwdoug uAikol
Wood cores Foam cores

LovOeTeG TTAGKEG e Sopnpévo Tupiva
Structured core materials

i

L " ’ ’
Muprvag KupaTtoeSoig . ’ .
XapTOVIOU MNupRvag uQavTIKWY IVOV

Corrugated cores Textile cores

MupRvag XapTokuwéAng
Honeycomb cores

Sy 1. ﬁﬁveereg TAGKeG emtmAoTotiag pe mopnva dtdpopa vAka (Pflug et al i004b)
Figure 1. Furniture sandwich panels with different material cores (Pflug et al 2004b)
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TOPOUYOY] LOPLOTAAKAV KOl GAA®V cOVOET®V TAOKOV [KpOTEPOL PApous (pe Tupnva
VIOAEIPUHOTO  YEQPYIKDV KOAMEPYELDY, APPSO mOoALOLPEBAVNS, (OAAN aAovpuviov,
VOOVTIKES fveg, KAT.), ol omoieg kol PpNKav €QPAPUOY OTNV TOPAYDYN HUEPIKAOV
poidvimv (). ©¢ vAMkd mnpoons Bupav k.é.) (Zynpa 1). To mpoidv Odpwmg mov
VIOCYETOL TO TEPIGGOTEPO, YO EQOPLOYEC TOPOUYOYNG EMIMAMV &ivol oL gAOQPES
koyerwtég TAdkes (Pflug et al 2004a, Héfele 2004).

2NV TPAYHOTIKOTNTO Ol EAAPPEG KOYWEAMTEG TAAKES BV ival KaBOAOL VEO TTPOTdV.
Y0vOeTeg TAGKEG e TLUPTVOL YAPTIVEG KOWELES YPTCULOTOLOVVTOL E0C) KO SEKOETIEG AUTTd
TIG 0epOTOPIKESG Propmyavies kot og pikpotepo Pabud and 11 avtoktvitoflopnyavies,
EMELDN TPOCOEPOLY APLOTN GYECT VYNANG UNYOVIKAG OVTOYNG LE HIKPT TUKVOTITO.
[opdyovior emiong, oe Evpdmn xot Apepiki Kot yYproUYLOTOOOVIOL GE UEPIKES
MEPIMTAOCELS OO TNV emMmAOTOLA - EvAovpyiKn ©G VAKO TApwong Bupdv Kot oty
KaTaokevt| dtdpopwv vAkdV cuokevaciog (Pflug et al 2004b).

Méypt onpepa, ol KLOYeAMTEG TAGKEG KATOCKELALOVTOV OVOYKAOTIKE e éval
mAaic10-teAdpo mePLPePELaKd amd cLUTAYES EVAO, Y10 TIC AVAYKES GLVIEGOAOYIOG KoL
GUVOPUOAOYNONG TOV EMTA®V - KOTOOKEL®OV, KAODC Kol ylo Tr LOpPQOmMOinoTn TmV
mievpav - meplopiov tov mAakdv. Avty n Pacwkr apy wpobmobitel axpiPn
oYedOoUO KoL EO1KT TOPUYOYT TOL KAOE LEPOVOUEVOD TUNLLOTOG TV EMITA®VY, TP
QIOYOPELTIKO Y10 TNV 0pYavmon pallkng mopayoyns eninimy o€ Popunyoviky KAipoka,
OTLG YVOOTEG GLUVONKES TapaymYNG TV EMLYEPNoE@V TG Evpdnng kot tng ALeptkng.

Hopd T oNpavTIKG TAEOVEKTNLATA TOVG OU®EG MG VAIKO EMITAOTOLNG, and dmoyn
eEokovopmong Papovs Kol KOANG UNYOVIKNG COUTEPLPOPAS o€ oyxéon He To Papog
TOVG, Ol EAUPPES KUWEAMTEG TTAGKEG dev Katdpepav LEpL onpepa va a&tomomBolv,
Kuplwg AMOY® TOL LYNAOD KOGTOVS mapayyng Tovs. H Pacwn epunveia Tov vyniov
KOGTOVG TOPAYOYNG TOVG HE TOV TOPUSOGLOKO TPOTO NTOV 0 EPAPROLOUEVOS TPOTOG
mopay®yng pe to ovotnuo g moptidag (batch process) o omoiog givar évioomg
epyaciog (Bitzer 1996).

Yfuepa, N avartuén véag teyvoloyiag mopaywyng (Homag), n omoia eacparilet
QULTOUOTY PO TOPAYDYNG KOl YOUUNAGTEPO KOGTOC UAlIKNG TOPOy®YNS, KoOMG Kol M
avantoén véag texvoroyiog GLVOECLOAOYIOG OV TPOTOTUPOVCIAGTNKE GtV €Kbeom
ZOW 2004 (Hafele), pe cvvoéopovg €@OpUOGILOVG OTO EMPOVEIONKE QUAAN TOV
TAOK®V amd womhdka péong mokvotrag (MDF) 7 poplomddia mdyovg péypt 5 mm,
SLOHOPPAOVOVY VEEC GUVOTKEG Y10, TNV EICAYMYN TOV EAAPPAOV KOYEADTMOV TAUKOV OTIG
TPMOTEG VAES NG ovyypovng emmionotas. H véa yevid tov elappdv Koyel®Ttdv
TAOK®V EMMAOTOUNG TPOCPEPEL OAOL TO. TAEOVEKTILOTO TMV EAAQPAOV TAUKADV GE
Supopa mhyn péxpt kot 60 mm kot dev omouteitol TAEOV VO TOPAYOVTOL LE
mePLPePELOkd TEAGPO - mANIcO0 omd EVAO Yo TG OavAyKES TNG GLVOEGLOAOYING TMV
emimhwv (Hifele 2004, Engelen 2003, Paul et al 1997).

Eivar a&oonpueioto 6t 1 toxémg avomtvoodpevn Propmyavia emimtiov g Aciog
(Kiva, Ivdia kAm.) ypnoylomotel Kotd TAEOVOTNTO EANPPEG KOWEAMTEG TTAAKES OTNV
nmapayoyn g (Pflug et al 2003, Weber 2004).

YK0mOG NG ELGNYNONG OLTHG EIVOL VO TAPOVGLUGTOOV 01 ELUPPES KOWEAWDTEG TAGKEG
emumAonouog (TpMTEG VAEG, TEYVOAOYIOL TOPUYOYNS, TEXVIKG YOPUKTNPIOTIKA), VO
50000V 01 duvaTtég XPNOELG TOVG Kat Vo, su{NTNOOVY 01 TPOOTTIKEG a&10TOINoTG TOVG A
TNV EAAMNVIKN KOl EVPOTAIKY EMTAOPLOUN Vi



HpaTeg VAES ELAPPAOV KOYELOTOV TAUKDV ETUTAOTOLOG

Ot ehappés Koyehmtég ohvBeteg TAdKeg emmionotiog Kotookevaloviol cuvinBwg e
£€VOV KEVIPIKO TUPNVO O OTOI0G PEPEL OTIG dVO EMPAVELEG TOV EMLPOVELNKE QUAAN
SLAQOP®V VAMKAV LE TN XPTOYLOTOINCT GUYKOAANTIKOV OVCLOV.

O KevTpIKOg TUPNHVOG KOTOOoKELALETOL (e TPDTES VAES YOopTi, XapTOVL (KVpindg Yopti
avaKOKA®O™NG), QUALD aAOLUIVIOV, TAUOTIKG QUAAN, KAT. KoOMdG Kol pe T ypnon
Slpop®v VAMK®OV TANpoong  (moAvovpeddvn K.G.) Kol EUTOTIOTIKEG ovoiec. Ta
EMPAVELONKE QUALD glvatl cuviBwg Aentég EuAomAdkeg (VOTAGKES LEGTG TLKVOTNTOG,
HOPLOTTAGKES, OVTIKOAANTA, K.0.) EmevOedVUEVES e peAapives, EVAOPLAAL, KAT.

216010 TOPAYOYNG ELOPPAV KOYEAMTOV TAUK®OV ETTALOTOLIOG

Ta otddia mapaymyng Tov cHVIETOV KOYEAOTOV TAAKOV dlopépovv aviioya pe: 1)
Tov epapuolOpevo TPOTO TOPUYOYNS TOV KEVIPIKOD TUPNVA TOV TAAKOV (KOYEADV), 2)
70 €l00G TPOTOV VADV TOV EMUPOVEWKADV GTPOCEMV TOV TAUKOV Kol 3) to fadud
avtopartonoinong g mapayoyng. Ioapadociakd vrdpyovv d0o TPOTOL TUPOYOYNG TNG
E0MTEPIKNG GTPAOCTG, TOV TUPNVO, TOV TAUKOV.

Zopeava pe tov 1° 1pdmo nopayynig Tov xaptivav kKoyekdv (Zyfua 2) apyikd
QTAMVETOL 1] CLYKOAANTIKY] OVGI0L GE YPOpUEG OTn Mio EMPAVELD TOV YOPTIOD TOV
ekTUMOoGcETAL Ao éva 1| TEPLGCOTEPO POAD, TO. POAAN pe TV KOAAo tepoyilovtal og
Aopideg, pe mAATOG 160 pe To emBuUNTO YOS TOV KLYEADVY, oTORALovTal o€ OpAdES
Kot cvpmiECovtat yro va cuykoAAnBovv. O Tepoylorog Toug umopet va yivel mpwv 1 petd
TN OLYKOAAMNOY| TOVG. XTO EMOUEVO OTAO0 TEPLOGOTEPES OEGUEG GLYKOAANUEVOV
@OAMov otodlovtar kot ocvykodrovvton poli. ‘Etor dnpiovpysiton m eomtepikn
OTPOOT TOV TAUKOV MG L0 GLVERNG, OCULUTIECUEVN] OKOUA, YOPTOKLYEAN, OTO
emBountd ndyog. Telikd, 1 GLUTIEGHEVT YOPTOKLYELN TEVIMVETOL LE £KTACT KOl LETE
amd Enpavon g pe Bepudmra, amoKTé TN YVOOT HOPON TNG YOPTOKLYEANG LE TO
eEaymvikng popeng ovoiypata. To péyebog tv avorypdtov kot 1o Tayog ™S KOWEANG
He auTdV TOV TPOTO TOPUY®YNG €ilvar cuvnbmg peyolvtepa amd 10 mm, enedn o
OTAdW. GLUYKOAANONG KO TEUOXIGHOD KUWEADV UE LUKPOTEPO OVOIYHOTO Kot 7Thym
ATOLTOVV HEYAADTEPOVS YPOVOVG TOPUYDYTS.

ZUPTTIEOPEVOC

TUVEXN S TTUPMvag
Xapri Aeopn AWpRWY 5, iy Unexpanded  Aqdikacia éxtaong :
Paper roll Stacked sheets  gjice endless core  Eypansion process

'Yy

=t |
Gra

‘Etoipn xaprokupehn
Expanded honeycomb

Syquo 2. Ttaolo mopaymyng xptvov koyelov pe éktact (Pflug et al 2004a)
Figure 2. Paper honeycomb production by expansion (Pflug et al 2004a)



Zopemvo pe to devtepo Tpémo mapayoyns (Zymuo 3) éva yxoptdvi to omoio
SLOPOPOOVETOL [LE KLUOTOEWN HOpPN GuykoAleitar oe cuvexés @vAlo yaptiod. To
GUVEYEG PUALO XapTIoD YpetdleTarl yio Vo EUTOSIGEL TAPOUOPPDCELS TOV KUUATOEWBOVG
yopToviod kot vo eéacparicel T duvatdmta otoifaéng mepiocdtepevV eOAA@v. H
KOMa epapuoletar €ite 6T0 cVVEXEG PUALO YOPTION EITE GTIG KOPLPES TOV KVLOTIGTOD
x0ptovioD. [ToAAG KUHOTIGTE POAAL YOAPTOVIOD, AVAAOYO UE TIG EMBVUNTEG SLOOTACELS
TAGTOVG KOl UAKOVG TNG XOPTOKLWEANG, otoldlovtat kot cuykoAlovvtor pali yio va
dMGOLVV €va UTAOK, ad TO OTOI0 HE KATGAANAO TEROYIGUO TOPAYETAL 1) YOPTOKVLYEAN
0T0 TAY0g mov amarteitoar. Me TOV TPOTO OLTOV TO YVOGTA QUAAN KLHOTOEWB0UG
XOPTOVIOD JSivOuV YOPTOKLYWELNES HE WKPO Avorypo mepl to. 5 mm, yeyovdg mov
GUVETAYETOL TPOIOV PEYAADTEPNG TUKVOTNTAG G€ GYECT LE TO AVTIGTOLYO TPoiov Tov 1%
TPOTOL TOPAYWOYNG LLE TPAPYLLOL.

Mové kuparoeidég piAo Ry S
Single wall corrugated sheets ~~ -
Aeoun Kuparoeidwy UAAWY
Stacked sheets R
Tepayiopdg armd To prmhdk
Cutting from the block

Kuparoeibrig xct'roxuq.lé.’\n
Corrugated honeycomb

Mo 3. Ztédto Topaymyng KOHATOEB0VG LOPPNS xapTvev kuyeddv (Pllugetal 2004a)
Figure 3. Paper honeycomb production from corrugated cardboard (Pflug et al 2004a)

Y10 Zynua 4 Stvovtal To avTioTOY0 GTASL TOPAYMYNG XOUPTOKVWEANG LE KULOTOEWES
XOPTOVL OE L0 CUTOLLATY VPO TAPAYOYNG.

08nyéc lpdvrag
Egappoyi  ¢rhpavong

/ ik kdAAag ‘
@UAAO ; s . »\/

oupTieong Eromo

Obnyde Egappoyr Empaveiaké KUPATOEIBES

®uAdo Tpog j
) SAA UAAO aprévi
oupTrieans roads Kuparotroinon £ AR

Zynua 4. Avtopatn Ypopn Topaymyng KUULOTOEO0VG LOPPNG YAPTIVOV KOWEADY
(Pflug et al 2004a)
Figure 4. Continuous in-line honeycomb production of corrugated cardboard (Pflug et al 2004a)

Mia TEPIGGOTEPO OLTOUATOTOMUEVT] VPO TTOpOy@YNG OiveTOl GTo Zynpa S.



Zuveyfig YPapHn Trapaywyig
o ~Continuous in-line process

N o P
Kard mAdrog
Kuparoeidég xaptovl Tepayiopdcg i
(ouvexeg 1l oF YOAAT) Length wise slitting _~
Corrugated cardboard AvVOOTPOQI TwY
{endless or as sheets) KUPOTOEIBGV QUAAWV
Tuming of the cardboard stnp\

Kuparoednig ictpTDKl.ll].lE’h\I]
Folded honeycomb

ZyMuoa 5. Xvveyng Topay@yn Kupatogdong Lopeng xaptivav koyweddv (TorHex)
(Pflug et al 2004a)
Figure 5. Continuous in-line paper honeycomb production process (TorHex) (Pflug et al 2004a)

H mpododog g teyvoroyiag kot M ovamTtuEn cOyXpoOvVOV CLTOUOTOV YPOLUMY
TOPOYOYNG KOl TOV KEVIPIKOV TLPNVO TOV TAOK®OV (KUWEADV) KOl TV GOVOET®V
KOYEADTOV TAOK®OV GUVOALKE, £6MGE TNV EVKAIPIO. VO GUUTIEGTEL TO GUVOAIKO KOGTOG
TAPUYOYNG T®V GOVOETOV TAOK®Y Kol £T61 Vo EEMEPOOTODY TO LELOVEKTHLLOTO TOV
VYNAOD KOGTOVG TOPOYOYNG HE TOV TOPUS0GLOKO TPOTO YEPOVOKTIKNG TOPUY®YNS.
'Eto1, o1 ehoppéc kuyeAmTég o0VOETEG TAGKEG VENG YEVIAG YIVOVTOL EAKVGTIKEG YlO. TV
EMITAOTOUO KOl TPOLYLLOTIKH OVTOYVIGTIKEG TOV LEXPL OTHEPA d10BEa@Y EVAoTAUKMY
(Ivomhok®dVv péoNG TUKVOTNTOG, LOPLOTAOK®Y, AVTIKOAANT®V KAT.). Ta mAgovekthpata
NG GLTOUATOTOINCONG TG TOPAYMYNG TOV EANPPDOV KOWYEADTMV TAOK®OV GE GYEON UE
TOV Tapadoclokd TPOTO TOPAYWYNHG PAIVOVTUL GUVORTIKA 6TO Zynpa 6.
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Zynua 6. Awadikacio Topaywyng EAEPOV xaptivev kKoyelotdv mhakomv (Plugetal 2004a)
Figure 6. From raw materials to lightweight paper honeycomb panels (Pflug et al 2004a)



I910TNTES ELAPPAOV KUYELOTAOV TAUKAV ETLTAOTOLOG

Ytov [ivaxa 1 gaivetal 1 enidpacT HEPIKOV VAIK®V, TTOV ¥pNoLULoTomOnkay ce £va
Oeopntikd VTOAOYIGTIKO HOVIEAO @G MEPN OVUVOET®V TAOK®OV, G©TO WETPO
EMOTIKOTNTAG, GTNV TUKVOTNTO KOl 6TO GLVOALKO kKOGToG (Pflug 2003Db).

[Mivaxoag 1. 1810tNTEG HEPIKDY VAKDY TOV EAOPPOV GOVOETOV KOYEADTOV TAUKDV
Table 1. Properties of some materials of the lightweight honeycomb panels

(Pflug et al 2003)
ElootikoTnto [TukvoTnTe Kaoatog ohkd
Yl - Materials E modulus Density Total cost
(Gpa) (kg/dm3) (€/dm3)

m Atodi - Steel 210 7.8 20.28
28 Adovpivio - Aluminium 72 2.7 10.80
2 |/[Torvmpomviévio - PP 12 0.9 27

Og -\‘I Z0ko Balsa - Balsa wood 0.15 0.15 1.8
] ;é‘" E Kuwyékn mokvrpomukeviov — PP honeycomb 0.03 0.08 0.48
1] Xaproxvyéln - Paper honeycomb 0.02 0.08 0.32

Ytov [ivaxa 2 @oaivetor n emidpaorn TOL TAXOLE TOV KEVIPIKOD TLPNVO KOl TOV
EMUPAVELOKDY OTPOCEDV TOV GCUVOETOV KOYEADTMOV TAUK®V GTNV 0vVTOYN, TO BAPOG Kot
TO KOOTOG TV CUVOET®V KOYEADTOV TAOK®OV.

[Mivaxog 2. Exnidpacn Tov Tdyovg Tov eAappdv cOVOETOV KOYEAMTOV TAUKOV 6T
UNYavikn avtoyn, to Papog kot to k6otog toug (Pflug et al 2003)
Table 2. Effect of the thickness of the lightweight honeycomb panels on their strength,
weight and cost (Pflug et al 2003)

! h=2h, { h=24h,
Emdpdoeic e hi=24 1 t=054 | t=006t,
ouvBeTNG TAdKAS : i
O 111 A
ZXETIKG TTax0¢ 1 2 2.4
Avaloyia hit 05 i 0125 i 00125
Sxenike avroyri 1 465 11
2o fdoos 1§ 0s7s i 0a7
20 gopé mrpdrepn) !
ZXETIKO KGOTOG : :
(6poro kéoTog GAWY | i 2 : 24
TWV PEPLWIV) H H
SXETIKG KOOTOC
(k6oTo¢ Tupriva 1 : 0.575 0.177
20 popég pikpoTEPO) : :

E@appoyéc Tov KoyeloTOV TAUKAOV 6TV ETLTAOTOLO - EVAOVPYIKT
OeopnTiKd, pe PAom To TEYVIKA YOPOUKTNPIOTIKG TOLG, Ke emimedn empdvein
eMimAOL 1 EUAOKOTAGKELNG TOV AmaTeEL VYNAT UNYAVIKT avToyn, LKpd BApog Kot Kol



dwotactoxy otabfepdtnto Pmopel vo KOTOOKELOOTEL He TPAOTN VAN €A0ppd cOvBetn
KOYEA@T Ak MepKd TopadelyLato EQOPLOYNS TOV TAOKMOV aVTOV Sdivoviol 6Tov
Yynuo 7, eved oto Zxnpa 8 eoivovrar cuvOeteg KUWEAMTEG TAGKES e EMPAVELEG A
Ivomhdxo Méong mokvomtog (MDF) kot dtokoountikd EuAOQUAAQ, Tov mpoopilovtat
Y0 EPOPLOYEG GTNV EMTAOTOL Kot TNV ELAOVPYIKN.

Tymuoe 7. E@oppoyég eAa@pdv KOWEAMTOV TAUKOVY 6TV EXUTAOTOLA - EDAOVPYIKT
(Pflug et al 2004a)
Figure 7. Application examples of lightweight honeycomb panels in furniture — joinery
(Pflug et al 2004a)

Tymuo 8. HvOeteg KoyelmTég TAAKES Yo epapuoyég oty entmionotio (Pflugetal 2004a)
Figure 8. Sandwich panels for furniture applications (Pflug et al 2004a)

OL TPOOTTIKEG TOV ELUPPAOV KUYWEADMTAV TAUKAV GTIV EMTAOTOLI

Me Bdon to TeVIKE YOPOKTINPIOTIKG TNG VEAS YEVIAS TV gAapphv cOvBetmv
KOYEAWT®V TAOKDV (VYNAOG GUVTEAESTNG UNYOVIKNG avioyng mpog Pdépoc, pkpd
Bapoc, dwuctaciokn otafepdtnta), T StwbecILOTNTO O oYM LEYOADTEPQ OO TOL TTAYM
TV cLUPATIKOV EVAOTAOK®V KOl HE TOKIAMO TV SOECIU®Y AETTOV EMPAVEIOKDY
oTpOOoE®V (WVOmAGKe pHEONG TLKVOTNTAG, pHOpPlomAdKa, ovTikoAAntd, OSB, hx.
emevoedvUéveV te ELAOPULAAD, peAapives K.G.) Kol TEAOG TN GULUTIEST) TOV KOGTOVG
TOAPUYOYNG TOVG, GUUTEPAIVETOL OTL OTOTEAOVV Lo, TTOAD SVVOULKT TP@OTH VAN Yo TV
emumlonouio, kot tv EvAovpyikn. Me Bdomn, emiong to yeyovog OtL 1 avamtuén g
TEYVOLOYIOG VEMV GUVIEGU®Y EMADEL TO TPOPANLUO TNG EQPOPLOYNG OTOTEAEGLOTIKOV
TPOT®V CLVOEGLOAOYIOG KO GUVOPLOAOYNOTNG TOV VEOL LAKOD OTO EMTAC KOl TIG
EVAOKOTOOKEVEG TPOKLATEL OTL Ol EAAPPEG KLWEAMTEG TAGKEG YIvOVTOL TPOYLOTIKA
AVTOY®VIOTIKY TPMTH VAN TV HEXPL OTUEPH S100EaIUOV EVAOTAOKDV.

Qaivetar oG pe TIG VEEG OVTEG EAAPPES TAGKES IKOVOTOLOVVTOL TOVTOYPOVAS Ol
OMOUTAOES TMOV  EMMAOKOTACKEVOGTAOV YlO. GULUTIECST] TOL KOGTOVG TOPUYWOYNG,
HETOPOPAS KOl GLUVAPUOAOYNGNG, TMV GYEONNCTAV Y10 TAAKES HEYOADTEPOV TTAYOVG KOt
TOV KOTOVOAMTOV Y10 OIKOVOULKE Kot aeOnTiKd kadvtepa Tpoidva.



To yeyovog mwg o M paydaio avamtvocopevn Popnyovia enimiov oty Acia
xpnoyomotel TG TAAKES OVTEG GE HEYOADTEPO TOGOOTH GE GYEOT| UE TIG CLUPOTIKES
Evhomhdiceg Bo mpémer aceormg va asohoyndel dedvimg Kot va epunvevtel ©¢ €va
coPapd KivTPOo TG EVPMOTATKNG KOl TNG TOYKOGULOG TOPAY®YNS VO akOAOVOGOoVY TO
TOPAdEYUd TG TPOKEWEVOL Vo datnpioovy T1 B£01m TOVG 6TO TOYKOGLIO EUTOPLO
EMMA®V.

210 VEo mEPIPALAOV TOV SLOUOPPAVETAL LE TNV ELPAVIOT) TOV EAAPPDV cOVOET®OV
TAOK®OV ®G TPMTNG VANG TNG EMTAOTOUAG 1) EAANVIKT EXTAOTOLI0 TPOPAVMG OV UTOPEL
vo mopapeivel avemmpéaotn kot addpopn. Ot avénuéves elcaymyég mPOIOVTOV
emumAomoUog Ot XOPO HOG G TOAD OVIOYOVIOTIKES TUESG, TO TeEAgvTaio Xpdvia, omd
YOpes pe pKpdTEPo gpyatikd K6otog mapayoyns (Tovpxia, Ivdia, Kiva, kix.), elvor
dedopéva mov TPEmeL AcPOA®S Vo TpofAnunatilovy Toug EAANVES mapay®Yol .
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