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Wood-based panel prod ucts are sheet
mate ri als which con tain a sig nif i cant amount 
of wood in the form of strips, veneers, chips,
strands or fibres. The cat e go ries usu ally
recog nised within this group of board mate ri -
als and included in this sheet are: 

u Ply wood, includ ing blockboard and
laminboard

u Particleboard, includ ing wood chipboard, 
flaxboard and wood cement particleboard

u Ori ented strand board

u Fibre build ing boards, includ ing medium
den sity fibre board.

Ply wood was devel oped to pro vide panels 
with dimen sional sta bil ity and good strength
prop er ties both along and across the sheet.
Straight, well grown timber is required for ply -
wood man u fac ture. 

Wood chipboard and fibre build ing
boards were devel oped to pro vide util ity sheet 
mate ri als with uni form prop er ties. They often
uti lise forest thinnings, lower qual ity trees or
saw mill waste. From these has devel oped a
whole family of panel prod ucts cater ing for a
wide vari ety of end uses. 

Ply wood, particleboards and fibre build -
ing boards all include both gen eral pur pose or 
util ity boards and spe cial pur pose prod ucts.

This Wood Infor ma tion Sheet pro vides a
broad intro duc tion to wood-based panels by
out lin ing the man u fac ture and char ac ter is -
tics of the basic types and also indi cates some 
of the spe ci al ity prod ucts derived from them. 

Wood-based panel prod ucts are now cov -
ered by a series of BS EN Stan dards. Unlike
the pre vi ous Brit ish Stan dards which were
largely pre scrip tive and based on man u fac -
tur ing require ments, BS ENs are based on
per for mance require ments. Each cat e gory of
board mate rial has its own set of Stan dards
which gen er ally follow a sim i lar pat tern:

u a gen eral stan dard, defin ing the board
and the require ments for tol er ances on
sizes, thick nesses, den sity etc as appro -
pri ate. This stan dard will usu ally refer to
other stan dards for test or mea sur ing
param e ters.

u a stan dard (which may be pub lished in
sep a rate parts) which defines the require -
ments for boards suit able for use in dry,
humid and exte rior con di tions. The spe -
cific con di tions are defined by means of
‘haz ard classes’. The require ments may
be fur ther refined for loadbearing and
non-loadbearing boards. The tests on
which these require ments are based are
set out in fur ther stan dards for each cat e -
gory of board. 

There is thus quite a com plex matrix of
inter-related stan dards. To assist users in
under stand ing the new approach and the
rela tion ship between stan dards, TRADA has
pub lished Wood Infor ma tion Sheets for the
major cat e go ries of mate rial. These WI Sheets 
out line the BS ENs and are ref er enced in the
appro pri ate sec tion of this Sheet. The stan -
dards are not dis cussed in detail here.
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Plywood (Veneer Plywood)
What is it?

Veneer ply wood (the cor rect term for what is
usu ally called ply wood) is defined as ply wood in
which all the plies are made of veneers ori en tated
with their plane par al lel to the sur face of the panel.

The term ply wood also includes core ply woods
such as blockboard and laminboard and is a ‘wood
based panel prod uct con sist ing of an assem bly of
plies bonded together, some or all of which are
wood’. The direc tion of the grain in adja cent plies
is nor mally at right angles, with the outer and
inner plies placed sym met ri cally on each side of a
cen tral ply or core. How ever, as long as veneer ply -
wood is ‘bal anced’ about its centre line, plies may
con sist of two adja cent veneers bonded with their
grain par al lel. 

How is it made?
The prac tice of cross lam i nat ing veneers for

spe cial end uses can be traced back to the Egyp -
tian Empire. Their crude forms of ply wood were
bonded with nat u ral adhe sives such as animal
glue and blood albu men. Tech niques changed
little until the late 19th cen tury when the rotary
peel ing machine (lathe) was invented. Stan dard
ply wood veneer is still pro duced using a lathe,
which peels a log rather as a blade pencil sharp -
ener works. Most dec o ra tive veneer is sliced from
flitches after the log is cut into quar ters.

Production

Pro duc tion details vary depend ing on fac tors
such as the size and spe cies of log, the type of ply -
wood pro duced and the scale of oper a tion but the
fol low ing sequence of pro cesses is typ i cal.

Log con di tion ing

Con di tioning involves soak ing in cold or hot
water or steam ing. It ensures that the log is at a
high and con sis tent mois ture con tent through out
which facil i tates peel ing and helps yield smooth
veneer with less ten dency to split or tear.

Peeling

The log sec tion is rotated against the lathe
blade which lies against the full length of the log
pro duc ing veneer of con sis tent thick ness.

Clip ping

The ribbon of veneer passes from the lathe
through manual or auto matic clip ping machines
which cut the veneer to size, or into smaller strips if 

defec tive  mate rial has to be removed. In some
mills, clip ping is done after con tin u ous rib bons of
veneer have been dried.

Drying

The wet veneer is fed through a drier to reduce 
its mois ture con tent to about 4 - 8%. This facil i -
tates bond ing of veneers and mini mises warp ing
of the fin ished ply wood. Driers may be con tin u ous
or batch accord ing to the age of the plant and
whether rib bons or clipped veneer are being dried.

Jointing or veneer repair

Small strips of veneer may be jointed into
full-size sheets by edge gluing, stitch ing or using
per fo rated paper adhe sive tape. Open defects,
such as knot holes, may be repaired using plugs or
filler to upgrade the board in accor dance with
grad ing rules.

Grading

The dried, clipped or recon sti tuted veneers
are sorted into grades, usu ally by visual inspec -
tion.

Adhe sive appli ca tion

Syn thetic resin adhe sive is applied by roller
spreader, spray, extru sion or cur tain coat ing and
veneers are assem bled with the grain of each at
90° to the adja cent veneer. (Ply wood with spe cial
char ac ter is tics is pro duced when this rule of bond -
ing at right angles is not fol lowed.) The resul tant
assem bly is known as a lay-up.

Pressing

A cold pre-pressing stage is often used to con -
sol i date the lay-ups to pre vent veneers slip ping
whilst the lay-up is han dled and to encour age the
trans fer of wet adhe sive. The lay-ups are then sub -
jected to pres sure and heat in batches, in a
multi-opening press.

Trimming, fill ing and sand ing

After cool ing, each panel is trimmed. Where
required, sur face defects may be filled or repaired
and most ply wood is then sanded.

Standards
Ply wood is usu ally man u fac tured to the

national stan dard of the coun try of origin. Ply -
wood Brit ish and Euro pean Stan dards relat ing to
ply wood are listed and out lined in Wood Infor ma -
tion Sheets:
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WIS 2/3 – 48 Ply wood – Key stan dards list ing

WIS 2/3 – 49 Ply wood – Euro pean stan dards

WIS 2/3 – 50 Ply wood – Euro pean stan dards – Test
meth ods.

Ply wood pro duced in accor dance with BS EN
636 must be appro pri ately marked. Speci fi ers
should sat isfy them selves that ply wood com plies
with the rel e vant BS ENs or that the required level
of per for mance can be dem on strated in other ways.

General Performance Levels

Ply wood is a ver sa tile prod uct that can com -
bine attrac tive sur face appear ance with supe rior
per for mance under haz ard ous con di tions whilst
retain ing com par a tively high strength to weight
prop er ties.

Ply woods are pro duced with glue bonds which 
range from those suit able only for inte rior use to
those which will with stand exter nal expo sure.
Fur ther details are given in WIS 2/3 – 49 and in the  
WIS Spec i fi ca tion and treat ment of exte rior ply -
wood. 

Two main types of glue are used for ply wood
man u fac ture:

u Urea form al de hyde
Boards made with this type of glue are suit able 
for inte rior use. Some boards may also be suit -
able for use in humid envi ron ments but not for
use in exte rior sit u a tions.

u Phenol form al de hyde
Boards made with this type of glue are suit able 
for use in humid or in exte rior sit u a tions. The
dura bil ity of the veneer spe cies should also be
taken into account when select ing ply wood
for such uses.

A third type of adhe sive, urea-formaldehyde
for ti fied with mel a mine and known as ‘MUF’is
used in some types of ply wood. Bonds tend to be
inter me di ate in resis tance to mois ture/weather.
How ever, some rep u ta ble con ti nen tal man u fac -
tur ers make exte rior or even marine ply woods with 
mel a mine based adhe sive.

Types of plywood commonly available
in the UK

Marine ply wood (BS 1088/4079)

Marine ply wood is man u fac tured using tim -
bers clas si fied as mod er ately dura ble or better (or
excep tion ally gaboon) and with high qual ity
veneers bonded using phe nol-formaldehyde adhe -
sive. These ply woods are avail able from UK, Israel, 
France, Sin ga pore, Malay sia and other sources.

Struc tural ply woods

Ply woods which are suit able for struc tural use
are included in BS 5268-2 The struc tural use of
timber. Part 2 Code of prac tice for per mis si ble
stress design, mate ri als and work man ship. They
are man u fac tured to national Stan dards which
ensure min i mum strength prop er ties in the fin -
ished prod uct and are sub ject to approved qual ity
con trol pro ce dures. Cur rently such ply woods are
avail able only from Canada, Fin land Sweden and
the USA. 

Util ity ply woods

Util ity ply woods com prise non-structural ply -
woods that are avail able in a sur face appear ance
grade suit able for join ery, fur ni ture and lim ited
exte rior uses. These ply woods are avail able from
East and South East Asia, Brazil, France, Israel,
Bul garia, Czecho slo va kia, Roma nia, Spain, Por tu -
gal, West Africa and other coun tries.

Dec o ra tive/over laid

Spe cial end-use ply woods are com monly avail -
able from Fin land, Canada, USA, Malay sia, Sin ga -
pore and other East and South East Asian
coun tries.

Blockboard / Laminboard
(Core plywoods)
What are they?

Com pos ite boards having a core made up of
strips of wood each not more than 30 mm wide,
laid sep a rately and glued or oth er wise joined
together to form a slab, to each face of which is
glued one or more veneers with the direc tion of the
grain of the core strips run ning at right angles to
that of the adja cent veneers.

How are they made?
The tech nique of man u fac tur ing blockboard

and laminboard devel oped along side the ply wood
indus try from the turn of the cen tury. Blockboard
uses strips of wood about 25 mm wide for its core,
whilst laminboard cores are com posed of strips of
veneer on edge (or occa sion ally strips cut from ply -
wood). Ply mills may intro duce block or
laminboard man u fac tur ing facil i ties to use res i -
dues and to pro duce lower cost util ity types of
boards suit able for some inte rior pur poses. The
method of pro duc tion is sim i lar to that for ply wood
and the ‘wet’ stages of veneer man u fac ture are
iden ti cal. The basic stages are as fol lows:



                                                       4

Core stock pro duc tion

Blockboard core slabs are obtained from saw -
mill slabs and other sim i lar res i due, peeler cores or 
spe cially pur chased logs. This mate rial is sawn
into planks, dried and sub se quently cut into strips. 
Laminboard cores are cut from sheets of veneer no
thicker than 7 mm, laid up into packs with the
grain par al lel and cut into strips of width equal to
the thick ness of the core. Some laminboards use
cores cut from ply wood in which case not all the
veneers run par al lel with the board sur face.

Core slab

The strips are assem bled into solid slabs, usu -
ally on an auto matic form ing line. In laminboard
and some types of blockboard the core pieces are
glued together.

Assem bly

Veneers are bonded to the slab using syn -
thetic resin adhe sives, usu ally urea form al de hyde.

Pressing

The lay-ups of glued veneer and core slab usu -
ally go directly into a platten press, where the
adhe sive is cured under con trolled pres sure and
tem per a ture.

Trimming and sand ing

After cool ing, each panel is trimmed and
sanded to pre cise dimen sions.

Standards
Blockboard and laminboard are not com monly 

mar keted as being in accor dance with any Stan -
dard. BS 3444: 1972 Spec i fi ca tion for Blockboard
and laminboard defines grades and qual i ties. 

General Performance Levels
Two types of blockboard and laminboard are

gen er ally avail able:-

u 3-ply con struc tion
has core slabs sandwiched between one, usu -
ally thick, veneer on each face. The result is a
rel a tively low grade panel in terms of both
appear ance and strength prop er ties. These
panels are nor mally used for appli ca tions
where they will be out of sight: where struc -
tural require ments are low; or where fur ther
sur fac ing (eg with mel a mine lam i nate) is to be 
added.

u 5-ply con struc tion
has core slabs sandwiched between two
veneers on each side. Usually the inner
veneers are ‘core’ or low grade veneers and the 
outer veneers are high qual ity util ity veneer or
dec o ra tive veneer. Such panels have supe rior
appear ance and strength. They pro vide a
smooth, even sub strate for high qual ity fin -
ishes and lam i nat ing.

Wood Chipboard

What is it?
A particleboard made of small wood par ti cles

and a binder (syn thetic resin). Boards are avail able 
typ i cally from 3 to 50 mm thick and may be of uni -
form con struc tion through their thick ness, of
graded den sity or of dis tinct 3 or 5-layer con struc -
tion.

How is it made?
Wood chipboard devel op ment started before

World War II, fol low ing the dis cov ery of syn thetic
thermo-setting adhe sives. It is not as demand ing
in terms of raw mate ri als and skilled labour as ply -
wood, and wood chipboard mills are now located
in most coun tries of the world. Pro duc tion involves  
mechan i cally break ing up  wood and recon sti tut -
ing it using syn thetic resin adhe sives. The pro cess
is highly auto mated and most woody parts of a
tree are usable. The basic stages of pro duc tion are:

Debarking

Where chips are pro duced from logs, debark -
ing may be car ried out prior to chip ping.

Chipping or mill ing

Solid wood raw mate rial such as forest
thinnings and saw mill slabs are cut to pre de ter -
mined lengths and fed into a chip per. Planer shav -
ings and sim i lar waste is milled to the required
par ti cle size. Sur face and core chips are often pre -
pared in dif fer ent ways and held in sep a rate silos.

Drying

Wood chips are passed through a dryer to
reduce their mois ture con tent to about 2.5% to
facil i tate gluing and hot press ing. Core and sur -
face chips may be dried to slightly dif fer ent mois -
ture con tents.
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Sifting/ par ti cle clas si fi ca tion

Par ti cles are graded to pro duce a ‘fur nish’ with 
a spec i fied mix of par ti cle sizes. Over size chips are
re-milled. Fine dust is removed and this may
remove much bark.

Glue blend ing

Dry chips are blended with syn thetic resin,
usu ally urea form al de hyde or MUF, and with other
appro pri ate addi tives such as hard ener, wax emul -
sion and fun gi cide. Pro por tioning of glue and
chips has to be very exact and may be delib er ately
varied, sur face chips often having higher glue con -
tents.

Mat form ing

A mat tress of wood chips coated with adhe -
sive is formed by drop ping them on to caul plates
or belts. Depending on the type of mat-forming
machin ery this will pro duce either homo ge neous,
graded den sity or lay ered mats.

Pressing

Pre-compressing is com monly car ried out and
then the mat is fur ther com pressed to a pre de ter -
mined thick ness in a high pres sure and tem per a -
ture press, which may be multi-daylight, single
day light or con tin u ous.

Trimming and sand ing

After cool ing, each panel is trimmed and then
sanded to pre cise thick ness. 

Extruded Chipboard

Most wood chipboard is pro duced by pro -
cesses sim i lar to those described above, but there

are also boards formed by extru sion. Extruded
boards are made by forc ing the par ti cle and resin
mix through a wide heated die. The par ti cles align
them selves with their longer dimen sion at right
angles to the direc tion of extru sion. These boards
are only suit able as core for panels, doors, etc.

Con tin u ous Pressing

The ‘Mende’ pro cess is used to pro duce a con -
tin u ous ribbon  of chipboard where the mat is com -
pressed between two moving belts; the gap
between taper ing down to the final board thick -
ness.

Stan dards

Chipboard is fre quently man u fac tured to the
national Stan dard of the coun try of origin. Brit ish
and Euro pean stan dards relat ing to particleboards 
are out lined in the Wood Infor ma tion Sheets:

WIS 2/3 – 41 Particleboards – Key Stan dards list -
ing

WIS 2/3 – 42 Particleboards – Euro pean Stan dards

WIS 2/3 – 43 Particleboards – Euro pe ans Stan -
dards – Test meth ods

General Performance Levels
Six cat e go ries of board are defined by the BS

EN stan dard for chipboard. They range from
boards suit able for gen eral pur poses, inte rior fit -
ments and fur ni ture, through loadbearing types for 
use in inte rior and humid con di tions. Chipboard is
not suit able for exte rior use. 

Other particleboards
The tech nol ogy of man u fac tur ing chipboards

with raw mate ri als other than wood chips, ie flax
shives, bagasse, etc, evolved from that used for
wood chipboard.

Flaxboard is man u fac tured from shives
obtained from the flax plant and is fre quently com -
ple men tary to linen fibre man u fac ture. Bagasse is
the fibrous res i due left after extrac tion of sugar
from sugar-cane. Its pro duc tion is sea sonal, coin -
cid ing with the cane har vest.

Wood cement
particleboard
What is it? 

Wood cement particleboard is made from
small par ti cles of wood, bonded with either Port -
land or magnesite cement, formed and cured into
panels.

How is it made?
In the early 1970’s, the first plant was set up to

pro duce dense wood cementboard in Swit zer land
and since then there has been a grad ual increase
of plants in both South East Asia and Europe.
Wood cementboard pro duc tion dif fers from other
particleboards because the wood con tent of the
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prod uct is low (about 20-30% by weight), and the
press ing does not use high tem per a tures. The pro -
cess is basi cally as fol lows:-

Raw mate ri als

Logs are stored for about two months to neu -
tral ise extract ives in the wood that may retard
cement curing. Bark is removed from all logs. 

Flaking and mill ing

Logs are fed into a flaker. The flakes are then
refined to suit able dimen sions in an attri tion mill
and stored in silos.

Sifting / screen ing

Core mate rial is sep a rated (larger par ti cles)
from the sur face mate rial (smaller, finer par ti cles).
Also, at this stage, over size par ti cles are re-cycled
back to the attri tion mill and exces sive fine dust is
drawn off.

Blending 

Wood par ti cles, cement, water and chem i cals
are blended together.

Forming

The wet mix is spread on to caul plates.

Pressing and curing

The formed mats and caul plates are stacked
in a clamp ing device to form a pack age where ini -

tial set ting of the cement occurs; then the clamp is
released. The stacks remain in set ting cham bers
for about eight hours to con trol final curing.

Trimming, Maturing / con di tion ing

Boards are trimmed to size. They remain in a
curing ware house for up to 18 days and are then
con di tioned to an equi lib rium mois ture con tent.

Standards

The BS EN stan dards for cement-bonded
particleboard are cov ered in the Wood Infor ma tion 
Sheets relat ing to particleboards.

General Performance Levels
Wood cementboard has a den sity of 1000-1200 

kg/m3 or approx i mately twice that of ply wood and
about 1.75 times the den sity of stan dard grade
wood chipboard. This imposes restric tions on the
end use of such a prod uct. There can be dif fi cul ties 
encoun tered in cut ting, machin ing and break age,
but claimed advan tages over other wood-based
panel prod ucts are:-

u Supe rior dimen sional sta bil ity in wet con di -
tions and reten tion of smooth sur face

u Supe rior behav iour in fire

u High resis tance to fungi, insects and
weath er ing

u Good sound absorbance.

Oriented Strand Board (OSB)

What is it?
Ori ented strand board is made from large

wood strands having a length at least twice their
width, which are ori en tated in pre de ter mined
direc tions in each layer to sim u late some of the
char ac ter is tics of ply wood.

How is it made?
Early man u fac ture was based on waferboard

pro duc tion (using rect an gu lar wafers), start ing in
1962. During the 1970s a German com pany,
Bahre-Bison, devel oped a pro cess of pro duc ing
wood strands and of align ing these strands either
along the length of the board or at right angles to
it. This board prod uct was termed Ori ented Strand
Board and has now largely replaced waferboard.
OSB pro duc tion has many sim i lar i ties with stan -
dard chipboard man u fac ture.

Debarking

Logs have their bark removed if the pro por tion
is above that allow able.

Waferising, strand cut ting and drying

Logs are cut to length and put into a waferiser
which reduces them to strands which are cut par -
al lel to the grain and dried in a tumble drier.

Blending

Phenol form al de hyde (PF) adhe sive or mel a -
mine urea form al de hyde (MUF) adhe sive is mixed
with the wood fur nish with a pro por tion of wax in a 
rotary blender.

Mat form ing

The mat-forming sec tion of an OSB pro duc tion 
line ori en tates the strands of the first layer in
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mainly one direc tion. The second layer is then ori -
en tated at right angles to it and so on. Phys i cal or
elec tro static meth ods of ori en ta tion can be used.

Pressing

The resin ated mat is cured and pressed to a
required den sity and thick ness, usu ally in a
multi-daylight press.

Trimming. con di tion ing and sand ing

After cool ing, boards are trimmed to size, con -
di tioned and sanded, accord ing to require ment.

Standards
The BS EN stan dards for OSB are cov ered in

the Wood Infor ma tion Sheets relat ing to
particleboards.

General Performance Levels

OSB is widely used for  wall sheath ing, floor -
ing underlays, roof sheath ing and deck ing. It is not 
recog nised in BS EN stan dards as being suit able
for exte rior use. Boards are avail able in four grades
from gen eral pur pose to heavy duty for
loadbearing use in humid con di tions.

Fibre Building Boards
What are they?

Wood-based panel prod ucts usu ally exceed -
ing 1.5 mm in thick ness, man u fac tured from fibres
of ligno-cellulosic mate rial. 

Two basic types of board are pro duced; wet
pro cess and dry pro cess boards. In wet pro cess
boards, the pri mary bond derives from the felt ing
of the fibres and their inher ent adhe sive prop er -
ties. 

MDF (medium den sity fibre board), a ‘dry pro -
cess’ board, can be defined as ‘a sheet mate rial
man u fac tured from fibres of ligno-cellulosic mate -
rial felted together with the pri mary bond nor mally 
derived from a bond ing agent. Other agents may
be added during or after man u fac ture to modify
the par tic u lar prop er ties of the mate rial.’ 

How are they made?

The ear li est fibre build ing boards, pro duced in
the late 19th cen tury, con tained large amounts of
repulped news print and were of rel a tively low den -
sity. Some what later, insu lat ing boards were pro -
duced from ground wood pulp. During the 1920s
and early 1930s fur ther tech niques were devel -
oped to break solid wood down into fibres and
recon sti tute these under heat and pres sure as a
strong and dura ble panel hard board.

Wet Process Manufacture
This is the most common tech nique for man u -

fac tur ing hardboards, medium boards and insu lat -
ing boards. The ini tial stages of pro duc tion are the
same for each type, but the later stages, after mat
form ing, differ. The pro duc tion pro cess is basi cally 
as fol lows:-

Chipping

The raw mate rial, eg forest thinnings, saw mill
waste, ply wood peeler log cores, is chipped.

Reduc tion to fibres

This is most often per formed by the
‘Defibrator’ method. The chips are soft ened by pre -
heat ing in low-pressure steam and then fed by
Archi me dean screw between seg mented grind ing 
discs, one of which rotates at great speed.

Stock

Water is added to form a slurry. Addi tives to
improve par tic u lar prop er ties may be added to the
stock.

Board (wet lap) form ing

Pulp stock is laid on to a moving wire mesh
and water removed by grav ity, suc tion and the
action of thick ness ing roll ers to pro duce what is
termed a ‘wet lap’ in which the fibres are inter -
locked or ‘felted’.

Pressing and curing hardboards and medium boards

Wet lap is cut to press lengths and trans ferred
on to wire mesh plates before being pressed in a
heated multi-daylight press. Press clo sure drives
the remain ing water out through the mesh and
com presses the mats, whilst the heat pro motes
fibre to fibre bond ing. After press ing, the boards
are fur ther cured and con di tioned to a suit able
mois ture con tent in heat treat ment and humid i fy -
ing cham bers.
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Curing Insu lating boards 

Lengths of wet lap are con veyed through ovens
to dry out mois ture and re-establish the nat u ral
bond ing.

Fin ishing

Boards are cut to size and may undergo fur ther
pro cess ing such as paint ing, machin ing into ceil ing 
tiles or acous tic boards.

‘Dry’ process manufacture (MDF)
The dry pro cess for man u fac tur ing fibre build -

ing boards was devel oped from the tra di tional wet
pro cess and the fibre is pro duced in the same way.
Dif fer ences in the pro duc tion pro cess are:

Resin appli ca tion

Adhe sive, usu ally urea form al de hyde, and wax
emul sion are applied to the fibre within the inlet
pipe to the drying tube.

Drying/stor age

Drying of the fibre/adhe sive mix is per formed in
a long drying tube (blowline). The dry fibre is stored
in silos to await fur ther pro cess ing.

Mat-forming

A mat tress is dry-formed on caul plates. This is
grad u ally com pressed by steel belts. For thick
boards, more than one mat may be piled on another.

Pressing

The dry mat tress is pre-pressed to con sol i date it 
and then cut and formed to press sizes, finally to be
cured with heat and pres sure in a multi-daylight
press. Con tin u ous presses are also now being used.

Trimming and sand ing

After cool ing, each panel is trimmed and
sanded to pre cise dimen sions.

Standards
The Brit ish and Euro pean Stan dards relat ing

to fibre build ing boards are out lined in the Wood
Infor ma tion Sheets:

WIS 2/3 – 45 Fibreboards – Key Stan dards list ing

WIS 2/3 – 46 Fibreboards – Euro pean Stan dards

WIS 2/3 – 47 Fibreboards – Euro pean Stan dards –
Test meth ods.

General Performance Levels
The main types of fibre build ing board are:

Hardboards

Fibre build ing board with a den sity exceed -
ing 900 kg/m3 and defined min i mum prop er ties of 
strength and dimen sional sta bil ity. Tem pered
hard board has higher strength and resis tance to
water absorp tion than stan dard hard board. Den -
sity usu ally exceeds 960 kg/m3.

Mediumboards

These are of two types:

Low den sity - from 400 kg/m3 to 560 kg/m3.

High den sity - from 560 kg/m3 to 900 kg/m3.

Medium den sity fibre board (MDF)

Fibre build ing board made by a dry pro cess in 
which the pri mary bond is derived from a bond -
ing agent, den sity over 450 kg/m3.

Softboard 

Fibre build ing board with den sity less than
400 kg/m3. Softboard can be mod i fied by impreg -
na tion with bitu men and/or other mois ture resis -
tant addi tives during or after man u fac ture.

For more infor ma tion or to order pub li ca tions, con tact the TRADA Infor ma tion Centre on 01494 563091.


