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A method for producing a sheet and

subsegquently produced sheet

The nvention coneerns a two-stage method for the manufscture of & lvminated pansl in

which 2 base panel and a coating layer ave menufactured separately, wherein the

following steps ave sxsouted in sequenes

preparation of a plurality of cellutose Hbre wabs, provided with an tmpregnation,

and not pressed togsther,

formation of a lavered arrangement,

- traversing of the layersd arrangsment into a hot press,

application of pressuve to the yeved arrangement with ioreasing prossure and

temperatare to fnrm a base panel with a thivkness of 2 mm and maore,

- traversing of the base panst o1 of the hot prasy, and

~ coating of the base panel

A corresponding method is, for sxample, of known art from U8 5,682,761, in the method
of knows art chrewdt boards sre manufactured by creating o layered arrangement from

3

fibre webs and intermediare uninated panels, and pressing them together, The

harninated pansls are manufactured 8 previous separate step of the operation, asa

rosudtof which this method s velatively complex.

From the priorant lminated paneds of known art consist of a plurality of lavers of core

X,

papers impregaated with phenolic resin, on at leest one face of which is provided s
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decorative paper impregnsted with medamine vestn, whersin the thus coated lavers are
pressed tegather under Incregsed pressurs and increased temperaturs te form a
compact panel For the purpuse of increasing the wear resistance ancther transparent
paper fay, the se-called overlay paper, can be provided on the decorative paper, In the
sase of more stringent reguirements with regard to rubbing resistance and/ov cracking
resistance the latter can alze be eguippsd with havd particles, for example, of corundum

{051

The fundamental properties, testing reguistions, snd reguivements on these so-called
high-pressure decorative laminares {HFL) ave defined in the Buropsan Standard EN 438
Parts 1to 7, Heve an sssential distinction is made between thicknesses of 2 vun and
mors, and these of less than 2 rum, The latter are provided for the purpose of adberenss
o a substrate, while panels that are thicker than 2 vim as » nule are deployed without a
substrate, that s to say they are selfsupporting The present tnvention preferably

refates to pressure laminates, aleo called lanninated panels, with g thickness of ¥ nn and

maory, and thely manufacture, ot is not Hindted to the Tatter

Vhe range of depdoyment of laminated panels s very diverse, Thus the latter as se~called
laminates ave today widely used in furniture construction, as a costing layer for surfaces
that are subject to greater stresses, such as working pansis, or edges, as so-called
cornpact panels, but alse as ssif-supporting table panels, partition walls, or wall
coverings, However, thelr apphication 3 alse very widespread tn the outdoors

envivonment, for example for the cladding of facades,

For the manufacturs of high-pressore laminates kealt papers impregnated with phenolic
resin forming a cors, and decorative papers Impregunated with melamine resin forming s

decorative surface, are layered and pressed together at an increased temperature, The

temperatures thereby applied as & rude are of the arder of 130°C, with specific pressing

pressures of 8 o 10 MPa. Usually o the maandacture of laminated panels recooling
presses sre deployed, which before the press is opened cool the panels so a5 to reduce

X

the vapeur prossure prosent as a vesultof the

restdugl molsturs retained at high

RESHwl a8igzaee
&, Mat 2086



7.
s a
£

temperatyres. An excessive vapowr pressare in the pane! would at the mwment of
apening the press otherwise lead to cracking of the same. Presses that allew fora

oaling of the pressad {tem, are however very sxpensive to proours, and morenver are
subiect to very high thermal loadings as & resull of the frequent changes in tewperature,

5 which have g negative effecy on thelr service e

Melamuine resins have a lower thermal stability than phenolic resins. At high pressing
temperatures discolourations of the decorative designs impregnated with melamine
resin can therefore ooour. In this context, one talks sleo of vellowing. The pressing

10 temperature 1o thus sleo Hinited for this veason.

To svold the deseribed vapour blast effect it has besn recommended in BE IS 46 115 &1
that a porous layer permeable to water vapour be provided on the fhoe of a layer stack

o e pressed togother that §s Rolug away frons the decorative design.

Giminih,
2]

it is therefors the objeot of the present invention to provide a methad for the
manufacture of & laminated panel, and a corresponding lanrinated panel, with which an

optimal quality of the panelis ensuved fn the simplest poasible manner.

20 lnaccordance with a first teaching of the present invention the above derived and
demonstrated obfect s achieved by mzans of & methed for the manufacturs of a
taminated panel with the features of claim 1. The object is therefors achieved by a
methost of the type cifed in the tntreduction, in that the yersd arrangemsnt s formed
by arranging the cellulose fbre webs provided with the impregnation one above

25 ancther, wherely the lavered arrangement formed from the cellndose fbre wehs is
traversed into the hot press and undey inoveased prassure and temperature is pressed
together to form the base panst with a thicknexs of 2 wim and more, whersin after the
coating operation a compact pans! in accordanes with the Buropean Standard EN 438 is

ohtained,

KR *w
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The object is also achieved fn scovrdance with @ sevond teaching of the present
invention by means of 3 laminated paned with the features of patent claim 12, The object
{5 therefore achioved by neans of a compact paned tn accordance with the Bwropess
Standard EN 438, manufactured by means of & method a5 previously desoribed,

gontad 'i‘\i"t‘\‘

~ a base paned of 3 thickuess of 2 muy and more with a plurality of celludose Shre
webs provided with an hupregnation, arvanged one above another and presszed together
under increased pressure and incresased temperature, and

a separately applied coating laver on at least one face of the bage panel,

are the su.&_iﬁi‘i‘ matter of the sebordinate olaims and are desoribed iy detadl o what

follows.,

The very significant poiat, in contrast to the pricr art, consists in the fact that the

o

faminated pane! it mannfactured by means of a 2stage process. The production of the
base body, that is to say the base panel, snd the coating layer takes place separately.
With this process there are indeed disadvantages on account of the additional costing
operation, but these are wore than compensated for by the more rapid production of the
base body that s thus possible. In addior, the Kmitation to the costing i tevms of a
decorative paper thus no longer exists: instead almost any wumber of other coating
wethods of known art can be applied. Appropriate pre-treatments In terms of grinding,

sinoothing, iy particular thermal &:’f}‘m@t}}inge and/or the application of inttial coatings,

}vwa trentiment of the surfaces can also be RdV‘cii'ﬁr‘{&?gté{}ﬁ& Also for varlous coating
layers it oun be of addvantage i the layered srvangement from which the base paned is

formed has atleast one eellulose fibre web without Impregnation, preferably such that

the lgyered arcangement on one facy, avd/or on both faces, is provided with an outey

KB awi O518288R
5 Mal 30is
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tay, which {s formed from at least one celludose fibre web without impregnation. In this
2

mstmer 8 better adheston of a costing layer {s ensured,

The reduced pressing thne of laminates manufactured in this manner ensues on the one
hand as a vesult of the lack of a decorative paper impregnated with melamine resin, and

the higher pressing temperature of 155 °0, preferably of move than 185 %€, particularly
N e g

2

preferably of wore than 205 °C, that Is thereby possible. In the case of decorative papers

tnpregnated with melamine vestn such high pressing temperaturess would lead to

discolourations/vellowings, a5 a result of which these products would be unusable,

A farther advantage Hes i the possibility to grind the base pavel before the applicatior

]

of the costing layer, as a vesult of which significantly smaller thickness tolerances snsue
tham ts the case for conventional laminates. Moreoyer, these ciroumstances are
extremely advantageous, in particuiay beoguse it s thas possibile to sliminate expensive
press plates. Fora laminate surface ondy the highest quality, high mainienances press
plates can be deployed; these must be cleaned repeatedly, and from tme to tme, must
alse be refarbished and newly chromed, so as to achisve 5 sealed surface with the
desired level of gloss and the destred structirs, By means of the 2-stage process these

high quality amd high maintenance pross plates can he sliminated,
8 i

An additional effective megsure for reducing the pressing Hme snsaes from the gption of

providing & porous layver permealde o water vapour o one or both fees of the

X

b

faminate, that is W say, between the base body and the prees plates. The sweface
roughness of the finished base body that theveby ensues can be removed very easily in
the course of the sebsequent grinding process, Through the additional layer, for sxample
& non-woven material or g Rl in particalar of plastic, the water vapour arising from the
vesidaal moeisture of the impregnated celluloss fibre weln duving the pressing process
can exit via the surfaces of the laminate {n an Improved manner. The internal vapour
pressure i the laminate that is being genevated is thersby reduced, as & result of which
the described cracking of the panel as it legves the press can be aveided. In this manaey

a signiffoant reduction of the pressing thme can be achieved, i prefersbie to provide

TW Feumrd SN E
BR/swl 081838
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i the case of groater pansd thisknesses, asymmetrle conditions are present, which can
tead to warping of the fnished panels, A further advantage of the porous layer
permeable to water vapour, which can be deployved repentediy, Is furthermors, that this
aloo qots 83 @ parting foll and therehy abways offects an sasy retoval of the prassed ftem
at the exit front the press, ar on the opening of the press. Also any possible

contamination of the press plates Iy avaided.
Braddition to the high opsrating efolency *3} virtue of the reduced prossing time,

Thus it s now possibde to praduce mw; anels for stovage, snd to cost and ;’-Qr- cut these
o size subsequently v vespouse to parvticular orders. Since the coating eperation s no
longer bound to the extremely long pressing times for the manufactirs of the base
panel, and thus comparatively rapid coating methods can be deployed, itis possible to

X

andercut previously quoted delivery times significantly. just-in-time delivery is

ped

thersfore comparatively easy to achieve,

The method can be exconted both with the aid of eydle presses and alse with

continuously operating presses,

i fs of known art for the wanufacture of laninated paneds to deploy cyclically operating
muith-daylight presses, With these a plurality of luninates with press plates located
between them ave always pressed together in g pressing cyele, Heve the usual pressing
thnes are of the order of 108 minutes. What {s expensive here, however, in addition 1o
the very long pressing time, is the additional stacking of the vartous laminates and the
provision of  multiplicity of press plates. I accordance with the prior art the
deployment of eyele presses is the only option fur schieving higher pane] thicknesses.
Contlanous pressing operations, here as & vule isobaric double-belt prasses, by virtue of
the relatively short pressing time thereby available, ave lmited ta panel thickunesses of g

&

BN AN NS R -
maximunof 1,2 mo
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n avcordance with the mathod svcording to the Invention, which allows for increased
pressing temperatures, the pressing thues ave, however, reduced, so that the
mamfacture of a lamdnate with  thickeess greater than 1,3 mancan be carrled out in a
continuens pressing eperation By virtue of the subssguent option of separate surface
freatment in accordance with the method according to the vention € s not necessary
to deploy an isobavic double-belt press, which in conventional laminate manafacture &
at present the case n order to achieve a high quality sealed fminate swrface, Loval
differences in the pressing pressurs, which just do not nocur in the caze of sobarie
prasses, Brcontrast o socharie presses, would lead to nndesivabile fogging and an
trregular level of glogs. Sluce, however, i accordance with the present invention the
coating operation takes place In 3 separats step, and moreover a specific pre-troatment
such as grinding s possible, an isocheric double-belt press can for the firet tine bhe
deployed for the manufacture of laminates. This enables a variety of press lengths, asa
vesuit of which the required pressing thne can alsoe be snsured in the case of panel

T %

thicknessey of more thait 5§, 12 o even 18 mim

An additional sdvantage iy the deployment of an isochoric doublebelt press with a

S
A

fength of at least 10 w, preferalily move thay 20w, pertiodacly preferably more than 28
o, Hes fu the vaviabie temperaties contrel Thus in this type of prass {tis possible o
provids various pressing temperatures in vavious soues, I now at the start of the press
the laminate is sublected toa high temperature, which is then reduced towards the end
of the press, & certaiy recooling effect alveady takes place, which reduces the internal
vapour prossure in the panel that i to be manufactured, and thus o turn reduces the
visk of & cracked panel, which Is the criterion determining the prossing time. There thus
ansues 8 further possibility for reducing the pressing thne requived for the manufacture

of a lamibnated panel

Ag 2 resultof the drenmstances in which, in avcerdance with the method according to
the fnvention, lantnated panels can be manudactured for the fivst thme by means of
continually operating double-helt presses, the lamiuated panels are for the first time

available iy what ave theoretinally continuous lengths, With the aption of cutting the

KR/ swi ORIBIgED
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continnous fow of manufacturad pans! to length downstream of the double-balt press,

'..r,l

he fivst time pansls with & thivkness of € mnm and more can be manufactured in

viz"i‘.u:-iiiy any tengrh, Limitations arise simply as a resilt of local space conditions and the
transport options that are provided, Lamvinated panels with 2 length of muore than Sy,
preferably more than 8wy, particularly preferably with 2 length of wors than 18 m, can

b manufactursd for the frst thne

As a vesuit of the simple option of cutting the panels to the cited dimenstons, however,
subs with what is copnparatively signtfloantly reduced waste are also possible, sines the
large format panels out to length downstreans of the press can already be chosen witha
view to the final cut ditmensions of & pancl that s to be cutto ste later. Thus an excellent
Hexihility of format ensues. In the case of cycle prosses this is not avatlable, since herg,
by virtue of the fixed size of the press surfaces, the paned dimension that can be

wmanufactured is already presoribed,

As stared, the alm {5 to select a pressing temperature that I8 as high as possible se as to
reduce the pressing tme, Tenyperatures above 155 %0, preferably above 185,

particularly preferably above 205°C, have proved 1o be advantagenus,

As avesult of the increased prossing temperatirss, tereased pressing pressures
secessarily alse ensue. Thas compared with the usual prossing pressures of some B &
18 MPa in conformity with conventional methods, pressing pressures of at least 15 MPa,
preferably of st least 19 MPa, partionlarly preferaldy of at least 33 MPa, have proved to

he advan agenus,

As stated, a5 a result of the separate step in production of the coating operstion, no

mitation to the application of @ decorative paper imprognated with melamine rexin iz
necessary, tr contrast to laminate manufacture in socordancs with the priorart, In fagt
the laminated pansls manufactured i 3 stages can aleo be palnted, printed, powder
cuated, oralso provided with sther decorative materials such as wood or stane veneers,

decarative or metal foils, ar, of course, a decorative laminate. n addition, however, the

KR e i R
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aption is alse avatlable for 8 pressing operation with an impregnated decorative papse,
Comparatively very gowd conditions are present for the application of mouifs by digital
rinthng methods. While these have already found appiication in the field of compact
psmei wmanitfacture, as a result of the Intense heat that s reguived during the pressing
aperation, they have been classifiad as problematioal, sinee the inks deployed for the
digital printing process do ot have the reguived thermal resistances, or endy when they

have gn exvess Vt‘g‘s 8*(?&31‘\“"8 ‘”Oiﬁ“k}%iid‘ﬂ

A pre-treatment of the hase panel for the subsequent coating operation can be required
bat i by no means wmandatory, Coating operations exeouted with decorative folls on
base pansls without any pre-treatmment have shown that, with the deployment of, for
example, single component reactive systems as the adhesive, satisfactory honding can be

achieved

Furthermore, prassing operations with decorative papers impregnated with melaming
resin have shown that the katter can be pressed together with substrates ground with g
grain size of 84, with settings that sve usual for the coating of wood materials. The
adhesion achieved and Us permanence [ at least the requirements set for intevior
spaces. For the divect coating with paints system-dependent undercoats can be deploved

in order to achisve high bonding strengths.

In erder to manufacture eleptrically conductive base panels, appropriate additives can
b included in the lmpregnation resins By this meany s also possible for the frst time
to enhanee lanuinated panels with a powder coating, For the person skilled i the art
there ave varions additives that can be selected for this purpose. These are mainly based

& % S
Iy

oy et calty, or salts of

I accordance with one configuration a fayer can alse be applied in the coating step that
enables solar techaological utilisation of the coxting layer on at least some sections. By
this {s meant any utilisation of the selar radiation of the sun by weans of the coating

layar. One example of solar techmological utiization i the use of photovoltair devices in

Sywl ORIRERER
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the form of solar cells. The present Invention i3, however, not limited to this type of solar

technological utilisation

As stated previously the shient s alse achieved by means of a corvesponding laminated
paviel, wherein in sccordance with one configuration the base panel can contain at lsast
one cellulose fihre web without inpregnation, which in particular forms an outer face of
the base panel Alternatively or sddittonally, a coating layer ty the form of a paing, 8
privt a powder coating, @ decorative material, and/for an impregoated decorgtive paper

can also be provided, The decorative material can be 3 wood or stone venser, a

4'/;:‘/
f‘?}

corative or metad foil, or 2 lamipate, The impregnated decorative paper can in

particgdar be impregnated with melamine resin

Also the costing layer, a3 stated, can be a coating layer suabling solar techmological

l"(

utiiisation of the laminated panel on at least some sections. The latter can, for example,
be formed in teoms of dye solar cells. The Rey component of the cells is an organic dys,
which is smbedded in nano-crystailine slectrodes made of tanivm dioxide, for exampls.

This converts the incident Hght fnto electrical power

There is now a multiphcity of options for confipuring and developing further the method
according to the lnvention and the inventive laminated panel In this regard refersnce i
made on the one hand to the patent clalus following patent dlaim 1, and on the other

hand to the deseription of examples of embodiment iy confunction with the drawing.

Fig 1 shows schematically the manufacture of & compact panel {Jaminated panel Uin

acenrdance with one possible form of ernbodinent of the method according to the

inveantiomn

23 <

Here a continuously operating lsochoric double-belt press 2 ix provided for this purpese.
Far purposes of feeding the press 2 a plurality of rolls 3 of alveady topregnated kraft
paper 4 gre arranged ypstream of the latter, frov which the webs 4a are upwound and

\

suppiisd directly to the press &, ln the present case the kralt paper 4 takes the form of



A
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fi

one impregnated with phenolic vesin, with & base paper weight of 1580 g/m? and a
coating level of 67 %. With a residual moisture of 7 % this corresponds to & surface
weight for the lmpregoated kraft paper 4 of 270 g/m2 The uppermost and lowermaost
fayers are formed by a porous lay 5 of a plastic web Sa. Downstream of the pross 2 the
fattey is then removed from the panel surfaces and rewound onto a roll 3°, so that ttean
b nsed onee agaln To achieve higher panel thicknesses s plurality of lays of
impregnated paper webs $a can be wound oito one roll 3, in orderto maintain a lesse
nwmber of unwinding stations,
The prass ¥ has an effective length of 225 1y, and fn some sesctions can be heatad to
various temperatures by means of appropriate heating means &, sud by means of
raspectively corvesponding pressing sections ¥ can also be subject to various press
pressures, Thus i the present case the pressing pressues by the first {from) of the press
sections 7 is selected to be 20 MPy; which then is reduced by the centre of the press 1o
approximatedy 17 MPa, and from that peiut s beld constant, Inthe fast guarter of the
press length the pressing pressure Is no dongey praseribed, but instead Is controlled as s
function of distance, that i to say, the distance between the press belts 8 is presoribed

X

s a8 to achieve the desived panel thickness within the smallest possible telerances

<

The feed rate 1s approx. .55 m/min, which corresponds to g pressing time of approx 43
minutes. With 8 panel thickness of 9 naun this corvespords to a pressing factor, that s to

kY g

say, the ratio of pressing thue aod pased thickness, of approximately 4.5 wmin/mn

Js

& diagonal saw 9 is provided downstream of the press 2 which cats the continuous panel

N

flow 1a to the destred panetlength, The tndividual panels 1 are then cooled (y a covling
star {not represented) installed downstresm, and can then be ntermadiately stoved, or
also supplied directly for further provessing. As i the caze of the manufacture of wand
mrsterials it s asefal to grind the vooled panels 1 and then to store them, The paned
thickunesses desived tn each case can then be supplied frow the store to the coating

{ﬁ?“i\éti*? R rasponss Ny h}k“? cular orders.
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LEMET BLOALLITASARA STOLGALD SLIARAS, VALAMINT AZ ELIARAS SEERINT
ELOALLITOTT LEMEZ

SZABADALMI IGENYFONTOK
1. Kétldpesfs elidnds retegell lemex olddlitdsdra, amely offdrds sordn kidn
aliftunk »i¢ egy slaplemest €5 gy bevonatol, &8 egymas wian a kivetyard $pdseket
haitjuk végre:
aidkdsaitiink  t8bb, impregndldssal eildtoll, egymassal nem  dsszeprésalt
caltulderost «?:a.iac‘;{:st,

~ malagpréshe tesseik a rétegrstst,

- & nyomds ndveldse 85 a hiémdrséldet emeldse korben 2 mm & snndl nagyobh
vastagsdgy slaplomezzg préselfik a réteguestet,

« Hlvesszil az aloplomesl & maleqpréshdl, 8

- rétegael voniuk be ay slaplemezt,

azsal jelfermnsave, hegy a rétegzetst Ogy alakitiuk Wi, hegy e impregndidsss
sligtott celluidzrost szalagokat sgymasrs helysezitk, a celiuléorest soalagokbd! &8
rétopratel melegpréshe tessadk, & nyomds ndvaldse $5 a hémérsdhlet emealdsa kishen 3
v @8 sl nagyobd vastagsfgl sloplemenzé proseliiik, ds o rdteggel vald bevonds
utin agy, ax BN 438 sodma surdpal szabvany seerintl Lompakt femert kapunk,

2. Az L. igenypont szevinti eljards, azxal jellemerve, hogy 8 rébegeet celividerost
syalagiamak mindegyibdt ugyanazzal sy impregndlassal dnjuk sl

3. Az L. ovagy a 2. génypont sxecinti eljdrds, azzal jellemenve, hogy o rétegrstet
legalabl sgy impregndlds ndldl cetiuldzrost szalagoal Btk of, tovahbd Kidndsen a
rétogzetet az agyik oldalén Sx/vagy mindiér oldalin alidtjuk agy olvan billsd rétegaetl,
amelyet legaldbb egy Impregndias adlkill celluldzrost ssaleg keépez.

4o Ar oMixd igdnypontok egyike seenintl eljdrds, aszsl jellemezve, hogy ar
impregnaidssal olalolt  coltlderost  senlagok  kéxl sgvel  vagy  Obbat  olvan

X

imgk spndidssal Blunk o amely villamosan vesetd adalékot, kiigndsen szerves savak

sGiat, elfinyds mddon femesdt tartalmaz.

S 82 elxd igénypontok sgyike srecintl eljdrds, aweal jellemerve, hogy as

alaplemer  melegpreshdl vald  kivéteigned lopdwe &3 sy slaplemer rétegoel wald
bevondsdnal jépise kizdtt végrahajtunk egy alaplemsz elfkezeidel idpést, amely
wifihezelds kilondsen ar alaplemer csiszalasdt, ax alaplemer shmitdsat, elifbevonatoknak,
alapozd bevonstoknak es/vagy alupritegeknek ax slaplemezre vald folvitelét dsfvagy sz



staplemer felileteinek plazmakezelésdt foglalia magaban.

§. Az o8 igénypontol sgyiks szerinti elidrds, azzal jellemezve, hogy 8 reu;a”*
praseléssnek i@p@w hen @ himdrsdkistst legaldbn 158 *C-ra, Kildnlsen legaiabl 185
ra, eifnyds madon legaldbt 208 °C-ra emeliiik, tovabbd kilindsen & hémérsaliatat &
préselds ideje alatt valtotatiuk, kilondsern csokkentiik.

oAz eldzd igénypontnk egyvike szerintl elfdras, azzal jellemenve, hew\; a rétegreat
présoldsdnek idpdséhen @ nyomast legaldbb 15 MPa-ra, kilondsen legalatbh 19 MPa-ra,
alfnyis madon legalahd 23 MPa-ra ndvelik, tovabbd kildndsen a nyomast a préselds
idate alatt viltostatink, kildndsen cedkkentitk.

B, Ax aldzd igénypontol sgyike szerintl eljérds, azval jellemarve, hogy a preselds
[Spds eldtt vizgdr-dtaraseld rétegat visslink ol & z"éteg ot egyik vagy mindkél oldale
mislig, amely vizgdz-dteresatd réteget o prossiés idpes utdn az sleplemerrdl kiltindsen
aitdvolitiuk,

4. A R, igénypont szarintt olidras, aszal jellemesve, hogy & vizgdz-dlersextd réteg
silidndsan porGrus réteg, amely #i2 awyagbol vagy f

keszih
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10, Az elfzd igénypontok egyike seerinhl aigiérés,, azzal jellemezve, hogy
malegpres sgy folvtonos Gremd prds, RiEndsen kettds sealogprds, kldnssen amelynel
préshossea legalablh 10 m, eldnyds mddon ifﬁggaiébb 20 m, kidngsen slinyds madon
fegaldbb 35 m.

11, Az eifed dnypontok egyvike szarintl elidrds, axxal jellemenve, hogy 3 réteggsl
vald hevonds Entse iokkozdst, rdnyomdst, porbevondst, dekoramypsg, kidndsen fas vagy
k&furndr, dekor vagy fSmfdlia vagy rétegelt milanyvag Tehviteldt ds/vagy egy impregnall,
kidndsen melamingyantdval impregnait dekorpapireal vald préceidst foglal magédban, ds
a rétegoel vald bevonds fEpése sordn Riidndsen olyan réleget hordunk fel, amely
lehotSvd teszi & bavonat legaldbb szakaszonkénti ssoldrtechnalidgial atkalmazasat.

12, Az BN 438 ssami eurdpal sxabvany szerintl kompakt lemez, amely ar ided
igdnypontol sgvike sreringl elidrdssal karll si08iRAsra, & ansly tartéimasz

- agy 2 omm &s eandl nagyobb \fastaq:&éq{z alaplemazt téhb, bmpregnaidsea

2

Gatolt, egvimdsra helyszett, valamint megndvalt nyomadson ds felamelt hdmérsélistan

WY

o

oréselt cellulozrost szalagga! és
~egy, ar alaplemesnel legalabl az egyik vidalara KiilGn falhordolt bevonatol,
13, & 12, igénypont sxerintl kompaky lemeaz, axval jellemezve, hogy az alaplemeasr

tartalmar logslabh egy mpraghdlas ndélkil celluidzrost szalagol, amely kiidndsen

b4
3

d
ataplemer gy ks oldaidt képeani.

14, & 12, vagy 8 13, igénypont szerint kompakt lemez, azzal jellemezve, hogy a
ompakt lomez vastagsdga legaldbb 5 mm, eifnyds madon legalabl 12 mm, kiiéndsen

aifovis mddon legeldbb 18 mar, @sfvagy & Rompekt lemer hossza legaldbbh § om,



kildndsan logalalb 8 o, albnvds madon legalabb 10w

posd

&

et

15, A 13-14 indnvponiok syyike seerintl kompaky emer, sasa! jellemezve, hogy a

Kk, ryoamat, porbsvonal, dekoranyag, kiindsen fa- vagy k8furndr, dekor
vagy femfclia vagy retegalt mlanvan és/vagy tmpragnall, kilndsen melamingyantdval
impregnait dekorpapir,

16 A 1215, igenypontok egyike srerintl kompakt lemar, suzal jellemezve, hogy @
havonst  ogy, 8 kompakt  lemesnek  logoldbb  seakaszonkdntl  szoldrtechnolbnist
athalmazdsat lehetdvé tevd bevonat, és eolfnyds mbdon festek alapu napelemeakkel
randatkezik.

(& maghatalmaeoil)
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