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FEantik

Product description

B RE—MET IR EITEER. ENEESEEN, RS ENZER R RAAEN, EaFISE N2
£, BoKARAGHERL. PHREFIARSKAVERE. RESEE. RAMIEEIYERAIA - IREPRIETSEIRE THIXIRAERE, MWTRE 1 fa4L
N EIZEEIAVEZESUES

EGGER Laminates are decorative laminates based on curable resins. They have a multi-layer construction and consist of
impregnated decorative paper and one or more impregnated kraft papers that are pressed together under high pressure

and heat. The laminate construction, resin and paper quality, surface texture, use of special overlays and the press
parameters during production determine the laminate quality and therefore the subsequent use or area of application.

4L Reverse side paper
SRR Impregnated kraft papers
SRR Impregnated decor paper

MEEE Overlay — $HXAREE R EREE for wood and material reproductions
1: BEXARMRE, LWTREREA 0.8mm EHER KR EN RV

Figure 1: Laminate composition, using EGGER Laminates — 0.80 mm nominal thickness

ZEEPIKAARIERGVE EN 438 #H TR, FHAFSFTEERREEK, AT HASEINARIKIRER, ERUMTE EN 438-3 585
PERTRFARNDERR: FEOERFHER=FEREAN I ARAZEEIN KEAINA - R 1. 25, REREEN 75K
HHERAI=ANEEAHEITERAIEF D RES - IR 2.

EGGER Laminates are tested according to standard EN 438 with respect to all relevant quality requirements. To describe the
respective laminate grade, two different systems of classification are used in the EN 438-3 part of the standard: The alphabetic
system uses three letters to describe the laminate type and the associated application — see Table 1. Alternatively, a numerical
system is also defined in the standard which is related to the three most important requirements to the laminate characteristics
—see Table 2.

tRERRSY Standard part EFH First letter 5=/ Second letter =48 Third letter

S - FRESR (SEAEY) Standard quality (cold-
RS .3 AW H — 7KSE75MERF Horizontal application G - —fi2FBi& General purposes formable)
EA’\:‘J T?f ::34-3 Zmi—”natz)ikﬂi v [SIRF Vertical applicati . q P — TIfERE @AAkEY) Postformable (hot forming)
p — EE/5[ERA Vertical application D - B Heavy duty F DK (SRR Flame retardant (cold.

formable)

RUMERE EN 438 1 9-HE _ N ‘ o _

SRR B- A Coloured core C-EAaPKHR Compact Laminate S — AR Standard quality

EN 438 part 9 — Laminates R - £/EHEEEEE Metal reinforced core | T— Bk Laminate F — BE}AZY Flame - retardant

with alternative core

=10 HRENIKARERME EN 438 RIS

Table 1: Alphabetic classification according to laminate standard EN 438
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Pl it E =22
Mechanical stress Key figures
BT - REMIEE
IBAESRS (55) First digit — resistance to surface wear
Initial abrasion point (revolutions) 2 3 4
250 2150 2350
BT - FEfuhE
=EvERE (4 Second digit — resistance to impact
Impact resistance by small 2 3
diameter ball (Newton)
215 220 225
FEANEF - FEMRR
MR (54R) Third digit — resistance to scratch
Scratch resistance 5 3 4
(rating)
2 3 4

7R 2: TRIERGIAREMTVE EN 438 RO

Table 2: Numeric classification according to laminate standard EN 438

XTI/, FREERUSARRNE AR RASASTEA A IR, BEENAEER. R REEFIE L H5A,

AR/ SRR R ERROKAR. I TFHFREE 2 0.40 mm B RBEXARMERTESRRRISIKE. SRMRESTEE 2

0.15 < 0.60 mm BIFE AR,

For applications/areas of use, quality requirements as well as technical data and delivery options of the respective laminate
grades, please refer to the corresponding data sheets. The laminate grades are available in formats and/or rolls depending
on the nominal thickness and thanks to our production technology. Flexible lengths for format materials are possible for
nominal thicknesses = 0.40 mm. Roll materials are possible for nominal thicknesses = 0.15 to < 0.60 mm.

BB IREE T TEE:

You will find an overview of the EGGER laminate portfolio below:

Bk

Laminate grades

tRIBERMITE EN 438 RIBAAARZEEY
Laminate type according to EN 438

THRERE [mm]

Nominal thickness

GIEES:

Length version

£ H [mm]
alphabetic numeric
N & & Rt
Bﬁ*ﬁ 3/2/3 0.40/0.50/0.60 Roll & format material
Laminates HGP
Rt
3/3/3 0.80/1.00/1.20 Format material
EEEEPAIR Bt
Laminates Coloured Core BTS 3/-1/3 0.80 Format material
IIRIFEXAR Rt
Laminates in Door Sizes HGP 3/3/3 0.80 Format material
FRHKEERNIR Pt
Laminates in Variable Length HGP 3/2/3 0.60 Format material
REAHIE XL BaKAR Rt
Laminates XL HGS 3/3/3 0.80 Format material
&M & FHf
TREEE RS kAR 2 HGS 3/2/4 0.60 Roll & format material
PerfectSense Premium Laminates Matt axi
3/3/4 0.80 Format material
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IRIERRMITE EN 438 BBSKIREE | jmemmre (mm] v
Laminate type according to EN 438 Nominal thickness HEEE
BE AR EL Length version
. =g [mm]
Laminate grades +
alphabetic [mm]
AR B SN S RN R € AAR 2 E#t
PerfectSense Premium Laminates Matt )
BTS 3/-v/4 0.80 Format material
Coloured Corez)
REE LT KB NIR 2 Rt
PerfectSense Premium Laminates Gloss HGS 3/3/4 0.80 Format material
REE LT IS E R AR 2 Jr
PerfectSense Premium Laminates Gloss BTS 3/-u/4 0.80 Format material
Coloured Core
. & & FF
AR FE B K AR _ 3/2/3 0.60 Roll & format material
PerfectSense Laminates Matt VGS i
3/3/3 0.80 Format material
P & & At
REIRZRI KR 31213 0.60 Roll & format material
Laminates Flammex Flame Retardant HGF =
3/3/3 0.80 Format material
ABSERS AAR P EFECHIRE EN 438 TLA#{TERRE Bt
Laminates Micro Postformable based on EN 438 0.15 Roll material
N, R ) &t
BRI B AAR ETERMITE EN 438 AILUEHTIRRE | 15 Roll material
Laminates Painting grade / Bonding Grade Postformable based on EN 438 —
99 ¢ EH & B
0.30/0.40/0.60 Roll & format material
ACA 7 KR Ves ol 0.15 Roll material
& & F#t
Laminates AC4 0.40/0.50/0.60 Roll & format material
Rt
HGS 4/3/3 0.80/1.00/1.20 Format material
P Eh & FHF
LR KR 3/2/3 0.40/0.50/0.60 Roll & format material
Laminates Balancer HGS
Rt
3/3/3 0.80/1.00/1.20 Format material

D ESE BEEIHIBE AR M RE A IR B E X
Property is not defined in the standard for laminates with coloured core construction.
2 ETFRUIFRE EN 438
Based on the EN 438 standard, as lacquer-based laminates are not currently described in the standard.

3 TR NZEEEM: www.egger.com.
Separate processing instructions on www.egger.com.

xR 3 EEIIIRERDER
Table 3: Classification of EGGER laminate grades
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MRS 6EE

Environment and health

BRAEFNIN IR AARET, TERLEE AN ABIPES (PPE) o W TIMEANER(S B SR EFIIN IR MRE %.
Please always use personal protective equipment (PPE) when handling and processing laminates. The following
environmental and health information relates to machining and processing laminates.

YY)

Emissions

TR MARE A MERERIARE S KK IMEAT I A AT e 1B A BRI E F B = E R R A TN . EETF=minTHEEY
BRER.

Processing and use outside the technical properties and standard classification of the laminates can increase emissions

and thus lead to health hazards. Please observe the marked emission class for the product.

gl

Resins

MFERARE”, RNVEAESRRABLEAZEREMNEEHEA~RTPAENS ARTENRENIR. BAKR,
ERHAMPEEHNRB=BERRERE UM EZ R BIEAZEH (EC) No. 1907/2006 (REACH) HIEIME BT L Fo LS,
ERE AR B AT ARCEAEM (EV) No. 10/2011 X FE MM AmATGE S R EMINEEIBHE.

For the production of laminates, we only use polymerised resins which do not exhibit any hazardous properties after curing the
product and are harmless for the intended use of the product. In particular, free melamine is not contained in Laminates in a
concentration that would trigger additional information obligations, for example under Regulation (EC) No. 1907/2006

(REACH). Furthermore, laminates naturally comply with the existing migration thresholds according to Regulation (EU) No.
10/2011 on plastic materials and articles intended to come into contact with food.

BRI RS B A iR FR KRR

Health hazard due to dust generation

ENMTHEATGES=EN L. B RREBEANIFRE~ELMRE . RIBENTTZMBER KN, THEIARAMLEE, S/5EE
— RN . 71Tl % 8] XUBG Bt s BRI AL O TS BB TR FE N o

REENMMMIEES (NET. FE. $E), BAERBEERNRRMZEENNELRELRS. MRREEBHRER
%, UMFHEERFRRIPRE -

Dust may be generated during machining and processing. There is a risk of sensitising the skin and respiratory tract. Depending
on the processing and the particle size, especially in the case of inhalation of dust, there may be further health hazards. The
generation of dust must be taken into account when assessing the risks at the workplace.

Particularly in the case of machining processes (e.g. sawing, planing, milling), effective extraction must be used in

accordance with the applicable occupational health and safety regulations. Suitable breathing protection has to be worn if no
adequate extraction system is in place.

Fire and explosion hazard

EMTERPH LN F=E S SR ARG IER K. WIUEFRE R A EM .

Dust generated during machining and processing can lead to fire and explosion hazards. Applicable safety and fire
protection regulations must be observed.
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TBERE P/ B FF AL IR
Recycling / disposa
HTHERSHIE, BHIARESTEE SRR B THANE

Due to their very high calorific value, laminates are very suitable for thermal/energetic disposal in appropriate combustion
plants.

B CRDIRIERRNE M B R 24 170201/03

The waste code according to the European waste catalogue is: 17 02 01/03.
W R T — R EF B B E A RS

Specific national laws and ordinances on disposal must be observed in general.

B AR FRARIPBERT AT SNTTTAEIN, RIERIPIES B TE AR Y HEER SR AR E R EYFER .
The protective films used for the laminate are recyclable. If recycling is not possible, the protective film may be disposed of
in suitable domestic waste landfill or in a domestic waste incineration plant approved for this purpose.

BZIMRERERER, BSENESEELIES (EHD) - PiKiR.

For further environmental and health information, please refer to the Environmental and Health Data Sheet (EHD) — Laminate.

BRI ERL IR

Working with laminates

PAThRERFEIRRS AAREIIEH . SETFFNR(E. X RIAHREI SHHMREHTIR. XA RESBIIREMRRFRRRG. Fit, #3
BEGIERAE AR

The following section describes transporting, storing and handling laminates. Improper handling can lead to safety-relevant
damage. This can lead to functional impairments and health risks. It is therefore imperative to follow the manufacturer's
instructions for use.

B8

Transport

FiARIBE - a0 2 DI RRE NS . FEREAR KRIKEBi#EE.

Laminates are generally transported on pallets — see Figure 2. The pallet is suitable for the long-term storage of laminates.
Protective board
Hoop

Foil

I Laminates
Cover board

IB Wooden pallet

B 2: By AMBIEAEEKTIEH (BAHUEDT AR XL IEH AR RIFIR)

Figure 2: Horizontal transport of laminates on a pallet (Laminates XL are transported without foil).
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BARE R BT RRBEMEL RERSHZN - WE 3. RAIVEWAERLEHE, FREEHEERED. #1Ti#EF. RIEE3H
BT, FRERIERS KR LM TR RS 4
Cardboard packaging is used for minimum quantities and for deliveries via courier service — see Figure 3. We recommend

unpacking the laminates after delivery and storing them according to the chapter Storage and conditioning. Optimal
conditions for the further processing of the laminates are only guaranteed under these circumstances.

ZH42R /DS Warning notice "Caution fragile!”

FTRIERM#E Recesses for carrying

Bl 3: BYURE R TEE M EIEMARAR

Figure 3: Vertical transport of laminates in cardboard packaging

TR

Storage and conditioning

B MR A EE— A BB E R REENS TR E BN . FEARE IR AR EN TS FER. FEMITZET, EMiR
FZEHBI AR EEEHASFH TEDED 24 /K, IRATRERNE, RO T EPEE B RS T TR LUERH
MREKS S EXEIFE. HHIEEIENR, IRMRENIIEFITTEHE, AMESEMaMERESKLE, NMmSECHmA
F.

Laminates must be stored in an enclosed and dry room, protected from moisture, in normal, temperate environments.
Laminates that are delivered in cardboard packaging must be stored flat before processing. Before processing, the
substrate and the laminate must be conditioned for at least 24 hours if possible under the climate conditions of later use to
balance the moisture content of the two materials. In particular, material that is too moist when it is processed leads to

faulty bonding and shrinkage, which can result in cracking and warpage.
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SRMEEWIRIRE, B AR AR FE K PR AR Lo B BN/ BB T | LM RH RO
TH R R ZE DR KNP - TLE 4o

When the original packaging is removed, the laminate must be stored on full-surface, horizontal cover boards. Direct floor
contact and/or exposure to the sun must be avoided. The uppermost laminate should be laid with its decor side facing down
and should be covered with a cover board of at least the same format — see Figure 4.

H kAR Laminate stack
P#R Laminated protective board

El4: BRIk

Figure 4: Horizontal storage of laminates

WMRTFEKTEREE, BiARAMRIAKRE 80° MR EMFE—MARMERF L, SREMMRMESIE - LE 5. RENEEERZEIE
B R~F R /NEIHPHR o

Where horizontal storage is not possible, the laminates should be stored at an angle of approximately 80°, in an inclined rack,
providing support to the surface area and ends — see Figure 5. Using a cover board of at least the same format is required for
this storage as well.

Laminate stack

Counter-bearing
with support at 80°

Laminated
protective board

5: BiAARIEREFA B 6: BAREREEAR
Figure 5: Correctly stored laminates Figure 6: Incorrectly stored laminates
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Bz, MRERHAMEESEY, WATLEFERKHIRTE.

In general, EGGER Laminates can be stored and processed for a very long time if stored correctly.

PEEFFRIBTEIRIRESS, B AARESTE, BNZERE, /ERiELIERERETrAmt B AIENmPE(R. RIBEERENAR, RERMESFIERRTER
B9 6 MR —fEskiR, B AMREIII LA ERRE .

With increasing storage time, laminates harden, i.e. they become more brittle and the postforming properties decrease with
increasing age. Depending on the storage conditions, the period for optimal postforming properties is approximately 6
months. In general, laminate can be processed without a time limit.

A AR BT LUBE RS AR KRS ENAE~ BERERE - WE 7.
The time period can be determined by the date of manufacture, which is shown on the reverse side of the laminate
through injection print — see Figure 7.

=4 HENTIRZR Sales name
n HEFISEIESHRE MED label (inspection no./year)

n HESIEITEIRE UKCA label (inspection no./year)

V n 47 HHE Production date/time
B 7: By AAREERED
Figure 7: Injection printing on the laminate reverse side

M REH B ARIPIRAIB KR (FREF TG ARARED), RE=mR SRA L E 6 M ANBMR=mEREIRIFE. BN, BIXERRE
SRE A~ mKRE.

For laminate surfaces coated with a self-adhesive protective film (standard for PerfectSense laminate grades), this must be
removed no later than 6 months after the delivery date. Otherwise, adhesive residues may remain on the surface.

KT HEBRIPEAG AREFAGEL, BSERAREIER ‘B8R - SFRIPE" .
For detailed information on laminates with protective film, please refer to the technical data sheet EGGER Laminates
with protective film.

BR{E

Handling

EERERFFMNIR, LIREZEAREEER NG,

The laminate must be inspected for visible damage after removing the packaging and prior to processing. Laminates

with protective film should be checked for visible film damage.

BFENE, FrEEEF/s Rl KRN R FEA ARG (PPE), WIFE. REMRAENTIER.

In principle, all persons transporting and/or handling laminates should wear personal protective equipment (PPE) such

as gloves, safety footwear and suitable work clothing.

B R AR B EARMET S EARME . PAAMBEAWERRE, EABE — KRN EEAE S —KRNEE -1 B 9.

It is to be avoided that the laminates are pushed against one another or dragged over one another. The laminates should

be either raised, or the reverse side can be pulled over the reverse — see Figure 9.

LBFKRWITH RIS, BHIEERES NBRENAEREM ARG ERBINERR, XA LUE RN ERER. wIUER
BBR. THEHRENRERISHHEEI AR LREEHEBIE AR, FHLEFTE.

When transporting or carrying laminates, rolling up the laminate has proven successful. When doing so, the decor side should
be on the inside, the surface clean and dust-free and abrasive movements should be avoided. A sufficient number of large, flat
and stable pallets must be used for transporting laminate stacks. The stacked laminates must be secured against slipping.
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B 8: BiLIEEIEmAIBA AR Elo: Ak kiR
Figure 8: Delivery of the laminates on a pallet Figure 9: Lifting the laminate

M BERERTEHAIR AR, EFEKFEAEIIARZT, RAREERQEHANR, AmesiRir - LE 11,
For laminates delivered in a cardboard box, it is recommended to open the box horizontally and then remove the laminates
to avoid damage — see Figure 11.

10: BEIBEREITEF AR 11: BB A EUH B AR
Figure 10: Delivery of the laminates in a cardboard box Figure 11: Final packing of the laminates from the cardboard box

HTFRIFIEENBHIER, ERRZEMAEFTARIPIRINAREEEBITAEXE, FHEIEEFRSERERN i FRER
EHIBAAAR). BRERT, RIPRNMREER AR L, BEEIRETH.

Due to the self-adhesive effect of the protective film, handling laminates with protective film by means of vacuum
aggregates is at your own risk and is only possible to a limited extent (especially for laminates with a higher deadweight).
Ideally, the protective film should remain on the laminate until after installation.

ZIa, BERPEEIR A A E S (G0 ASF) MAREBER.

Afterwards, the protective film should be removed by pulling evenly (e.g. by hand) at a slight angle to the surface.
WNFHERERRLE NRSE, ATRUBIE /O AR (BIafE RN SRR, ERFFIKEMEE 1. BEREENE SRS,

If the film is highly adhesive, the adhesive layer can be softened by careful heating, e.g. using a hair dryer, causing the
adhesive to lose adhesion. Please note the maximum temperature resistance.

FER, BEERARYIER "ERHNIR - SRIFIE.

For detailed information, please refer to the technical data sheet EGGER Laminates with protective film.
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B AR T
Processing laminates

IMEFSATETINE, EMIHARZET, BRRIEEBRETEE. NI, ARG AERBRSERE THITED24/NHIF

&,

As described in the chapter Storage and conditioning, care must be taken to ensure adequate conditioning before processing
laminates. The laminates must be conditioned for at least 24 hours under normal climatic conditions before processing.
HIMTEREGMRE, i BEERMMEEMIIR. R TIBEAFmEFENTIEI A, BALTTEMESHITIRE. 5, SHERNA
BRI TIR, EAXHRERLIMIER.

Only use suitable machines and tools for processing. Cutting, drilling and milling tools should always be selected in coordination with the
tool manufacturer. Furthermore, it must be ensured that only sharp tools are used, as this is decisive for the processing result.

TIEY
Cutting

B AR AT LME AR AR TR E (ARGE. ENEE. FIFESE. KEURMATIUER CNC %tH)) REBIHME. REIEXEE—®
FRTERR MRTEI —E R FRPIEIRRERATARNEER, JERXREETIRIRT. HAERE. TIERIK. TIEEEE. DREE
FLIELEE

Laminates can be cut to size using standard woodworking equipment, e.g. panel saws, bench circular saws or hand-held
circular saws, and CNC milling machines. Panel saws or bench circular saws are generally used to cut to size. Various

factors such as correct saw blade projection, feed rate, tooth shape, tooth pitch, RPM and cutting speed must be considered
for good cutting results.

fl - 2 EE

Example — cutting with a bench circular saw:

»  PIENERE: £40-60 K /T

Cutting speed:  approximately 40 to 60 m/s
»  EREE: £ 3,000 - 4,000 #& / 535t

RPM: approximately 3,000 to 4,000 rpm.
»  BHEEE: £910-20 % / o4

Feed: approximately 10 to 20 m/min.

Ho0, BARMREELAAEE, MRILT TWABI *SHENMNIRE, SERGMEESERROZN AT BRTHTEF CNC a4l
%, AENIEEHEEFIER . HTERBAREREERTRRN=REREMNIE, TTREERELERHNARMBEERE. FNZEN
HERERAGEIREREEZENI AR

In addition, it is important to ensure that the laminate is pressed against the surface, as "fluttering" can cause very fine cracks
that can later lead to notch or stress cracks. With the exception of panel saws and CNC routers, cutting is carried out by hand
feed. Use a cutting guide if using a hand-held circular saw or jigsaw. Cutting must be from the underside of the board.

Due to the high-quality resins and UV paints used for the surface of laminates, the tool stress is significantly higher than for
conventional wood-based materials. We recommend that you use carbide metal-tipped or even diamond-tipped saws or router
bits.

@ ualityaustria
il mlNet
1SO 9001:2015 No.00184/0 E

Person responsible: Product Management Furniture and Interior Design Processing instructions Page 11 of 38



=~
MORE FROM WOOD. E EGCLELER

Revision: 07
Released on: 14/01/2025

AR FTIE RRIEM RATEA BRI E, ERUTARRER (RYIS4ET)

Use the following tooth shapes depending on the standard of finish you require (coarse or fine cut) and the substrate used:

o _1 . A L

' 7
e ) o D . e =
Tk WEAPZ WS RAWE

Flat tooth Duplovit tooth hollow tooth Roof duplovit tooth

y ﬂf{ '

L o= lj % —

RE3E W Ek A KRS Tk

Alternating tooth Duplovit tooth with bevel Trapezoidal flat tooth

12: BRIIR THERAR RG]
Figure 12: Examples for common tooth forms of saw blades

Y&/ ES
Bonding / pressing
RS

Core material and preparation

RIEERAFERINA, BRI AARERE ST S EIAEREM Lo ERHNERMBIRIEEES — A 13.
Depending on the requirements and later application, the laminate can be bonded to different core materials with different types
of adhesives. Classic wood-based materials are particularly suitable — see Figure 13.

13: FFRAMURERMEEDH (BITER. FEER. SEERREER)
Figure 13: EGGER core materials for coating with laminates (chipboard, MDF, HDF and lightweight boards)

EBITRIEFRIRBITHITEMMNL . 518, FAARTRFAEESRETERKRR / SiSEAMARERS S QITERIER—B444.
AR | HLAZEM D ER B SERG T ERZME BRI AT UMRIESSR R U RS 5 E. Bit, SERAIAR. BER
B ERIEATHE, XARESSHTR.

Prior to series production, own pressing tests should be carried out. It should be noted that blockboards and plywood boards
do not achieve the homogeneity of, for example, chipboards in their structure since veneer and/or solid wood is used. Veneers
or solid wood have components that do not achieve the uniformity of dimensional change under alternating climates as is
ensured by chips. Therefore, when solid wood, plywood or multiplex panels are used as core boards, an increased risk of
warping must be expected.
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sam, —ANTFEATKARASIRESSIOLEREITREG, B, DRSKREOREE (RIERE) SAMEKERNK ( ZEREZA
8%) , TFEEMMEHEESREER ERIER KL, XAt S FRNER.

However, a flat and tension-free core board is a prerequisite for a smooth surface, therefore core board calibration (calibration
sanding) and a wood moisture content test (indoor applications < 8%) must be carried out. Materials that are processed in

an excessively humid state tend to shrink and crack over time and can result in warping.

LERZEWME, FRATIRRRER (0HR. %5) 2REEN. SERMAATRE, NERREFRATDZENEERRRERE
EAER, SRR AFETERE. FTENXRE. NMEERERR ARG EAMEE—.

When using multiplex boards, veneer boards made of soft woods (e.g. poplar, birch) should preferably be chosen. Also with
blockboards, primarily strip boards with softwood top layers and narrow strips should be used to avoid surface unevenness.
The core material has to be under no stress with a smooth, level surface. Gluing laminates to solid wood is not recommended.
TR Z AT, BAREMIRE G KRS . ERTERHEFINATEMZE, THMRELIUZERE. HE. H3ikd. EENZ,
FZRENEBR, EENSEREITRCRE, SRR TSR ENMNEER RN AT A RIS ERNREFEE.

The laminate and core material must always be cleaned thoroughly before gluing. Even before the adhesive is applied the
materials must be free from dust, grease, oil or spots of sweat. Calibration sanding of the core material is recommended for
this purpose, as this ensures a clean and optimal adhesive surface and at the same time achieves the necessary surface calm.

RRFLB RS

Adhesive type and bonding

—RRi, ERARERESSEINTENEEHITHEN. BARNESERBINL%AR BB EARE R H TR ARERR
EEHNH. EEENESAERHAREASEERMRELRERZN. £=AEAI B EmFTER EXKRA BB, B AR
EREEMSARF—5 - LE 14,

In general, EGGER Laminates are optimally prepared for bonding with their reverse side sanding. The reverse side colours
of the laminates have no influence on the processing and are due to the different laminate types. It is important to bond the
laminate on the front and reverse side in the same production direction. The production direction can be recognised by the
reverse side sanding and accordingly the laminate must be aligned the same on both sides — see Figure 14.

14: BEBXBRTREHRE
Figure 14: Reverse side sanding shows the production direction

BT BA KIRFES A TR EREF—BE RN (LRI TR REN), ZEERES AR ERERE, BUAIEESH IS 6.
In addition to the laminate alignment and a symmetrical construction of the composite element (see section symmetrical
construction and pressing), an even application of adhesive on both the front and the reverse side is important,
otherwise_warpage problems may occur.

EAL, MERREHNRGNELRERE/L/INELXEZRE (FEEFEHXTEXRENER). Eit, FXOHBGERaE
REZBE/INOALIR, [E S e AT sE S R A ko

Basically, the final strength of the adhesive systems used is only reached after a few hours to a few days (take into account the
manufacturer's information on curing times). For this reason, particularly large components should be handled with care
immediately following bonding, given that bending or twisting may damage the adhesive joint.

REESEHAITERET 80-120 FERN IR, BE RS ERALT (PVA/BR) BHTHE, AISCHEFHIME 1.

Surface-compacted chipboard achieves improved adhesion when glued with dispersion adhesives (PVAc/white glue)

after calibration with an 80-120 graining.
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BARKMEER P3 AIRRESEEREEE (: FEER), FIEEEZETHEBEMIEMSIME, & pvac (BER 2 B8 a7+
KOHEBREVMERE R ZE . X H S SRR (] BIFREHC Bt M R AR E R T/ 2 JL RAIRT 8] 7 8EIL 2] (B<FRFFIE=TH
BIAR)
In the case of P3 chipboard and higher-density surfaces (e.g. MDF), as well as more moisture-resistant and possibly phenolic
resin-bonded materials, it is more difficult to dissipate water from dispersion adhesives. Therefore, a longer pressing time must
be taken into account and the final strength of the adhesive joint is only reached after a few hours to a few days (follow the
manufacturer's instructions).
EMEREETE AT S A ARG AARFNIEIR KM # (NS E) e E—E. EMARESH—RAK T BRIETIEMN. &
EELZHT, WIILRFER, RIESMTE (FHEMK: RIRNRTEE TR -
Contact adhesives are often used for producing bent elements and to glue laminates with non-absorbent materials, such as
metals. The contact adhesive usually consists of polychloroprene and a solvent. Prior to assembly, these solvents must be
ventilated and the adhesive film must dry (finger test: the adhesive film must feel dry).
AT GRESHENERA~EN, BASTRRESE TSR R4, HEREMBIR TEBNGPIEMEST. ZEEREATRER
HHIHE T, B ERHANEERETENENEEZT.
The adhesive strength is created by the action of pressure, as the polychloroprene crystallises under high pressure.
Consequently, the stability of the bond depends on the pressure with which the parts are pressed. This means that in order to
achieve a good bond, it is necessary to press the bonding surfaces under the highest possible pressure in a short period of
time.
LEAEMBRFNTIR, ATREH IR AREAAE SR (FI0: SEMRGAFN) 180, Elib, RIEEIMEETIRENBTN
RUERMANZEHARL A (BIAN3R B R S B A 4544) 0
The risk of possible faulty bonding (e.g. bubble and crack formation) is increased when using contact adhesives. Therefore, we
recommend this adhesive system only in connection with small components and short-term applications (e.g. trade fair
construction).
AR ELMEG THITAES, RV EETRATIGIERmiAES.
Trial bonding under local conditions is always recommended and the adhesive manufacturer's specifications must be strictly
observed.
TRESHEIERNZEARREHMIER, XESEEZTEERIMN:
The information in the following table refers to the use of wood-based material core boards. These are guide values that
are influenced by:

y» OHEERFRE

The type and quality of core material
y JRL&EH
Processing conditions
» HMAETIZEAERERFEEIZE D1, D2, D3 HFE DAY ENT L

The type of adhesive corresponding to the later degree of exposure D1, D2, D3 or D4

S 1) . " o .
e e N MR R . EX FAEIR BRI E]/min
Adhesive a8 Temperature |Adhesive Seifing) (e Press Pressing temperature/time [min.]
types resistance application rate 9 ressure boec |40°C kO"C | 70°c| 80°C|90°C | 100°cl120°c
SRR
Dispersion adhesives
37 | =3
?\ﬁ%zma D2/D3 |<50°C 90-150 g/m ZER X S A
HREkEw L _
RS BRBEA T, 90-150g/mz on [ 10 57%H >3 bar
il croreore e Lo min SFHISTTRA
2k PVAc D3/D4 |< 100 °C Observe manufacturer's instructions

@ ualityaustria

HUALSS = INet

SYSTEM CERTIFIED E
1SO 9001:2015 No.00184/0

Person responsible: Product Management Furniture and Interior Design Processing instructions Page 14 of 38



e
MORE FROM WOOD. E EGCGLCER

Revision: 07
Released on: 14/01/2025

HEEME

Condensation resins
HREEIAE [ RZA A :
UF resin D2 - 50-150 g/m?2 Pot life: < 7 h. > 2 bar - - - 5 3 2 1 0.5
=EREUR/BxBER
PEBUIAERR R =diviin| =T
MUF resin - - 120-180 g/m? Pot life: <4 h. 3-10 bar - - 16 7 2 | 175 | 1.25

R BIRR RS

Contact adhesives

|
iﬁf iuring B . e it S
agent %M%?’D‘*ﬁﬁﬁ ij.;ﬁ?uie \%J—L inal tact
lication on TEAIREEN | 5 par PRy CSS ac, hressare

BEH ngh sides after ventilation (EFHIERIRAE)
with curing ) <100 °C necessary of the solvent follow manufacturer's instructions)
agent

PSRRI

Hot-melt adhesives

_ o 2 S A
PA/PO - <70°C 80 g/m2 < 40 sec. Roller / [Observe temperature & heat tack
calender

PUR - <120°C 80 g/m? 5 to 800 sec. pressure  HSINTEE
MR PUR - <120 °C 80 g/m?2 5 to 800 sec. [Observe processing temperature

YD1, D2, D3 #1 D4 ;2 1R#E EN 204 FRiR A&/ NI EANR AT SFUK L P I S e S T THIRI S
Groups D1, D2, D3 and D4 according to EN 204 classify glue according to minimum shear strength values and conduct upon exposure to
moisture and water.

Bl 4: BFFIZERIEY — 5 Jowat Klebstoffe BT/ T]—i#2 4w
Table 4: Adhesive types at a glance — created in cooperation with Jowat Klebstoffe

ETHMSE, MEWRE. PHEEE. BEIAE, REN—MRALFIZEEE RERNERE, EABRNERBER. ALk, BKEHE
MR FIBIE RIS E AR 18 3T
With regard to other parameters, such as setting time, initial stability, density or viscosity, it is difficult to make general

statements about an adhesive type, as the differences are sometimes very large. For this, please contact the
respective adhesive manufacturer and refer to their documentation.

U 7 — LB bl -

Some manufacturers of adhesives are listed below:

y» BE Jowat Klebstoffe www.jowat.com

» iXE Henkel www.henkel-adhesives.com

»  TES=E Kleiberit Klebstoffe www.kleiberit.com

» B4R H.B. Fuller www.hbfuller.de

» 1812 Follmann www.follmann.com
FRGEHAFIELG

Symmetrical construction and pressing

—R kiR, HHNERR AMRMEE TR, H3ERAIERBE AMCEIIRIK 119 . EmAREERERER AR (BE/AE /508 iR E
16 FRIE A AR R K AR 84K

In general, when manufacturing laminate bonded elements, tension equalisation must be ensured with a suitable laminate. The
same laminate (thickness/decor/texture) is used on the front and reverse side or matching neutral laminate balancer on the
reverse side.
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ERERHEERREEN AR EEREERAEN. AT, BNEE T4 Z B KIS MR FEREFNSEE. A
MEAMRITHRE~ 2 ISR B 85T,

Using a laminate balancer with the same nominal thickness is generally appropriate. It is, however, recommended to verify

the selection of a suitable laminate balancer through pre-testing prior to producing the element. The production of

asymmetrical composite elements is the responsibility of the fabricator.

BEFIER, BEERALIER "ERIARTFER" -

For more detailed information, please refer to the technical data sheet EGGER Laminates Balancer.

MREFZEREEECHAREASETH, IFERHRERIMEET . XEHAREERE T KRN R EEERMTERLR
TR, Elitt, BNERMFMNEHEREMAER.

If EGGER Laminates coloured core are selected for the composite element, this requires a special selection of adhesives. The
reason for this is the stiffness of these laminates, as well as the need for the adhesive joint to not show for visual reasons. It is
therefore advisable to discuss the specific application with the adhesive supplier.

—RSkif, ERESUSERERES, EREEMWEN. EEBENANE ENEM TEHITH.
In general, compression takes place with the aid of veneer, short-cycle and double-belt presses in a hot or cold process.

EFRISE, EH. AEREFREE, HRETES KEFREERPIRE. flm, STEREN, ENNEFERFIEREE
HHE EAn%s E# TR - DA 15 #1% 50

The pressing parameters, such as the pressing pressure, the pressing temperature and the pressing time, are described by
the adhesive manufacturer in the product data sheet. For veneer presses, for example, further recommended values for the
pressing pressure are indicated by the manufacturers on the information label on the presses — see Figure 15 and Table 5.

Bl — AR RGBS AR

Example — Pressing laminates with a core board:

»  [EW Press: A E N RBHIELK BHUENL conventional veneer press with pressure table
»  BFEHI Adhesive RBEIRREG TS PvAc REF (HELKR)

PVAc adhesive (white glue) with the following specifications according to the data sheet:
E71 Pressure:0.3 N/mm? = 3 kg/cm?

imfE Temperature:  ZEi@ Room temperature 40 °C 60 °C

ff(E] Time: #4] 15 4754 approximately 15 min. 25 10 47%% approximately 10 min.  #] 5 44 approximately 5 min.
y 5 Rt Core board size: 200 x 100 cm
» [E£7] Press pressure: 220 ato = 220 bar — il B 5 see Table 5

Drucktabelle Modell 2512 + 2513
8 20| 40 [ 60 | 80 [ 100] 120 130
20 5 10 15 20 2 25 30
I T I N I
I T N I T
I T I N O N
120 e L L
N T 0 A T
mmmmm
mmnmmm.mm
)] T N N M
20 il T T T 1o 1o |
P P B I T T
(650 [ tes | 220 275 | 30| %0 |

B 15: HRENRKBIREN &5 ENREARTHTHXEHENE)

Figure 15: Veneer press with sample pressure table Table 5: Pressure table (pressing pressure per component size)
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PATRFIH 7 — L B AR AL Bl b A = HiE -

Some manufacturers of veneering presses or laminating lines are listed below:

»  Format-4 www.felder-group.com

»  Hofer www.hoefer-maschinen.com
» ltalpresse www.italpresse.com

»  Joos www.joos.de

» Langzauner www.langzauner.at

»  Wieder www.wieder-maschinenbau.at
»  Robert Burkle www.burkle.tech/de-de

B AR F=RT DUBIE A0, 7E5R FRVRBS ROELE R R Gt TSEE] - TE 16.
The production of laminate bonded boards can be implemented, for example, in a continuous process with hot-melt adhesives
and laminating systems — see Figure 16.

RS Feeding rawboard

b3t Calibration sanding

PUR #UARERL Application PUR Hot-melt
B ki Infeed laminate

JEXEHL (M) Calender (pressing)

FHEH Board turner

Bl 16: kKE+RZE/RW. & L. Jordan GmbH /> BHIHVA R A S RN 1
Figure 16: Example of laminating line with PUR hot-melt from W. & L. Jordan GmbH in Kassel

TEAREFRBIR, BRMNMRAITITE, FHMERBERERATENSTR. REK PUR UERREOMR L. ET—5F, BIABRIEAR
A EEHERER L, REESEENIITES. KEH—EEWRIR AREITERE, HAEERMNELEENLHES—H.

In this production example, the core board is first sanded and possible soiling is removed using cleaning brushes. Then the
PUR hot-melt is applied to the core board. In the next step, the laminate is fed as sheets from above onto the core board and
finally pressed by means of a calender. The laminated board coated on one side is then turned over and the reverse side is
coated in the same continuous process.
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B BRI TR I T
Processing laminate bonded boards
B JARTEER A EEM TS B R AEMTITEH, WRET—MBENE, HEAPABPES.

The main processing steps for laminate bonded boards are described below. During processing, the general safety
regulations must be observed and personal protective equipment (PPE) must be taken into account.

20N
Drilling

BRI RS FL IR AE S TR AMRAIEEFL. HSS $hk (FER) AT FHANAR, HM L FEREE) ERTHM LRI,
Drilling tools for plastics are especially suitable for drilling laminates. HSS drills (High Speed Steel) are suitable for hand-held
machines and HM drills (carbide) are recommended for machines with mechanical feed.

TG - {8 FRRAE SR TR 7L

Example — drilling with a twist drill:

»  PIELEE: HFERMEELL0.8 m/is; WFEREEFELL 1.6 m/s
Cutting speed: approximately 0.8 m/s for HSS drill; 1.6 m/s for carbide drill
»  JIEEE: #9 1,000 - 3,500 rpm
RPM: approximately 1,000 to 3,500 rpm.
»  HEAERE: £90.02 - 0.07 mm/B [#&E A 1,000 A, #5%E 20-50mm/min]
Feed: approximately 0.02 to 0.07 mm/rev [at 1,000 revolutions immerse from 20 to 50 mm per min].

SFLRNERRNERE (H4R), BUSHERRG AR HERFLAT, By AR BB EEEERRE L.
When drilling, pay attention to the immersion speed (feed), otherwise the laminate could be damaged. When drilling
through-holes, the laminate must rest on a firm base.

REFEMLRT WS HHFL%E), ERTERREL:

Depending on the required size of the hole (e.g. pilot hole, cup band hole, etc.), the following drill types are used:

I l “»kt“ﬁ“'“

RN P NGED S Feth LT (FLED)
HSS twist drill Wood drill with countersink Forstner drill Hole saw (hole drill)

B 17: E#IEIEREHAEIRA
Figure 17: Examples of proven drill types
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MRERERY. HEMEREEN AREE (RESTH L, BIARSREESERKSRTI . LOMEDETERX 05
mm, DUERIEMBIREEENK S, SE 18 F1E 19. BRUBSTHNAEERX— &, BEAEELABEFENNZYL.

If fittings, wall profiles, etc., are fixed to the laminate surface (or composite element), the laminate must be predrilled in the area
of the screw joint. The holes must be at least 0.5 mm larger than the screw diameter in order to avoid tension in the material —
see Figures 18 and 19. This must also be taken into account with self-tapping bolts, as stress cracks can also occur here.

c

H @ 3.5mm

18: H12% 3.5mm 85T B 19: FshFlagsTiEsk

Figure 18: Example of a 3.5 mm screw Figure 19: Screw joint with pre-drilling

— R KR ERIFLBATAERIAE. fl, AIME A EEASESLHAEk — S A 17. HAFLETLA, BHTFRIREHIE S
Ry, EERRELE. HTFRANERHF, —RERFEHTT.

It is generally recommended to deburr the holes in the laminate. For example, a drill with an integrated countersink can be used
for this — see Figure 17. When drilling with a hole saw, deburring is always necessary due to possible stress cracks. For larger
diameters, surface milling cutters are generally used.

BHl

Milling

BEHIRT LB FHHR & (WFEhHK) BN #HR & (AN BEARE CNC MIITHD) #H1T. BRTERBISETISN, ERENIATIA (DIA)
REERAETIR HM) ARG EHFNER, RN FRA R4 (BRI TIAE®).

Milling can be carried out by means of a manual machine, such as a hand router, or by a stationary machine, such as a bench

router or a CNC machining centre. In addition to sharp milling tools, an even better result can be achieved by using diamond-
tipped tools (DIA) instead of carbide-tipped milling cutters (HM), especially for large series (longer tool life).

FRS &

Hand machines

BB AT SR B TR B #05E A TR AR EAR SRS AR A FFHRHIIz &t TTRIrT U BRSEERT, BEILRMELHIF
MR IR Eit, EEAGIIN, BBz &I ASIERREIN.

All woodworking machines for milling are suitable for laminate bonded boards or laminates. Due to the wide variety of possible
applications for hand machines and milling tools, it is difficult to give detailed processing and tool recommendations. Therefore,
please observe the recommendations of the machine and tool manufacturers when using milling tools.

- ERF A

Example — Flush trimming with a hand router:

»  UIEIERE: #910-15m/s

Cutting speed: approximately 10 to 25 m/s
»  JIRE®E: #9 20,000 rpm

RPM: approximately 20,000 rpm.
»  BIER: #£910-25mm

@ - milling cutter:  approximately 10 to 25 mm
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RIEER, FRHAVMIZEAEEARNRET], Hli:

Depending on the requirements, hand machines can be equipped with different milling tools, for example:

HHENIRBIBIM SRR (FFF5ET)) HHE IR R SR
Profile miller with thrust ring (flush trimmer) Bevel miller with thrust ring

B 20: FHHYMIRETETIRG]

Figure 20: Examples of milling cutters for hand machines

TEEMTERA AMRMRUS, B AR IEEBR ARSI TR LA AF R A (A T48) 21T, (Dt BB AARTEMIRR I % R HERAIE L 5t
PR (GFF#ET)) #tATIE % — S I 200

The edge processing of a laminate bonded board after pressing the laminate can be done with a hand router (also called flush
trimming). The protruding laminate is trimmed at the lateral board edges with the help of a profile miller with a thrust ring (flush
trimmer) — see Figure 20.

BRI &

Stationary machines

BlEXFEK (A XGRS EIEGAR) AEMB & HETIHIIH T XGRS R R FSEEEEE I 2, Bt HeEm&BRIHIE
EIRASFMR I TN TR o

The stationary milling machines, such as the bench milling machine or the CNC milling machine, are equipped with milling
bits or end mills for spindles. The possible applications of these milling bits are even more extensive and accordingly a
detailed machining and tool recommendation can only be made by the respective manufacturer.

RIBHHIZSR, I EEBTEENARGUR. TEHZAME BRI%E:
Depending on the milling required, a machining centre is often used in the area of stationary machines. The following are
two milling tools that are often used:

#8471 Roughing cutter F24£7] Radius milling cutter

B 21: ARBABHAITAOEE TR

Figure 21: Examples of milling tools on woodworking centres
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0
Cut-out

—RERYL, AR R REREE AREER A A RENZE, EREY. SHSSEILELRRAS=EETmE. L5, Y08
EFERXEN TP MRRE SARIELE, SFERRERE.. RETORtVSEEHRIERE, ZFENRASL—F
AEEHI A RSB S H EIE R A R T =5 5%

In general, before processing, ensure that the composite elements are supported securely and that sawing, drilling or milling
is not likely to cause any damage. In particular, narrow joining areas in the board can break or crack if the board is not fully
supported during processing. The board cut-outs should also be secured to ensure that they do not suddenly fall out or break.
This could injure persons or property.

PIOR 2 F2IRE (RN H42 > 5 mm ) BARB RN ENMREAFINZ IS SHARETE - SIE 22 F|E 25, XAHERFIE
ZREREFH NEAMHET, Elt, MaEKNSERIINBXE.

The cut-outs should always be rounded with a minimum radius of 5 mm, as square-edged corners are detrimental to the
material and lead to cracking — see Figures 22 to 25. This applies particularly to applications where, due to frequent exposure
to heat, the laminates dry out for example, and the shrinking tension is therefore much greater.

PIA&EFE AEENFRHZEN SR TR OsEIR & - I StHl &9

The cut-outs should preferably be made with a hand router or CNC milling bit — see section Milling.

LERLER, TIOAFERBEENFEETISEAL AR - R Z—ADFRHITET. RMARA TR tIEIskE %87 X
WEERHER. DERAREITIEE. SHSHFISEREDBETERNSBHRI . EERMBN R SEHRAAT
S BRATHER, BAEEERF/IVOHEMITIZ - I 8§47 #5

If using a jigsaw, you need to pre-drill the corners to the correct radius and saw from radius to radius. You should cut from

the underside of the board to prevent the laminate coating from ripping off. The edges must be finished — also known as

"edge breaking" using sandpaper, files or hand milling — in order to avoid notch cracks. The same careful finishing should be
considered when using "“circular cutters" for e.g. recessed/spot lights — see section Drilling.

FREETE RIRMHAIREAB IR IR

Always read through the instructions and use the assembly templates provided by the manufacturers.

B 22: & smm FERIERTIO B 23: XM EMAERHYIO
Figure 22: Cut-out with correct radius of 5 mm Figure 23: Cut-out with incorrect, too small radius
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B 24: 7 smm FEHERMIE B 25: K/NEEAERME
Figure 24: Recess with correct radius of 5 mm Figure 25: Recess with incorrect, too small radius

BE, BRI (NEEWR. ERAITRE) &a IR AREEE S RIPERZKFHIRN. AT, BETRIPEENGNS
WPIA. XL, Rk, BEB%. 7. B2, KSFEIKARTLUZNGIR. ZEWE L ENEH TIELRER R RN
175, AHZKTERE (BER) -

As a rule, laminate elements, such as worktops, fronts, etc., are effectively protected from moisture penetration by the

laminate surface. Moisture and damp can still reach the core material, however, via unprotected edges such as cut-outs, butt
joints, corner joints, rear edges, drill holes and screw holes. The necessary final sealing operations should always be carried
out during the final assembly phase, especially with horizontal surfaces, such as worktops.

THREYIEMENEETREHESRK. BREGRNEHEMZBEEHEY. EREHTIN, LALERMERRRT; %
BEETHRIA S AT BOE IR S SRR A — .
For concealed cut edges, sealing profiles and cross-linking sealing compounds made of silicone rubber or polyurethane have

proven their suitability. When using sealants, a primer also has to be applied; either one that forms a film or a cleaning primer
depending on the material.

LERXLEMRIN, AUNEBTHIERAERIRAS

You must follow the manufacturer's instructions carefully when using these materials.

REEHT, AETEMERSILR, AEAKMEENERTR. SESELMHINKE, MBFIERER. EMBEidizbs] e
EENG%&, METRERDHNR/NEER 223X, FAEEH - E 26,

Apply the sealant leaving no gaps or holes and then smooth over with water and detergent. Areas near joints should be

masked off to prevent the surface from becoming dirty. Pipes or conduits must be centred so that a minimum clearance of 2 to
3 mm is maintained on all sides of the feed-through. Careful sealing is also required — see Figure 26.
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TREREEES Sealing top
AEP=ZET Sealing inside

26: EEEHEIEKNRN

Figure 26: Sealing a pipe opening against moisture penetration

VISR UEANA T MRS WA AT TE . FIERREREIIR. EMIERTEMEG KR KBRS+
EHEIR, HRIGXLIN B ?;:HE%IJL_r‘JE’JlFEHH£1ﬁ§(°

Cut edges can also be sealed using a two-part lacquer or two-part adhesive. Manufacturers supply sealing rings, profiles or
collars with attachments such as mixer taps, sinks and hobs. Always follow the manufacturer's instructions when fitting
these items.

BEEXTUFFRH FAREBITEEERRLENIOGEE, B5%: ERaERINTiSE

For further details on e.g. flush-mounted or undermount sinks and the necessary cut-outs, please refer to the
Processing instructions EGGER Worktops.

Hin
Edging

B AR R MU E T F] R AR L 5% A 2IE AR & A EGGER ABS 5§ PP £ 3kt i) I PRI Et T3 1 -
SE 27, FHEARERIGERELRMEIGE, RTIRITERIGEIMNEEFRIPIIRE. EAFRMRIESN—S, Zi&
E A ZERRE AR ML R A0

The narrow surfaces of the laminate bonded element can be processed in different ways. We recommend edging visible
cut surfaces with EGGER ABS or PP edges in the same decor — see Figure 27. The edges provide a matching finish to all
decorative coatings and have a protective function in addition to the design function. As part of the decor and material
combination, EGGER also offers the matching edging for the decorative laminates.
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ABS 51 ABS edging
B5 A4R Laminate
MDF &4+ MDF core board

B 27: TE ABS HHOHHIB AREER
Figure 27: Construction of a laminate bonded board with EGGER ABS edging

TERERAH SN T EE AT WA AREREDTEITFIMNL. BUHEEEERRAT, UBHERTENHE. %R
BEEMEAEVA, PA, APAO #l PUR #UBRH T . B ARG E ST RIS S MR B R EE A SRR A T T
Commercially available edge bonding machines or processing centres are normally used for edging. Manual edge bonding
by means of a gluing stand or edge press is also possible. The reverse side of the edge is coated with a primer, which
ensures perfect bonding. This coating has been optimised for use with EVA, PA, APAO and PUR hot-melt adhesives. The
laminate bonded elements and the edging material must be conditioned beforehand at room climate.

BEXXTEBHBFNER, BESEATIMNIT www.egger.com/edging.

Further information on EGGER Edging can be found on our website www.egger.com/edging.

ABS = PP 3IHM S —FERIREREANSE, EEMRIARZET, USRS E L - JLE 28,
An alternative to ABS or PP edges are solid wood glues, which are usually glued to the narrow surface of the core
material before gluing the laminate — see Figure 28.

T ABS EHATHHIAITENR TSR SR HIAITERR
Chipboard with ABS edging Chipboard with solid wood glue

[ 28: SEAIRFKS ABS STHRILLER
Figure 28: Comparing ABS edging and solid wood glue

S—MEinAER THEANERETE, HPAMREEHNREEBEMELE, FESRHEELESER,
Another method of edging is the postforming process described below, in which the laminate is deformed around the
narrow surface and finishes on the reverse side of the core board.
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BRE | AR

Postforming / hot-forming

BT BEERABSIZITHFEER AREERSN, EREAREATERREMTNBN. ERETZEMIFR ENN RSN
SRR, BiARREREERCKA P & (FAE) B AR - I3k 3.

In addition to the flat laminate bonded boards, with their angular edge designs, EGGER Laminates are also used for
postforming purposes. Postforming elements are characterised by their seamless laminate transition from the surface across
the edging. Postforming of laminate requires the use of a laminate type P (postformable) — see Table 3.

HEIEB SRR AN FRHIF R BRI E T B i & s SRR R A BRI TN T . MR ERL T REEBE EER
IR ERSSIFF HER SR — e AR TER. BERREMEEYMINTEE thRNE,

Preferably, profiles are designed in the form of convex radii and produced using stationary or continuous postforming
equipment. Concave profile designs can only be achieved with stationary equipment and require the core board to be prepared
in a specific way. Experience of postforming and the subsequent processing is also necessary.

MEEFIET, ETATE, MREEER, ZRGIREERTMERKAE. BEEERERIEM, SR IRSEHEE, BT
BEN, EREMRESERNEE. RIBEEESYE, REHPXL46 1A (MNEFZBE).

As described in the chapter Storage and conditioning, EGGER Laminates can generally be processed for a very long time if
stored correctly. With increasing storage time, laminates harden, i.e. they become more brittle and postforming properties
deteriorate. Depending on the storage conditions, this period is approximately 6 months (from date of production).

DTREEERIINT

Selecting and processing core material

DIRBIERERE, MINEREERAERE. AMBIEKE. RERFYE. IROSE. BEEINZIT. METINERFHEETIERES
HE, RETERBEBTHRLRE. ZiEATER Euospan BHIEAEEENE. WANKRAR—BNRMEE. EEREEELTF
B ZEAITEAR T B R AL BN AT RES SEAL & a s FTBR Eid HiE .

Correctly selecting the core material plus factors such as board temperature, timber moisture content, surface quality, board

structure, profile design, gluing system, glue application quantity, etc., determine the subsequent quality of the postforming

elements. EGGER Eurospan raw chipboards have proven themselves with their calm and even surface, as well as a
homogeneous board structure. Particular care needs to be taken when using chipboards on a dense, solid middle layer;

failure to do so may result in adhesion problems or "pressing through" of the middle layer.

RIBREEHATIEN, LAEFIERIER, thRRMRBURTHEHRE, FIREREEMAPEETHER. ERREHRFRR L
Mo REEZRIEKEZ(R (FKA8%) BEARHMKIEEE LT - I EFESET F IS8 « BTFREFMAREBL4HT
M, XELAITERES A EA R EEG RN, SHXERM S SEBENAISIER. TIEINNITERRRBEAENT T
Correct core board selection must be observed already upon profile execution, i.e., depending on profile depth, the use of MDF
boards may be necessary. Particular care must be taken when using plywood panels and veneer boards. A low timber moisture
content of the boards (< 8%) as well as the conditioning of the different materials are particularly important — see chapters
Storage and conditioning and Cutting. Because of the layers of glue and the changing arrangement of fibres between the layers
of veneer, it is more difficult to mill a profile than it is with chipboards or MDF boards; milling these boards also results in
uneven wear to the saws. Cutting should follow the direction of the fibres in the top layer of veneer.
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EEIRE

Profile milling
BERATHAITRNTIARERSEHIHER AT ESMERRETHHNRE, BEHRLER. %Kik, TIEIREFIERAER
2. BEERSNAMEESIWERE, FIMRSHAIRENRE (JWE. RUNALEERNE) . JTEOEFIMEITAES TTESIERN
WHIEN—H. ERBENTIEESSHEINBEREZARERTENGHE BN, EEMEMEAIESREE. M N+ELEEE
RENSEIEE. —BStHIdRRTME, EREREE BB RF. BSRNEEERBIFEEE.

Carbide-tipped or diamond-tipped milling bits (for large series) are generally used for profiling the core boards. There are
various factors that determine the milling quality, including feed rate, RPM, the number of cuts and the quality of the core

board. The quality of profile milling (blade marks, protruding chips, etc.) can be improved by using diamond sanding disks or
sanding units. The choice and design of tools should be discussed and agreed with a tool manufacturer. It is important for
profiles to be milled with precision, and stepped cuts and incomplete milling should be avoided; there may otherwise be
difficulties at the postforming stage. The creation of small radii in particular demands extreme milling precision. It is also
important that any dust and loose chips are removed by brush, air jet or suction once the milling process is complete.

K

Bonding

BT BRELFIE BN NG E T IR BRI ST I R E A 4A H AU BN AR 2L, W FEMBEMIIZMAEE —ERRE. TieEmME
AR, BA AMREOREGEIZE B B A BRI T:

In addition to the recommendations and adhesives for surface bonding mentioned in the section Adhesive type and bonding,
certain restrictions apply to postforming. Irrespective of the postforming process, bonding of the laminate is generally carried
out in two production stages:

» P8 L R AR SRR RS EE L (IEEFEE)
Step 1: Bonding the surface of the laminate (front and back) on the profiled core board
» PR 2: ERAEMTERERESEIREAEEXE (FNL) #HTH

Step 2: Bonding in the profile area (rounding) within the postforming process

—Rskif, MEREIEREN RS HEESRE, THSEEREARIERST (RERIE) M. BTFEREHREKIENRTIZ
PR PVAC R, BERRENYIAIEE WFIREIRTE . X3HEER ARMEI HRHER.

As a general rule the amount of adhesive applied for gluing a surface should be such that none oozes out into the profile or
rounding, especially when using condensation resin (urea-formaldehyde resin). The adhesives used for gluing in the profile area
are special PVAc adhesives with rapid initial adhesion and a quick setting time. This is necessary to "accommodate" the
aligning forces of the laminate.

IRZB R R R ST BIE RIAYI R

Always follow the instructions of the respective adhesive manufacturer.

BEXEREMITE

Stationary postforming procedure

BRI ZHEENERETE, BEXE RN T L E BRI GEEEFMRIRR . CERTD/RM R R IR/ N EHE
REF. EIERNEMRE (KF) FBZET, BRLABITUTIUERESSR:

There is a considerable variety of stationary postforming procedures, but only the commercial process that uses contact heat is
explained here in more detail. It allows the production of convex postforming elements in small and medium batch sizes. Before
the actual postforming (forming) is started, first the following preparatory production steps must be performed:

y BB L BRI AR SRR RS E R L (EEFEE)

Step 1: Bonding the surface of the laminate (front and back) on the profiled core board
y  FE2: SREHAREE/ SRS m TR AU BRI

Step 2: Flush trimming the laminate on the rear and/or any necessary profiling on the rear of the core board
» DR 3 AR PVAC (BRERER £ AR) AL S FINEANT 52 BYRE AR E _EFTEAR O SE R B R XS

Step 3: Applying special PVAc adhesive to protruding laminate and the profile area of the core board
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BRI, ESWERIETRBEEMZEIRELZTT, BARBARE TR Z N X A—FRE AARAEIRE R AR

HY - E 29, EREAS - ARHERR SERMNESHE - 2B ERTEN. . MENFIR I EBIRAT -
W& 30-32.

During the first production step, it must be ensured that the laminate protrudes over the core material to the front in the
necessary width according to the core board thickness and profile design. This is known as a laminate flag or laminate
projection — see Figure 29. The postforming itself — the reshaping of the laminate and the simultaneous bonding with the
core material — is carried out using a flat, heated, pressurised and movable metal bar — see Figures 30-32.

B 29: FhAARRHERS & 30: #EIBEEERFHITRAE
Figure 29: Laminate projection Figure 30: Postforming by means of a movable metal rail

B 31: BAARERE B 32: BrAiREmE
Figure 31: Postforming the laminate Figure 32: Postforming the laminate

& 33: ERELNEAME
Figure 33: Finished postforming edge

IR JRAR = A R R B AR IIA R B A B T B AR . BB AR AT AR /T T4 150°C £ 200°C Z 8] imBERTRESZLLT
Ak

The contact heat from the heated metal bar has the effect of heating the laminate up to the required postforming temperature.
The necessary temperature of EGGER Laminates lies in the range of approximately 150 °C to 200 °C. The temperature may
be influenced by the following factors:

»  BAXAREEFIEE Laminate thickness and decor
»  EEREXKIEANRELSIZEEFNERE Adhesive type and quantity in the postforming area
»  FRBYES{{ER Deformation rate
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Eitt, EEREERkeR, HEEGEREKEN IR EFEEE. —BX2ERARER, RIFEEENNEBREBIEREE
BT ERISEHIAERS, MBI AR S0 ES. FILURSIERESSRRPEEFFINEE, NMALEZERE. RBIRER
B, NERTELSHHARNAE (B8) ; 3—FE, NRRETE, WTNERERARS () .

Precisely controlling the laminate temperature in the postforming area with the help of a temperature sensor is therefore very
important. Once the postforming temperature has been achieved, the metal bar, remaining under constant pressure,
automatically follows the outline of the profile on the postforming element, thus joining the laminate to the core board. The
speed of the sequence of movements in the postforming process can be controlled, thus enabling the temperature to be
adjusted. If the optimum temperature is exceeded, the result may be delamination of the laminate (blister formation); if, on
the other hand, the temperature is too low, the likely result is that cracks (fractures) will form.

BEBUERETERURTREENZ DI AREE, EHEEURTIREIGERIEE. AT KIRETAAERK, B ARG R NHERR
IAFTREL . BHER AARSIF R HIERN A A TEME, XA AE ER BREN 7 e TR - RIS AL
The deformation rate essentially depends on the amount of energy and the laminate thickness, but also on the profiling of the
core board. To prevent the laminate from drying out and heat from being lost, the laminate must be warmed through and
postformed as quickly as possible. EGGER Laminates should preferably be postformed in the same direction as that in which
they were fabricated, this can be recognised from the direction of the sanding marks on the reverse side — see section
Adhesive type and bonding.

ESREAERETE

Postforming in a continuous operation

EEREXERE I ZI B EANBEEXNERE T ZIRELF. EERAMERIER, TESREES. KAENERTE
PO, FEXE, BRI AEZ S eV FERN A RER. AR R IR, BERNRE (R/hF
) FERHERTAFERSSREELE KRS, s, FEREMIIZHEISKAERE. BURTI #igt, vENE-SRE
TR HAELT. ZEREANL] HORAISEHIAE (B ISHIREY) KB ARATERAIES (S IAERG) RIT7ESERREME Z
HIE M. AP LZHEE—EMNLRS.

Postforming in a continuous operation is more economical than the stationary postforming process described above. It requires
the production of large series and is not suitable for item production/batch size 1. This method is only suitable for producing
convex curves. Here, again, the laminate should be deformed in the same direction as that in which it was initially fabricated.
Although transverse deformation is possible in principle, it does involve considerable limitations with regard to postformability
(minimum radius) and the component dimensions; the postforming process is, moreover, considerably longer and more
difficult. Depending on the design of the facility, the necessary production steps are carried out sectionally and/or continually. It
is a requirement with both plant designs that the profile milling of the core material (see section Profile milling) and bonding of
laminate and substrate (see section Bonding) take place before the actual postforming. Both concepts have their advantages
and disadvantages.

AT 23 ZHEBE ARIER 251 200 (HBFR:A L 492 R AESHREX R T T Z 3 i2097R 601 :
In the following, the postforming process in a continuous operation using the EGGER model series 200 (also L-profile):

»  RESHIREE, ERE T RAREENS) B TEER R E LR AR - E 34,
After the profile has been milled, the postforming element (also press part) is pressed by surface bonding of the
laminate on the front and reverse side — see Figure 34.

y FERBERGHE—S, HEABITIMIGH BTREBESLRERR. BIPBR LR, REHAMRHEEEGH
B STEAMRGTE, MBS KRB EEHSHI MR B TR RIS &S - B 0E 35.
In the first section of the postforming system, the pressed part is progressed to its final profile shape by additional milling
units. With the L-profiles, only the rear side of the laminate is milled flush with the core board and the front laminate is cut
to the required projection — see Figure 35.
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» ESETESY, ERELRF/ BB SIER R PVAC (REGES C 16 AR) B FIFEINEI AR AR KRR E Ak AT #RIL
FEAMSRIRIFASE T, BEROKISSMEMER N RO IFEEER - LHE 36.
In the second section, the special PVAc adhesive is applied evenly to the core board and the laminate flag using a
glue roller and/or spray nozzles. To ensure an adhesion both now and in the future, it is extremely important the bond
is applied evenly to both surfaces — see Figure 36.

y HEEZESH, SHEMRRE PVAC GREAER CIRHE) MaTIIX, RMFIFMERKkS%ELR, NMHEE, EEMRF. Er,
Bh AHUBIT LI IMR IR A AR LM . X AR Z AL - IES7.
In the third section, the special PVAc adhesive that has been applied is aerated, the water contained in the adhesive
evaporates, thus activating it for the deformation that is to follow. At the same time, the laminate is heated up by an
infrared heater to prepare it for the deformation process. This is sometimes referred to as "plasticising" — see Figure 37.

» HEEESF, BREIRERE. KB (XEIHF) RATERENAE LALHIRI AR EFENENK, ERRERES
BRBIAARES AR, RIRBEMENR MG RESES, FEER BRI SERAEE - SE 38-41.

In the fourth section, the deformation process itself takes place. The forming rod (also bending rod) is used to draw the
laminate in the direction of the profile. In the pressure zone behind the rod, the laminate is changed to its final shape
using profile and pressure rollers, i.e. the profile and pressure rollers generate the compression force required for
adhesion and within a short time the laminate is bonded with the core board — see Figures 38-41.

y EERBIP, MERBTHHITREERMI. $3 LAERMNT, EmRHMAHMRETHNEERETBRBSEEHTS
YeEle ST U BT, RAEINEEEF/ SiEEZET - SIE 42,
In the fifth section, the final reworking of the postforming elements is carried out. With L-profiles, the projecting laminate
on the front side is milled flush to the rear side of the element, and the fibre milling rebuffed as necessary. For U-
profiles, a sealant and/or hot-melt sealant should be applied — see Figure 42.

& 34: BBA KRR A L [ 35: By AIRREERS
Figure 34: Bonding laminate to core material Figure 35: Laminate projection
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[ 36: BADHERE & 37: #ARE AARSRH ARG,
Figure 36: Gluing the edge Figure 37: Heating the laminate projection

B 38: FiAREmME 39: BiAMRERE
Figure 38: Postforming the laminate Figure 39: Postforming the laminate

40: FEMERS MAREI— TR Bl AL: FRRARS AGRENAE
Figure 40: Pressing the laminate to the radius Figure 41: Pressing the laminate to the edge

B ERIBES Postforming edge

147 300/3 £ Model 300/3 sealing
K UV ZEHERE UV lacquer coating

N 54K Balancer

42: EtEENRESERKED
Figure 42: Underside EGGER Postforming Worktops
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RS [ A
Shape gluing / cold-forming

B AR — MM S FIIN DR FR ST EH, BIMA SRR AREE T . B ARIEEESIEAXLTRISITREN . EHKE
KARBIFTFRIEEE 4 0.80 mm; EEAIRGAAR, 400.60 =K, AIAAVFIITE/NG¥Z. A, XEREEHEERHRITOVRH X
LeER, BIUE AR SRR ARSI EN R Z B4R - WE 43 F1E 44, ATZSHPKEREEE, BASHENTZESERE
tb, EMNERSIL, AAESHEERN.

One advantage and processing option of laminates is the implementation of curved, i.e. concave or convex, laminate bonded
elements. EGGER Laminates are ideally suited as decorative coating material for these elements. Laminates with a nominal
thickness of 0.80 mm are used as standard; thinner laminates, such as 0.60 mm, allow smaller radii. However, these shaped
parts require special core materials that meet these requirements. The use of bendable plywood panels or alternatively
slotted MDF boards is recommended — see Figures 43 and 44. Bendable plywood panels are preferred as they provide easier
edging and higher screw pull-out strength compared to slotted MDF boards.

E 43: AIZHBRAR B 44: FHEEMPEER
Figure 43: Bendable plywood Figure 44: Slotted MDF core board

B KAR BG4 B BUANSESE MG & Rt B 5 A4 & 5kSCH — A 45, #HEEF— MK BEHATELNHEEES, fla, ATk
8, &f, PREVNSBEHHRNEZEN. ERAENER, EZAMGHEES RO, NREE — SIE 46.

Cold-forming and perfect bonding of the laminate can only be achieved in combination with templates — see Figure 45. The
templates are shaping and are used in the usual manufacturing processes, e.g. manually by clamps, ferrules, veneer presses
or by means of special vacuum presses. With an appropriate template, even more complex shapes such as a piano lid are
possible — see Figure 46.

45: {E FERMEEE —ERAREMG 46: HHBHAREEAIRTZ AR SR
Figure 45: Gluing a shaped part using a template Figure 46: Bendable plywood with laminate
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RRFFIFRK IR FFERAIXE, BAESENRTUARCENTZ S RITENR B MERER. FlI, —EEIRES R
HIEMLRS B M ES B R SR EHRAE SRR EELA .. XERMHKRSRES EERMREBERNR AR —EHMEEERTR, Ae
BEEO

The choice of adhesive and glue requires special consideration, i.e. the size of the shaped part as well as the time for the
necessary process steps must be taken into account. An important criterion is, for example, the processing time of the
adhesive, which must be matched to the individual plywood layers to be glued. These individual plywood layers are placed in
the template together with the laminates for the front and reverse side and then pressed.

TR BB LR E R FREEH, Bl fE FRME RARHRIE ARG AR T4 - IR XIFREEHF0ERS -
A symmetrical construction must also be ensured for shaped parts, i.e. a laminate balancer of the same nominal thickness
must be used — see section symmetrical construction and pressing.

HERBENERETZH, BAREREESE MG ElkidiEdh, TUNLFTTHIER @K B P BB KIRAIATRE+1ZE
HITTHSEE N o FERBEMEREF, B ARRERERMENITANC R B, X MENSBAVENSE, BIBG ARBIR/NFERIR
T BT

In the classic postforming process, the laminate is briefly heated with exposure to high heat. In this process, deformation
parallel to the direction of manufacture is common and the possible radii are normatively defined for type P laminates.

In the production of shaped parts, the laminate is cold-formed using a template and pressure. There are no

normative specifications for this cold-forming, i.e. the minimum radius of the laminate depends on various criteria:

»  BiAARFER Laminate type
P BB MR BFIF IR/ R S BUFH ARZER (GIINESE &R) FEMTAEXHFZ.
A laminate type P is advantageous for small radii. Laminate grades of type S (e.g. laminates with coloured core) require
larger radii.

» BARFEFA Age of the laminate
B MR TEAE = IR BN R B RS IR . B ARREUT RS RF MR 210EN: £7F 6 MARNRRERMNEHRE
I =mm. 7= HHRENERS AR EH.
Laminates are more flexible immediately after manufacture. Laminates harden and the process is influenced by storage
conditions. Rule of thumb: up to 6 months after manufacture is ideal. The date of manufacture is printed on the reverse
side.

y BAXIRMEE Laminate insert
REBEHERENIEEE THEAEILFHTFHER@ERS — IE 48 FE 49. NEEHTEE A E LB KIRHIET
a — L& 47,
Post-forming transverse to the direction of manufacture is easier with cold-forming than parallel to the manufacturing direction
— see Figures 48 & 49. The manufacturing direction of the laminate can be seen from the reverse side sanding
— see Figure 47.

y» =R~ Size of component
VENTZERER/ R ER S LE,
The necessary process steps make smaller components easier to handle.

»  EFFREhFEELE Production possibilities and fabricator experience

AFXEZminE, BEEEFRHITES NI UK.
Due to these influencing criteria, it is recommended to carry out appropriate preliminary tests before series production.
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B 47: #ERE 48: FATTHIETE & 49: EETHIESE
Figure 47: Manufacturing direction Figure 48: Parallel mfg. direction Figure 49: Transverse mfg. direction

WRFF BB E S SR ARG S, GIIMEREMERRT, WXIUEEHAYSNREE . EENREBHRIIES, A
RIRFMRE S, BNARSERREMG ERERRINS. BTMIRETEYNE, MFREEME, REEEERECEE R ERRE
AR BB o

If prefabricated shaped parts are subsequently bonded with laminate, e.g. with the help of contact adhesives, then care must be
taken to ensure uniform surface pressure. It is important to ensure uniform adhesion and not selective pressure, as otherwise
faulty bonding could occur in the shaped part. The use of contact adhesives for shaped parts can only be recommended to a
limited extent because processing errors cannot be corrected.

TR A BB A/ S BBV PR, BEAR B A MEME R R EE, FTASKHJLFERERIA A,
For special shaped parts and/or series production, there are companies that specialise in curved and rounded shaped parts
and can realise almost all applications.

AT 2 T s B T A/ St B A P TT AN BX 2R A B Rfl:

The following is an example of a contact for special shaped elements and/or series production:

» Holzin Form Niedermeier GmbH
SchloRstralRe 65
D - 84163 Marklkofen / Warth

Phone: +49 8734 937550
E-mail: info@holz-in-form.de
Website: www.holz-in-form.de
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E#&

Lacquering

REER, BIERLRR/MERERI AR BTHBARESR, RETENFEER (RAXA®) I ERGME. TEML
(EA#RAE) BRI BT ERF IS

For subsequent lacquering, it is recommended to use EGGER Laminates Painting Grade / Bonding Grade. With this laminate
grade, the unsanded coloured front side (black or white) can be lacquered or also glued. The reverse side is sanded (as
standard) and can be bonded with commercially available adhesives.

— M RATRBIRITHIIRE, MRS EREE - S 1E 50.

An application example is the coating of door elements that are subsequently painted in individual colours — see Figure 50.
MFFIAITHRRE, 1TATAAE RRIBs AR AFREE A 0.15 mm.

For the coating of e.g. door elements, the door industry uses the laminate nominal thickness of 0.15 mm.

B 50: {ER LR/ AEEREMHEE MRHAIT LR
Figure 50: Painting a door with EGGER Laminates Painting Grade / Bonding Grade

MFIEE LR, BEiER 240280 fiEHHER” WERAUBRREREHREY. ATEMIFNREEERS, FEATHEM
izt

For lacquering the front side, a "cleaning sanding" with grain 240-280 is always recommended to ensure that there is no
residue on the surface. Due to the wide variety of primer and varnish systems, preliminary tests are also urgently required here.

EHTBERT, BEIZBFRMRES] KNI,
In any case, observe the processing instructions of the respective lacquer manufacturer.

FREAR

Flame retardant coating

B MR BB ER SR AR K EMER RE RS ERTHIRERR AR SRR AR ATREMES &1 MRS ERA
&7 PRIRERE MRES SRR ERESEA, EARITELFEMER .. 5HENE S THNASRNIHENT A K HAEEmZKANA
Xid. HREEEMES BLFEER AZEH ML HEK.

Laminates are the ideal solution for horizontal and vertical surfaces with medium to high stress, as well as for curved or rounded
elements. EGGER Laminates Flammex Flame Retardant are offered for the production of flame retardant laminate bonded
boards. Laminates Flammex are suitable as decorative and flame retardant coating material in combination with flame retardant
core boards. Combinations with corresponding composite elements enable applications with increased requirements for fire
resistance. They meet the requirements of the German building material class B1 and the French fire resistance class M1.
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“A2-s1, 10" B m, AT THERAMIEFAERINE ~mATHEE:
Non-combustible products of the "A2-s1, d0" variant can be purchased in the decors of the EGGER Decorative Collection
from the following manufacturers:

»  Eurodeco Wallsystem GmbH Ed. Heckewerth Nachf. GmbH & CO. KG
Ramsried 20 Siemensstralie 13
D - 93444 Bad Kotzting D - 32120 Hiddenhausen
Phone: +49 9941 908850 Phone: +49 5223 987-0
E-mail: info@eurodeco-wallsystem.de E-mail: info@heckewerth.de
Website: www.eurodeco-wallsystem.de Website: www.heckewerth.de

ok 1171
Wall cladding

HMTHEEERFHERMFLERYE, EERARMEREE TENERAA. RNEILMNBHRESR/ N A 16 EX. EHRINIES
THZE, FENEETR. NHRERSEEBNESREBRETTENSRRIE. MRANREETENKS . IEEEEE
— R ISR R A= T T

Thanks to their robustness and suitability for everyday use, laminate bonded boards are particularly well suited for use as

interior wall cladding. We recommend a minimum board thickness of 16 mm for such applications. The substrate (wall surface)
should be completely dry before attaching the composite element. Always ensure sufficient rear ventilation or acclimatisation

of the boards. The material may not be exposed to trapped moisture. All parts to be joined together must follow the same
production direction.

BT EiRX

Substructure and rear ventilation

B MR MG TR A (B E 2R R ] S AN R ELE R R B 45 L, Uyémiﬁﬁmm52#ﬁﬁim BZE X - W& 51, 7T
TRAH, KEEMRIFM AR AR E R B E R A THESR

Laminate bonded boards must be attached to a stable, corrosion-resistant and force-fit substructure that securely supports
the weight of the wall cladding and ensures ventilation behind the elements — see Figure 51. In dry construction applications,
the attachment of the substructure and the laminate bonded board must be anchored to the stud framing.

E51: B KHREEAREAIFERE R

Figure 51: Substructure for wall cladding with laminate bonded boards

ZEHHE RS IIRIER BEMIERNEERITEHE. THIIEARNIERGESEEM. Bk, PARBERIERE RG0S
LamEEMREEBHEK, AMiEREMEEFE. BREE VNG5 E—N.

The selection of the fasteners has to be tailored to the substructure and the weight of the wall cladding. Different climate
conditions in front of and behind the elements can lead to warpage. It is therefore essential that wall cladding with
laminate bonded boards always makes provision for adequate ventilation to the rear of the boards, which allows
temperature and humidity to equalise. Ventilation must be towards the room side.
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MRTE B EEERERR/NF 2cm, SEESRIRERKET MEM L FURERA KRR BRI TIAE. XLRRSE
ERW RN, ARG KEERIREAYT, EHTHEEHEAZERERUAA D,

If there is no rear ventilation or a rear ventilation gap < 2 cm, absorbent mineral substrates, such as walls or plaster, must be
pre-treated with waterproof, elastic barriers. These barriers are generally painted on and prevent water from penetrating into the
masonry, which is essential for an application in humid conditions.

HEHERBEATESRB. AREEMKFERERN, RRAEINEEHRIZEEBHEX. KRESHNREEEERE/ERKRE
TR Ho

Vertical battens generally permit air circulation. Where substructures are arranged horizontally, an appropriate construction
must ensure that adequate ventilation is provided. The substructure should be vertically plumb to allow tension-free

mounting across the entire surface.

BENEEFHEREENAS, BEINERMH.

Suitable substructures include vertical strips of wood, aluminium or wood-based materials.

MEBREEMIRREERATMENE A THNEE. EEMNEREMARAERNOMEXNAWmETLE, Ne=UmEZEER. EEH
RIERBGEIIR R AR KR SRR S KEZEREZER. BHARWUERLEERESE LTSRS SR A .
The maximum spacing of the battens or the substructure depends on the composite element thickness used. It is important to
ensure that air inlet and outlet areas remain unobstructed so that air circulation is not impeded. Also ensure that the moisture
of the surface to be panelled does not differ significantly from the moisture of the finished component. The mount of the
laminate bonded boards to the substructure can be mechanical or glued.

PR

Mechanical mount

Bl RS RS TS IE T E R R ESEM B . AR EREHRIMMKERHNE SFESMERER. SERAAMEAERSEER,
WER EPDM (ZTCRBER) TR

Mounting is done via screws or rivets on the substructure. A sufficient expansion play and the right positioning of floating and
fixed points must be taken into account. An EPDM tape (ethylene propylene diene rubber) must be used for decoupling when
using wood as substructure.

B BF R B E ARG AR EAR AT A B AR D, LAl MAIBIE S A EEW. FEXERFRIREN B 8. RESEREHBMHERR
KEGMEE. RIBMAFNEERS, Z—MIERTHRIUEMEHITAE. AISSHEMFNEN IRE. SNTRETREENRE
Bk, wAREE RGBT ERA SRR X418 B B B BRI E A AR 2B R FF AT I,

The concealed mount of laminate bonded boards by hanging permits straightforward disassembly and appears more visually
appealing in comparison to visible mounting methods. Removing the boards is quick and simple. Cables and pipework installed
behind the elements are easy to reach. Depending on the chosen mounting system, another advantage is that the elements
can be adjusted later on. Tension-free mounting of the elements is also possible. For all mounting methods that involve
hanging, sufficient space must be allowed to raise and lower the elements. This air space or "hanging space" remains visible as
a shadow gap.

IR FHNFBTRE, TEKERESEMTIIEEFMEME R AREER LNES S, ATETFRE, BESH EEENILE
Ho BHMRMNERTH ENBGSIANBIETHNENTE, BESHNER MR, IATEREREZESRE. ATMERIAR
REWHEE z REMH HEESH. IREFRESRAEETE SN RS REEE, WA SINEREE-

If profile strips are used, the horizontal substructure is grooved to accommodate the rebate rail attached to the laminate

bonded board. For ease of fitting, the tongue of the rebate rail should be thinner than the groove. The rebate rails on the
composite elements should not extend across the full width of the elements, they should be intermittent to permit vertical air
circulation. Rebate rails made of plywood or metal Z-profiles can be readily used. If a secure screw joint cannot be achieved
with thin composite boards, additional gluing is also possible.
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EAILUE A BREHRGIEARPHM R R RGOSR IER AR - IE 52 EENRGVIRBFIERNEICEER, MBRRERE.
Alternatively, systems with metal mountings are also offered for non-visible mechanical mounting — see Figure 52. The
chosen system must be used according to the manufacturer's recommendations to ensure secure installation.

5 A AR E 4R laminate bonded board

FEHRELEH vertical substructure

Al B R EENKFR B L4 horizontal substructure with mounting for suspension
BEARFIBSIEZNEEEEMY non-visable screw connection of the metal fitting

52: WERBERHNRREHERS

Figure 52: Substructure system with metal fittings

Glued mount

B AR I TR AT AR (i AR R T R A B R E R B 418 L - B 53. HEAAWRIEARBLSEGR, BREGARRINEASE
—%, DHRERERME HFREHS.

Laminate bonded boards can also be fixed by bonding using an adhesive system on a force-fitted substructure — see Figure 53.
When using wood as a substructure, it is necessary to apply a primer as a preliminary step to ensure secure adhesion and
moisture decoupling.

EABRT, #MRIZETFERFTIEST KAIMIIRAR.

In any case, observe the processing instructions of the respective adhesive manufacturer.

B A#RIEE 4R laminate bonded board
JRE£H substructure

B% adhesive

WER double-sided adhesive tape

B 53: ¥WEAES SR ARMRESEN L
Figure 53: Bonding to a substructure made of compact laminate
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PGB IGERE

Care and cleaning recommendation

HTERHAMKEEAMZYE, DEURBERYE, IAREEEMESEHRIFE. —kE, BARKRERESHITEE. XEFE
ATHEERESIENBI AR =M. NEEEAEBEARBEERSHEET, EARMEEH SN = mREREE ST R mF
SRR fRRE.

Due to their resistant, hygienic and dense surface, EGGER Laminates do not require any special form of care. Generally,

the surfaces are easy to clean. This also applies to textured surfaces. Do not use sanitary cleaners or detergents with

abrasive components, as using such cleaners may lead to changes in the degree of gloss and/or scratch the material.

FHER, BSERARGREN SIS mkf m a1 EEE .
For detailed information, please refer to the technical data sheet Cleaning and usage recommendations for EGGER
product surfaces.

R FRER

Additional documents / product information

MRBAES XTI HEMNEE, BHRAMTAR:
If you have any questions regarding processing, please get in touch with our contact persons:

» Bk RIFRFeAR - ERERTI
Laminates: Application technology Gifhorn plant
»  EARHIE XL BIKAR RIFERA — L8 T
Laminates XL: Application technology St. Johann plant

BAATXHHHRNESFER:
You will find further information in the following documents:
y SNIIER “EREER AR
Processing instructions “EGGER Laminates Micro”
y BORHER “ERGARTEER
Technical data sheet “EGGER Laminates Balancer”
» BARHER “EREIANR - SRIPE
Technical data sheet “EGGER Laminates with protective film’

y BAREIER "B - BRAT

Technical data sheet “EGGER Laminates for whiteboard use’
y FAREEEER "B AR - W

Technical data sheet “EGGER Laminate resistance to chemicals”
»  BEAREIER “EREAREESFEEYL

Technical data sheet “Cleaning and usage recommendations for EGGER product surfaces”
»  BAREER “EEEAWRT

Technical data sheet “EGGER Laminates”

”
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Provisional note:

AEARBIERABRNSEAFTABORS . BIRKELRARMZNURIFFERNBIHEKE. ZXHRESE, TIEAF RS ESSHRAEEAMENER. ROHEMER. RERH
HEIRBENRIEIRMARIBEMEE. S, BFEERHAR=ROFEALR. HXFRITENREEXHNEERR S ~ERARBENES. Fit, ZXHRBREERAERRBERIEE
AR EBRATFHRNE—BETGE .

These processing instructions were prepared based on the best available information and with due diligence. The information provided is based on practical experience and in-house testing
and reflects our current level of knowledge. It is intended for information only and does not constitute a guarantee in terms of product properties or suitability for specific applications. We
accept no liability for any mistakes, errors in standards, or printing errors. In addition, technical changes may result from the further development of EGGER Laminates, as well as changes to
standards and public law documents. Therefore, the content of these processing instructions cannot serve as instructions for use nor as a legally binding agreement. Our General Terms and
Conditions of Sale and Delivery apply.
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