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Cold Press Laminating

User Guide
Cold press laminating is desirable when large numbers of like-sized materials need to be glued.  The materials used can vary widely.  Cold press laminating normally falls into one of three categories; panel-on-frame, veneer/solid core laminating, or high pressure laminate gluing.

Spread

Generally, 200 grams per square meter of glue line is adequate.  Lower adhesive spreads require better stock tolerances and shorter assembly times.  Commonly, a mechanical glue spreader is used to apply a uniform spread to the gluing surfaces.

Assembly Time

Assembly time can vary greatly depending on the adhesive used, glue spread, porosity and moisture content of stock, environmental conditions, etc.  A small bead of adhesive squeeze-out around the perimeter of the bottom panel in the stack is desirable.  Generally accepted assembly times range from 5-20 minutes.

Tolerances

Gluing stock should be uniform in thickness.  Variation in thickness should not exceed ±0.125 mm.  Sanding to thickness should be performed using higher than 50 grit abrasives.

Pressure

Pressure is dependent upon the species or material to be glued.  Direct contact of the gluing surfaces must be achieved to obtain maximum strength.  Recommended clamping pressures:

	Substrate
	Clamping pressure

	High pressure laminates
	2.1 - 5.6 kg/cm²

	Solid core stock
	7.0  - 10.5 kg/cm²

	Veneered constructions
	7.0 - 17.6 kg/cm²


Press Time

Press time is dependent on the adhesive used, gluing stock type, moisture content of the stock and environmental conditions.  Typical press times range from 30 minutes to two hours.  Press times should be determined under plant conditions.

Minimum Temperature

Curing temperatures should be higher than the minimum use temperature of the adhesive.  This includes the temperature of the stock to be glued, as well as the air and adhesive temperatures.

Cold Press Laminating

Trouble Shooting Guide

	Problem
	Possible Cause
	Recommendation

	Total delamination with little or no substrate failure
	Pre-cure (no glue transfer)


	Increase glue spread.



	
	Low pressure (poor contact)
	Decrease assembly time.

	
	
	

	
	Short press time
	Increase pressure and/or

	
	
	increase press time.

	
	
	

	Spotty bond
	Uneven surfaces
	Calibrate cores to uniform thickness and/or increase pressure.

	
	
	

	
	Worn spreader rolls
	Replace or re-groove rolls.

	
	
	

	Glue bleeds through face veneers
	Excessive glue spread
	Reduce glue spread.

	
	Excessive pressure
	Reduce pressure.

	
	
	

	
	Wrong adhesive type
	Contact Franklin Sales Rep.

	
	
	

	Telegraphing of core defects or banding
	Excessive pressure
	Reduce pressure.

	
	Uneven or variable thickness
	Re-sand core, pre-clean core.

	
	
	

	
	Foreign material on core
	Reduce glue spread.

	
	
	

	Warpage of panels
	Excessive or unequal spread
	Make sure spread is equal on both sides.

	
	
	

	
	Unbalanced construction
	Check grain orientation & number of plies.

	
	
	

	
	Excessive moisture
	8 – 10% moisture content recommended.

	
	
	

	Brilliant white on glue squeeze-out and/or glue line
	Chalking caused by low temperatures
	Raise temperature of plant, wood and adhesive above minimum use temperature of adhesive.
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Every endeavour has been made to ensure that the information contained in this data sheet is reliable and of assistance to the user, but we cannot accept responsibility for any loss, injury or damage which may result from its use or misuse.
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