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Hot Press Laminating

User Guide

Hot press laminating offers the versatility of pressing many different shaped panels without extensive equipment changes.  Hot press gluing generally consists of either all veneer constructions or solid or composite core veneer constructions.

Spread

Generally, 200 grams of adhesive per square meter of substrate surface is adequate.  Lower spread rates require closer 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 the stock, environmental conditions, etc.  A small bead of glue squeeze-out around the perimeter of the panel 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 on 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
	150 - 400 kg/m²

	Solid core stock
	500 – 725 kg/m²

	Veneered constructions
	500 - 1200 kg/m²


Press Time

Press time should be determined under plant conditions.  Times will vary according to platen temperature and distance to the deepest glue line.  See below for suggested hot press cycles using lumber or particleboard core.

Press Temperature

	Distance to Deepest
	PLATEN TEMPERATURE °C

	Glue Line
	70
	80
	90
	105
	115
	120

	0.8 mm
	1’ 40”
	1’ 25”
	1’ 10”
	55”
	50” 
	40”

	1.6 mm
	1’ 50”
	1’ 35”
	1’ 25”
	1’ 10”  
	1’ 05”
	1’ 00”

	2.4 mm
	2’ 30”
	2’ 05”
	1’ 50”
	1’ 35”
	1’ 25”
	1’ 20”

	3.2 mm
	3’ 20”
	2’ 50”
	2’ 25”
	2’ 05”
	1’ 55”
	1’ 45”

	4.0 mm
	4’ 00”
	3’ 25”
	3’ 00”
	2’ 35”
	2’ 25”
	2’ 15”

	4.8 mm
	4’ 40”
	4’ 00”
	3’ 35”
	3’ 10”
	2’ 55”
	2’ 40”

	5.6 mm
	5’ 25”
	4’ 45”
	4’ 15”
	3’ 50”
	3’ 35”
	3’ 20”

	6.4 mm
	6’ 25”
	5’ 30”
	5’ 10”
	4’ 40”
	4’ 20”
	4’ 00”


NOTE:  Temperatures above 90°C are not recommended for high pressure laminates by their manufacturers.

Hot Press Laminating

Trouble Shooting Guide

	Problem
	Possible Cause
	Recommendation

	Spotty bonds
	Low spread
	Increase adhesive spread.

	
	
	

	
	Uneven core thickness
	Calibrate cores to uniform thickness.

	
	
	

	
	Low pressure
	Increase pressure.

	
	
	

	
	Cold spots in platen
	Check temperature with surface thermometer.

	
	
	

	Glue bleeds through face veneers

	Excessive spread
	Reduce adhesive spread.

	
	Excessive pressure
	Reduce pressure.

	
	
	

	
	Wrong adhesive type
	Contact Franklin Sales Rep.

	
	
	

	Steam blisters
	Excessive spread
	Reduce adhesive spread.

	
	
	

	
	High moisture content
	6%-8% moisture content recommended.

	
	
	

	
	High press temperature
	Reduce temperature.

	
	
	

	Warpage of panels
	Excessive spread
	Reduce adhesive spread.

	
	
	

	
	Unequal spread
	Make sure that top and bottom spread are equal.

	
	
	

	
	High  moisture content
	6% -8% moisture content recommended.

	
	
	

	
	Unbalanced construction
	Check grain orientation.

	
	
	

	
	High press temperature
	Reduce platen temperature.

	
	
	

	"Telegraphing" of core defects or banding
	Excessive pressure
	Reduce pressure.

	
	Uneven or variable thickness
	Re-sand cores.

	
	
	

	
	Foreign material on core
	Pre-clean core.
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