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Finger Jointing of MDF by High—frequency Plate Heating

Won-Tek So’

ABSTRACT

This experiment was carried out to investigate the high-frequency gluing characteristics of
poly vinyl acetate emulsion adhesive(PVAc) on MDF edge-glued boards, The edge-glued
boards were glued lengthwise with butt, scarf, or finger joint. The wastes of MDF boards
were reused as board materials, The obtained results are summarized as follows; the bending
strength of edge-glued MDF increased slightly with the HF heating time, but the economically
desirable heating time was 6 minutes, The bending and tensile strength of edge-glued MDF
were high with scarf, finger and butt joint, in order. The strength of finger jointed MDF
showed 80% of scarf jointed MDF. The effects of location of finger joints on the bending
strength of edge-glued MDF were larger than those of the numbers of finger joints, The
bending strength of edge-glued MDF with one joint on the middle position showed 40%

decrease in comparison with non-jointed MDF.

Keywords : polyvinyl acetate resin, edge-glued board, MDF, High frequency heating,
bending strength, tensile strength,
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(Table 1) Properties of PVAc emulsion adhesives
used for experiment

L Viscosity [ N.V,C.
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(Fig. 3) Relation between the cold pressing time and

bending strength of finger jointed MDF,
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(Fig. 4) Relation between the jointing method
and bending strength of finger jointed
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and bending strength of finger jointed MDF,
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