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Abstract ;

This study focused on enclosing a steam-injection press, to eliminate any steam leakage,

to produce low density (0.3 g/cm®) fiberboard. After reviewing this technology from previous

studies, the authors designed an orthogonal experiment to optimize the process parameters for
making low density fiberboard. The results indicated that when 10% resin content, 160 °C pressing

temperature, 10 s steam injection time, and 10 s/mm pressing time were used, the properties of
fiberboards met the requirements of national standard GB/T 17567-1999.
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Fig. 1 Effects of steam-injection pressing parameters on
fiberboard MOR and MOE
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Fig.2 Effects of steam-injection pressing parameters on
fiberboard WA and TS
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