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Development of a Former for Composite Panels Made
of Rubber and Wood Particles

with a High Viscous Adhesive (0 )

- A former for the thin sound-insulation panel-

ShinyaSHIRAKAWA Hideo HORIE Jun-ichi KUBOTA
Yasumitsu ANDO Tatsumi YOKOMAKU  Seiji WATANABE
Naohisa OGAWA  Katsutoyo KOMURO

Composite panels made of particles of waste tires and waste wood with a high viscosity urethane
resin (one-component and moisture curing adhesive) are used as a floor heating material for systems
using hot water and as a sound insulation material.

Mass production and cost reduction of such composite panels are difficult because thay are made
by hand at present.

We developed a frame with a bottom caul and practicable forming machine instead of hand forming
for thin sound-insulation panels.

There was no serious problem when manufacturing by the machine was examined, and performance
exceeded that of commercial panels. Through process analysis, it was estimated to reduce manpower
needed for production from six to two.

key words 0 forming machine, composite panels, high viscous adhesive, rubber particles, wood
particles
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Fig. 1. Improved forming process by the developed former.

ggobboobooooooooboobobooooo
ooooooboboobobooooogooooooo
00000000000 D0moODO0oOooo
DDDDDDDDDDDDDDDDDDDDDDDED
gobobooobobooobbboooobobooo
ooooooooooobbooo1o™moooo
ooboo0ooooboooobboooobomo
gobooobbooonooboobbbboooon
ooboooooobm@ bObOOoOoobobOoooon
goooobogbooobobooon
ooboooooboooobbomoboboooon
oobooooooboooobbooobobbooo
ggooooooobbbobbo@moboobbbobooo
oobmoooooobbooooboboooon
oMo oboooobbooooooboobn
oobooooobooooboboooom™mon
mooodooooooooobbbboboooo
googgo
3.2000000000000000¢0
go20000g0oooobooobobooobmo

g30

020000000000

Fig. 2. Improved forming process by the developed
former.
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Fig. 3. Developed full scale former for the thin sound-insulation panel.
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Table 1. Comparison trial panels with commercial panels for weight and dimension.
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oo No. ooo to the forming to the forming  Average variation of
A kind Manufacturing Weight direction direction of thickness thickness
of panel No. (kg) (mm) (mm) (mm) (%)
1 4.082 904.0 905.0 6.05 1.3
2 3.995 904.0 905.0 6.01 1.7
3 4219 904.0 905.0 6.11 1.7
4 4.109 904.0 905.0 6.09 1.8
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Fig. 4. Comparison trial panels with commercial panels
for thickness.
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Fig. 5. Man-machine analysis of the production process of the thin sound-
insulation panel.O]
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