PALLET AND METHOD FOR MANUFACTURI NG THE SAME Abstract A pallet and a

nmet hod for manufacturing the sanme are provided. The pallet conprises a
pall et body, a skid to reinforce the pallet body and neans to interlock the
pal | et body and the skid. The pallet body and the skid are noul ded froma
noul dabl e conposition conprising between about 40 to 60 Wt % of a fibre

m xture and bet weeRALABTANI METHES FOR MANURACHHENDS TIE SEME net hod f or
manuf acturing the pallet begins by preparing the noul dable conposition. A
nmould cavity is |loaded with the nDuLgﬁghg“ﬁonposition up to about 90 % of
the capacity of the nould cavity beforeappl yi ng a packing pressure of

bet ween about 435 to 870 psi to the noul dabl e conposition. A predeterm ned

cl earance of befwapa aloutméthdd tor thabufiButifig A Rhdb RS pheLIRIEN The ffanst
moul d part defining the nould cavity and a second nould part. A noul ded

product | Soppristset] Prlicshodliea sloditd reimfares thehpatlet hedsnand aainisetodiotegosk theon i s
subst ant | aplailgt Igoléiryea%d the':: is; df el“l%e pallet body and the skid are moulded from a mouldable
composition comprising between about 40 to 60 wt % of a fibre mixture and between
about 15 to 45 wt % of an adhesive. The method for manufacturing the pallet begins by
preparing the mouldable composition. A mould cavity is loaded with the mouldable
composition up to about 90 % of the capacity of the mould cavity before applying a
10 packing pressure of between about 435 to 870 psi to the mouldable composition. A
predetermined clearance of between about 0.1 to 0.5 mm is maintained between a first
mould part defining the mould cavity and a second mould part. A moulded product is

removed from the mould cavity when the mouldable composition is substantially cured.
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