1 DECORATI VE BOARDS BACKGROUND OF THE | NVENTION Field of the

I nventi on 5[ 0001] The present invention,relates to a decorative board
obtained by integrating a plurality of papers, which are in a stacked
state and inpregnated with synthetic thernosetting resins, by neans

of a hot press nolding. Descri pioRaTIvEgdxkpged Art 10[ 0002] A
decorative board is used as a top board for furniture or building
material. In general, the decorative board includes brown col ored
kraft paper and decorative paper on one side of the decorative board.
The pl ur BACKGROUNDEOS TAIRINVEBNEgORt ed with synthetic thernosetting
resins and integrated by neans of a hot press nolding. A colored
decor at | Ecldod itk Insertivavent i onal |y used as a decorative board. The

col ored decorative 15 board includes a colored core |ayer and

super Bi ci[ab01]ayRbespresuiit iatantion telddshtos disorafivé Beardobiniaed GeT Ritdpditiie. a
The colored core | ayer has col ored core papers having an ash content
of 15 to ghraltybyfwedpels; Whiehesreeth tao sthekdlt $tatSGRA6ImpleRRN&] Wille synthetic
af orenenti oned conventi onal decorative board has a substrate | ayer
(col or ed thé&thosetiag kayar by meshssoffacidt pedsamoldiygrs with di fferent col or
tones. Accordingly, when it is attached as a top board onto a desk or
the li ke, the boundary between the superficial |ayer and the
substrate | ayer can be clearly seen. From a desi gn point of view,

t hi s si giddsciptidn of theRelaiedrfat es t he appearance of the cut surface. 25
[ 0004] One net hod known for overcom ng such a problemis a "unicol or
cor e 18ec @] ve\ Demrative bblasl 1susied ab artop boaerddiec durattineeorbmdldili msterial. In
attached to both sides of the substrate |ayer, and has the sane col or
as the sgssembttiee lerpetive boerdniethuides bwwnpeabehad iknaft péyer ‘and ideairativecgaper on
decorative board" includes three different nmethods. For a substrate

| ayer, 2nisideod the demsatvegapet. i demlicdty obpapes ate dop@ghated pathesynthietic
the superficial layer. For a substrate |ayer, Method B enpl oys kraft
paper havhergos¢iting angsing gindr indegrathé bie aueans | ofe apbggepress mélding. A colored
superficial |layer. For a substrate |ayer, Method C inpregnates a

bl eached deerptivephpae iniconventipaallyhusadersed feedrativeelsdand.h aEhe pedordndecorative
color as the decorative paper of the 5Ssuperficial |ayer. [0005]
Neverlfhelbegsl inghudpoa calores egre dayea anfl ghperiiciok laybisr lamimstrdcomboth sides of the
decorative board as conpared to the nethod enploying a kraft paper

for a subseiored eorp A%f._ ke epdered COE, laygychas colored core papers having an ash content

of 15 to 55 % by weight (referred to JP-A-9-136386).

[0003] The aforementioned conventional decorative board has a substrate layer (colored
20  core layer) and superficial layers with different color tones. Accordingly, when it is
attached as a top board onto a desk or the like, the boundary between the superficial layer
and the substrate layer can be clearly seen. From a design point of view, this significantly

deteriorates the appearance of the cut surface.

25 [0004] One method known for overcoming such a problem is a "unicolor core decorative
board". The "unicolor core decorative board" is attached to both sides of the substrate
layer, and has the same color as the substrate layer. The method for producing the

"unicolor core decorative board" includes three different methods. For a substrate layer,



decorative paper is not as strong as the kraft paper. This results in
decreased flexural 10strength, decreaseg inpact resistance and an
overall reduction in the performance of the decorative board. [0006]
In Method B, it is required to provide kraft paper colored the sane

as the deketindi A esgapepaper Themicahicethei dechaties pagey dfahk egrerficivialavet y Fof a
col ored paper in stock. 15 Another drawback 1s that the nunber of

avai | abl esubstraie dayes Miethotl Bl .enfplyishienfigraper Amying ey emse colbr b ehandetdedtive
of the colors of the kraft paper causes a resulting increase in the
costs requipeedf ther supaifididilayeng Barch sabsetteckyaf Motladd Cpiapeégnates[008ddhed
Met hod C involves difficulty in matching the color of the decorative
paper W tkra2 @apdrevitiohd ossimoWhérbley thesesin hhnthadaiint icolor a4 the dedesthties pipeslof the
for inmpregnating the kraft paper may get contam nated by other resins
remai i nesuperficked lajewi ce. [ 0008] Accordingly, there is a need to

provi de a decorative board having superficial |ayers and a substrate

| ayer, which, when viewed, appear identical in color even if the

col or 250f the decorative paper used as the superficial |ayer is not

i dent i cal[0005} MéeverhelesspMethval A irabivep aéghen sesd farprodeim bddcoatioe board as
| ayer. SUVMARY OF THE I NVENTION 3 [0009] In one aspect of the

present igowanarddote, tha miethod amployirgoakehft pape fat & avhstdte ayer. bddpddsiohethe
is created using a plurality of papers inpregnated with synthetic

t her nos etdecagtive paper, is Swoh ek sttorgds it brpftapartr. byThis hesultp e slscraded | flegural
The plurality of papers has one or nore bl eached kraft papers

provil@ed stigngthedeasensed impart desisianeei and gapenrsll prdugticredh the pdnforBance of the
outsides of the outernost 'kraft paper(s). The bl eached 'kraft paper
pr ef er abldecpraivaboaidh content of 3% or |ess. The resin deposition
content of the synthetic thernosetting resin inpregnated in the

bl eached kraft paper is preferably between 38% and 48% by wei ght. A
substrate |ayer is formed by subjecting the one or nore bl eached

kraft pap8P@0lt dnaMgthodpBeilsisntaqaired . to revidpi lerfiepapenicolomed shehsametas the
| ayer is preferably 2 nmmor |ess. The 10 substrate |ayer has a total

|i ght tr SsoRetivaRaerof Thisantkeadt pedsatane dn ksep sommpy @ocdored paper in stock.
decorative paper has an ash content preferably between 8% and 55%

The rasi MyEhsiravbacke snthahthegumbes ofyavetahlp colase isbimatedi nBurthesmare, any
i npregnat.ed in the dec rat}ve pg}%ar is preferably between 48% and 55%
by wei ghtiRCresss ifdhe numpghet the folar 9§ thskigft Raper eRvsey arrsulingaipetease in the
formed by subjecti t he decorative papers,to hot press nolding, is
15pr ef er aPSPS?r%‘B“ e@?‘%‘@%‘é‘?"“}%i aisr‘io“g‘rﬂfg‘d?ﬁt@?’ﬁ% of the decorative
board of the present invention, the decorative |layer and the
substrate | ayer appear identical in color even if the color of the

decorativ r |.oyed, for.the decoratjve |layer is not identical .
to the Céﬁgﬁgﬁ/{?tﬁg&) G) éf/plvlgﬁgghcﬁty §1 matc {ng the color of the gecoratlve paper with
20 the color of the resin. In addition, the device used for impregnating the kraft paper may

get contaminated by other resins remaining in the device.

[0008] Accordingly, there is a need to provide a decorative board having superficial
layers and a substrate layer, which, when viewed, appear identical in color even if the color
25  of the decorative paper used as the superficial layer is not identical to the color of the kraft

paper used as the substrate layer.

SUMMARY OF THE INVENTION



20empl oyed for the substrate |ayer. BRI EF DESCRI PTI ON OF THE DRAW NGS
[0011] FIG 1 is a cross-sectional viewpf an enbodi ment of a
decorative board before hot press nolding; 25FIG 2 is a
cross-sectional view of an enbodi ment of a decorative board after hot
press nol[@00Q); In one asgeti3he praaepansméion ) a/decorative dbaml th beattaeirdao adody
an enbodi rent of a decorative board attached to an upper surface of

t he body membaris aeuted dsing a pluralilyGof fapess anpregssicd adthi gméieticithoynafketting
body nenber and an enbodi nent of a decorative board attached to a

cor e mentresins, BEEtkéd & DESCREPTY @oOpreiHB ol NMENTTIHON16falif &1 pdparshhasfone or
the additional features and teachings di scl osed above and bel ow may
be utili zeoreddgrmhed ktajt papersnprowided it thieorentsir taind alebamatifepapereproaided on the
teachings to provide inproved decorative boards. Representative
exanpbes witsiddseofphe sutermostkeaft paper(sivhi Bie hltadhed drafepapeoprefirebly has an ash
additional features and teachings both separately and in conjunction
wi t h one cantsnhef 3%t lessmowhsaeslnsicposiieah conterdtodithe syittheticathemmsetting gesin
the attached drawi ngs. This 10 detailed description is nmerely

i nt ended impregpaich ia the bleachedfkraft daperriy psedetablyi betwviven 38% dndr43%rby weight.
details for practicing preferred aspects of the present teachings and
i s not i rhevlepddte lgysri igifermedebys sBpectiog thhrené av aroré bleactod| kraft ipepers 49 ashot
define the scope of the clained invention. Therefore, conbinations of
f eat ur es raeRd meldpg. dildel thiskaessroftthe sabdttataMaygr dreprefiraly desum ioptlessn The
may not be necessarﬁ to practice the invention in the broadest sense,
and aPe substrate{ayse hangdhtal dighe ronsmittanget ofcprefarably dsseganbi4.3% and 90.0%.
representative exanples of the invention. Mreover, various features
of the repredishtative apexbifpit asth sentenfepigtosehin distweanad sanda§5%e The resin
conbined jn ways that are not specifically enunerated in order to
provi de &@BPiheanteis of the systbetig theanpssingoresinimpgreaaied in thedeppatee paper
20[ 0013] .As %ho in FIGS 1 and 2, .a decorative board 10 is formed
by stackifidr eﬁm Setwiegn 8% An8r % due dreaghty e Thapeak light trpsamission pé the
14) inpregnated wth synthetic thernosetting resins and integrated by
hot pressdgeﬁefﬁtav% yery HiOTREHh (0¥ SUbJeCting the dlesPratiye prpGIs fe ot insess grpletng 1s
from one or e, kraf apers 14. The decorative papers 12 are

over Ilgi dp(’i‘?fe%g[ﬂ?ds/ﬁéri and bottom sides of the kraft paper(s) 14.
For the kraft paper 14, 25 a bleached kraft paper having an ash
content of preferably 3% or less is used. For the decorative paper

12, a de iye r _havi n ash content, of between. 8% and 55%

and & badoldeoARoBTmes Rt foRite By P hcerior Faanion g decorative

under goi que? %ﬁd leeesﬁgsn%?é glygrgdppeaSI identical in color even if the color of the decorative
paper employed for the decorative layer is not identical to the color of the kraft paper

20  employed for the substrate layer.

BRIEF DESCRIPTION OF THE DRAWINGS
[0011] FIG. 1 is a cross-sectional view of an embodiment of a decorative board before hot
press molding;
25 FIG. 2 is a cross-sectional view of an embodiment of a decorative board after hot
press molding;
FIG. 3 is a perspective view of a body member and an embodiment of a decorative

board attached to an upper surface of the body member; and



superficial (decorative) |layers 16 and 18 positioned on the surface.
The substrate |ayer 20 nay be conposed jromone or nore kraft papers
14. The superficial layers 16 and 18 may be conposed of the

decorative papers 12. 5[ 0014] After undergoing hot press nolding, the
synt heti c t her nEtiGe#t isng crasisectional eipvaibvoéd badyonichthetl@adraat éndbodimpsy of a
12 or the kraft paper 14 becones transparent or sem -transparent upon
setting. deofative bbardragsihed t@acelecangmieerr esin, a diallyl phthal ate
resin, an epoxy resin or a polyester resin can be used. Anpbng these,

a melamne resin is nost preferred because of its high transparency.
10 [0015] The decorative paper 12 is colored, for exanple, by

i ncor por aPENAIIPERQ ESCRIPTIONt QA THE DNVENTIOWt er nat i vel y, its surface
is provided with a desired pattern created through photogravure

pri nt bng.[00h2] dercbrofttheseddibgel ftrmsren aldhiachings distlosdd aboeetind beloer haP be
g/ n2. The decorative paper 12 may be provided with a figure, pattern,
col or or utiized Stpakatelyiom imcatgundtionevitaotber fehtsraiesi gencbings hepretierimpiroved
board 10. [0016] Bl eached kraft paper can be used for the kraft paper
14. Kr af tdesepéive bgards.o upemiedsntatist pxamples oibthe ipresanthiederitioaf whizhpeilizencny
bl eached kraft paper. Due to the bleaching treatnent, the decorative
board 10 @niheesyadditiensd Heatules aahtl tpanhiregs Heoth sgpasathiygindir tenjesdion20itl vae
preferred bl eached kraft paper is prescribed under Japanese

| ndust ri enothearididk now |bs-desodiged. in] ddaiy witkorefarbnrcektoathe apaghed drawings. This
bl eached kraft paper having an ash content of 3%or less is

pr ef dPr edieta(kdﬂi%sqjmerl i3 meppdy itiendsd teigdacl apewsan of pubivaty skill3onthe an farher
in reduced light 25 transmittance of the substrate |ayer 20. Such a
reduced |deigils Tor piasieing preéeTadraspenss efithetbresent teaghings2odps avidntendedhie limit
visible light entering the inside of the substrate layer 20 from
refl ecti e aremeuefethy ipyantipn. t Haly theidrimsrdefine thasrope Afahe glagmed mvertien.
ash content is neasured in accordance with Japanese |ndustrial .
St andar d Bhesefpreg 1gmbinggiong oals | featares hasth steps Flisdosed amdthe, follewing detailed
decorative board 10 is produced, by stacking one or nore pieces of
kraft pap&ecrptiongygy nalbepecsatany i PRaetissaibeinventign ib g bropdest sensemand are
bott(i si.des of the kraft paper 14, and subjecting the kraft paper 14
and t E]e d@%ﬁ‘dgﬁug ¢ mysEche fo particylaglydeserals ppEwsniptve examples of the invention.

Moreover, various features of the repreéentative examples and the dependent claims may
be combined in ways that are not specifically enumerated in order to provide additional

useful configurations of the present teachings.

20 [0013] As shown in FIGS. 1 and 2, a decorative board 10 is formed by stacking a
plurality of papers (decorative papers 12, kraft papers 14) impregnated with synthetic
thermosetting resins and integrated by hot press molding. The center of the plurality of
papers is composed from one or more kraft papers 14. The decorative papers 12 are
overlaid on both the top and bottom sides of the kraft paper(s) 14. For the kraft paper 14,

25  a bleached kraft paper having an ash content of preferably 3% or less is used. For the
decorative paper 12, a decorative paper having an ash content of between 8% and 55% and
a basis weight of 45 g/m’ to 160 g/m? is preferred.  After undergoing hot press molding,

the decorative board 10 preferably has a substrate layer 20 positioned in the center and



[ 0019] The kraft paper 14 and the decorative paper 12 may be
inmpregnated with a synthetic thernosetting resin. The nethod for

i npregnating the thernosetting resin, for exanple, includes painting
or spraying an unhardened thernosetting resin onto the surfaces 10of

t he kr af tsupenbieral (decamtive)Heyatet6rnad i ¥ popamed chahe Finéaceet The sdbstrate layer 20
i npregnating the thernosetting resinis not [imted to the nethod
descri bednabbe eompogAQfort mer @smorediepfigiapemnl 4¢c o dthe rsupaficiahéayers 16 and 18
decorative paper 12 inpregnated with the synthetic thernosetting

resin is mpaehecamposedef theancar8tveapapetsslh by wei ght. The volatile 15
content is preferably between 4% and 7% by weight. The resin
deposition content refers to the 'weight percentage content of the
resin in the inpregnated paper and can be cal culated in accordance
with BqudfPbl] Affer uldergoiokdiot prescmotding, theefyethstic thermesetidngresinagpregnated
content of the volatile conponents in the inpregnated paper and can

be cal culintodhe decomattsrnigac b2 of the keeft papesr 4(IRFom&yartspaent &) seos-¢snsparent
measur ements based on the results of 20 the nmeasurenment of the weight
of the impragesingd paperthamesith avaslamsneyresia, a diallyhphtpalatedresinemn epdxywesn
to stand for 20 mnutes in an oven at 1202C for drying. [0021] (1)

Resi n depdst Ppbigstenresithican dachysodei gimong=thesd, rip msipzine deginpe rmows| pyaferred
ori gi nal paper weight)/inpregnated paper weight) x 100 25 7 [0023]
The resi¢€§@ﬁ6§fﬂ$gﬁmdﬁﬁﬂ@ﬁﬂﬂﬁﬁ the kraft paper 14 after inpregnation
with the synthetic thernosetting resin is preferably between 38% and
48% 69 wei ght. The volatile content is preferably between 3% and 9%
by weight. A resin_ depasition content |ess than 38% by ight or a

vol ati | e [B®nlerdthe degarative papay, B isreplgred, farsaampls, rbYde‘PliP@[ﬁ%ﬂg pigments or
spreading_the t her nose ting resin throughout the entire kraft paper

14 becauséadiyg eXifet r Altermplydy, 39 syEaehns Praidadamil ardesised pattgrmypreated
after the hot press nol di ng{. This occurs because the total_ Iight
Cransm t (49B8h GROOREVRIETMNCe (115 dleooBt I BEIRE $a5 @dwst s ehionk abqut 45 to
resin de itien content exceedi 48% by wei ght, al | ows the excessive
synt het i B[%ﬁ Hﬂ’é‘?‘rms@ﬂec ‘?FQ“}IB@iR?PFrnEf@'{jWaHeeHOY#qe Kdthig ggt‘repaﬁéﬁ‘rmslq’ef‘?roofﬁ@e

rel eased on hot press 1 | di ng. vol ati| e ntent exceedi ng 9%
by s gniPeBiies ) hEamse errsigh O e Yecaren v e 104 af ¢ or

i npregnation with the synthetic thernosetting resin. "Bl ocking"
refers to an adhesi on between the inpregnated papers before heating

o e o L 8 gt By ST SO ey K s

ol di o PeirY e g Rheg iy bRt AR Fares 18t Papity oDt ApitGe Hphing

A

docor: | vE bRGRIOLHANCE Kok pdier I RRoed et? Mepatitse ThART Sppdand
JIS-P-0001.

[0017] For the kraft paper 14, a bleached kraft paper having an ash content of 3% or less
is preferred. Kraft paper 14 having an ash content exceeding 3% results in reduced light
25  transmittance of the substrate layer 20. Such a reduced light tramsmittance in the
substrate layer 20 prevents the visible light entering the inside of the substrate layer 20
from reflecting diffusely within the inside of the substrate layer 20. The ash content is

measured in accordance with Japanese Industrial Standard JIS-P-8128.



heat ed pressing machi ne. The tenperature of the press surface of the
pressing machine is preferably between %220C and 150C. The pressing
pressure is preferably between 5 MPa and 12 MPa. A press surface
tenperature | ess than 120C results in an insufficient hardeni ng of

the synthetic thernosetting resin. A press surface tenperature

exceedi ng 25 150C causes a yellow ng of the synthetic thernosetting
resi n and{00i8] t Aestess inFIGSe 1dad®; did deeotaiae Bodrd.10As presed) byptaiiigl e
|l ess than 5 MPa results in difficulty in achieving a sufficiently

uni f or m demsiotey picnest b kehedic papsetr i e overdaydng decosttivteepapepri@sei bgthpthesdp rad
exceeding 12 MPa causes too high of a density in the decorative board
10 as wel bottodn amslesof theskrafti papeni 4.t dndcdubgsting thd RAAGIapdh &4 hod therdedoedtive
22 shown in FIGS. 3 and 4 is a board nenber to which the decorative
boar d 510 pepgr b2toat heartdiguessiitee body nenber 22, for exanple, may be a
top Sboard of a piece of furniture. [0027] As shown in FIGS. 3 and 4,
the decorative board 10 can be attached to, for exanple, the top

board of a rack, table, kitchen itemor a door. The decorative board
10 can bel081 2lhcHedktalt bapsr d4nendéhs doforatirey pagiend® ofayfbe mhpregeated with a
decoration-purpose lining 10 board nenbers, exterior board nenbers

and i nnersynglielic fesrivoseiting rasiy. i die methbd iforgsupragratide dloy theimesettiomy @sibpfor
can be attached to the top of a body nenber 22 by neans of an

adhesi ve exampigs indlides ppigiagpr fwayhgwm uilmardéngd 2hermoscttieg msat dnie thecarfdces
10 may have a substrate |ayer 20 15 constructed from one or nore ‘
kr af t10papedr the 1kraft Tiaper b cledetbe dstoratiee paprst ¥2at dhieaypetho@foi émpregnating the
preferablgI 2 mmor |ess. The ash content of the kraft paper 14 is 3%
or | ess. thp@Engseding refipisgiof ligvited dhthermethod deserikedgbovpaper 14 is
preferably between 38% and 48% by wei ght, and the volatile content is
preferably between 3% and 9% by. The tenperature press surface of the
hot press npl ding machine js preferably between 120C and 150C and has
20 a pred¥PFY phhestesinedegpositicatnigst wiibe Weeqrativavpepeand Ippmwgratedawith the
result of the formation of the substrate |ayer 20 under the )
af or ementSY8HeHS sFapsatigngsresinis prebirably begrrenésdnand 137 by eveight+ hEhe volatile
substrate layer 20 preferably |ies between 30%and 90% The

decorldt i \F@nff@érswr%rqhix Befvarl ¢ nand {hdysweight atlde rasie depwitpmsiontes eafers
in the center .and the superficial |ayers 16 and 18 positjoned on both
si des of PhBestpeht Rpreentage contsat ofdberesipeingdeonrrgnatglonprer 1and can be

preferably. has a substrate | ayer 20 ving a high total |ight

transmit t‘é#é@at?ff 1113%?%@@%%%&86@% ﬁ& y,Tg%Oléngn?eﬁt reifess %o thepercentage
visible light 2 nters.the inside of the substrate Iager 20 fromthe
board cr d¥ateat of ithe, velatily compponents,in, the, impregnated paper and can be calculated in

accordance with Equation (2). Equation (2) uses measurements based on the results of
20  the measurement of the weight of the impregnated paper which was weighed initially and

then allowed to stand for 20 minutes in an oven at 120+2°C for drying.

[0021] (1) Resin deposition content (% by weight) = ((impregnated paper weight -
original paper weight)/impregnated paper weight) x 100

25
[0022] (2) Volatile content (% by weight) = ((impregnated paper weight - absolutely dried

impregnated paper weight)/impregnated paper weight) x 100



board 10 and hits the fibers of the bleached kraft paper within the
inside of the substrate layer 20 while 4iffusing, and then hits the
upper superficial layer 16 and the | ower superficial |ayer 18. After
repeating such a diffused reflection, the visible Iight 26 exits the
boar d cr o923k cIhieoresidddepositioarcobenobf elies Rrhfiapaen 1dxdfet rimipkegnaildre with the
visible light exiting 5 the board cross section 28 has a col or which

i s cl ose gyathehie timohosettirig tekia is prrérdblg ibatwden\B8lGanticitantly t@ighte The vdiatile
repetitive diffused reflection. As a result, it becomes difficult to
di st i ngui cmtdnh & mofecabdy bétwete3 %udndtP%abe weagldr AGesindepdsétisigaatdnt tisaithan
| ayers 16 and 18, and the substrate |layer 20 and the superfici al

| ayers 1638yl &egghe arex oglhitite domtsntbisn ghaye A8 &ly| weighte resalte in difficulty in
Consequently, the design of the decorative board 10 becones i nproved.
10 [ 0030]spreadorgdbe theomedetting resie throsiodug thd aitire R@fttpapéri 4 tdoeuse the substrate
superficial layers 16 and 18 while repeating the diffused reflection,
it is prelhyeral) detonzts pardaltyovmkntinehhwhite afienithd hotcpresd ntobding. This occurs
superficial layers 16 and 18 is 30% or less. Atotal I|ight

t ransm t tkasaesedhe tata lighp ahsnuittancel efitbe suliseratenldyar 2 0cbecemds hngs 308030%. A
allows the visible light 26 entering the inside of the 1l5substrate

| ayer 20 uesin| deplosihion contentghxechéingup®¥of byi wieighhyatlows1 theamtcesgive synthetic
Resultingly, the substrate |layer 20 and the superficial |layers 16 and
18 appeartheiimdseftingtresin igapiregnated 0081 krafhpaprscbt 4 ibgerclrasedd upon jhot press
constructed in a vertically symetric design. As a result, there is

al mod0 nomglding.  dnvpletile centontexceadingRinbyareighti ragnlta e bloblsing af thei knaft paper
be 20 remarkably inproved. [0032] [Exanple 1] A pale yell ow col or

decor at i vkt plgreimniagnatign avigh dhfe Anthetis thermeretiingosesite “Bloskingl aefses & an
45% and a basis_weight of 100 g/ nm2 was provided. This decorative

paper wastdhagiee betweeanthgiimprognated prRere befgenieating eubafeicpressinga nodi fi ed
25 nelamne resin and then dried. As a result, a decorative paper

i npregnated with a nmelam ne resin having a resin deposition content

of 53% by ight and a volatile content of 6% by weight was fornmed. A
bl eached [Q\[’,)\g‘ﬂt %ﬁéhstmlaﬁ@r%() isfermaed qs; ayresuly pt tigantigeration ahenger mete kraft
content of 0% was provided. This kraft paper was jnpregnated with an
car| 4> 1PAERdNEIN eI it fesemiichp irmasetig Esinity k@igmessaneldingen The

dried. As,a.,result, a lcraft paper (npregnated with a nelanmne resin
havi ng a tPE’gP??Sd%T{)EEq FF‘E?FFa@o}ﬁYSEEOdS EEP(}GIBG]Y i G OAnlgss apd) thei total light
content of 7% by wei.ght s farme Thre | am ne resin-i npregnat ed
bl eached FPTAGE BEfe silistate laverclp, sapratesshiy femieep S0P andysegnathecfos!
decorative er was overlaid on,the top and. t jdes to forma

| ami nat e&lﬁ?%ﬁ%égn measred, npsgordapce ‘é{ltgﬁsy%;gc}s@ ene film
having a thickness of 20 p. mwas sandw ched between the two

| am nates. The two | am nates were pressurized by heating with a

: %ﬁ;ébgg i @Eé@?ﬁgg B?e%li%ﬂ%d’gﬁ%@%@&%ﬁipggﬁyﬂ? R R R PG ey 2
30 m T 10 i _
LI e i e e
i T i o . 45
Gogreos. TRATEREBewkps 18B°C B G0 The PRslilt il i e Setle pebveen S

macr OSCO%S"&LLX 12 MPa. A press surface temperature less than 120°C results in an insufficient

hardening of the synthetic thermosetting resin. A press surface temperature exceeding
25 150°C causes a yellowing of the synthetic thermosetting resin and brittleness in the
decorative board 10. A pressing pressure less than 5 MPa results in difficulty in
achieving a sufficiently uniform density in the decorative board 10, while a pressing

pressure exceeding 12 MPa causes too high of a density in the decorative board 10 as well



[ 0033] [ Exanple 2] Exanple 2 involved eight (8) pieces of lcraft

paper while Exanple 1 used three (3) pigces of kraft paper.

O herwi se, the decorative board of Exanple 2 was 15 produced in a
simlar manner to that produced in Exanple 1. [0034] [Exanple 3]

Exanpl e 3asimddsufficentitbidkkesaf t paper having a basis weight of 100 g/nR
and an ash content of 3% O herw se, the decorative board of Exanple
3 was produced in a simlar manner to that produced in Exanple 1. 20

[ 0035] [ Exanple 4] Exanple 4 used a brown printing paper having a

pi gment 026 tHrei odyoxemben 22 shiqyor at EHG®it3 2004 ia ablamrd mesibghto ofhidOthe
g/ 2 and a brown wood pattern print given by a photogravure printing
on t he sutecamtiveboitdel Qpmaybe ngagmper ThEObbdy wicamber Ehefod exanple] mey e ar tdp
of Exanple 4 was produced in a simlar manner to that produced in 25
Exanple 1hoardiof aipicew efi fumdtuboar d of Conparative Exanple 1 was produced
in a simlar manner to that produced in Exanple 1. [0037]

[ Conparati ve Exanpl e 2] Conparative Exanple 2 used bl eached kraft
paper 5 having a basis weight of 100 g/n2 and an ash content of 4%
Qt her wi sd002He Afeslnvan ihw@lﬁgaﬁdarmlr 4 Cthepdgcatative el ecal heasttaphed ucefbr
ina simlar manner to that produced in Exanple 1. [0038]

[ Conpar atéxa@pkex dgplop prdCeing eacks table, BieheplitenBonis ddok r he deegrativenlosrhd0
a 10 resin deposition content of 35% by weight and a volatile content
of 1% by cagibghattaghedl tonprasd meenehersof many dindsrifrfarnisd, fecartien-mipese linog
decorative board of Conparative Exanple 3 was produced in a simlar
manndf t doarhmephst eEterion besuanpeabars gndoivger el nmpembers wé vEKigRD baildipgs.
Conpar ati ve Exanpl e 4 used non-bl eached | craft 15 paper having a

basi s wei gt despraige bgardpl Oagar berptiaskedciorthe tep of a body menbengd by menas of an
decorative board of Conparative Exanple 4 was produced in a simlar
manner t Gdhedye o tBaliked i n Exanple 1. [ 0040] [ Conparative Exanple

5] Conparative Exanple 5 used decorative paper on 20only one side of

t he bl eached kraft paper. O herw se, the decorative board of

oA, ol e b T P gt 2
ncofor OB AR AR TRt RIS TS WEICIBEsSgy the Subsrate eyer 20 i
preferably 2 mm or less. The ash content of the kraft paper 14 is 3% or less. The resin
deposition content of the kraft paper 14 is preferably between 38% and 48% by weight,
and the volatile content is preferably between 3% and 9% by. The temperature press
surface of the hot press molding machine is preferably between 120°C and 150°C and has
20  a pressing pressure of preferably between 5 MPa and 12 MPa. As a result of the
formation of the substrate layer 20 under the aforementioned conditions, the total light
transmittance of the substrate layer 20 preferably lics between 30% and 90%. The
decorative board 10 integrally has the substrate layer 20 positioned in the center and the
superficial layers 16 and 18 positioned on both sides of the substrate layer.
25
[0029] The decorative board 10 preferably has a substrate layer 20 having a high total
light transmittance of 30% to 90%. Accordingly, as shown in FIG. 3, the visible light 26

enters the inside of the substrate layer 20 from the board cross section 24 of the decorative



25 g/ n2. O herw se, the decorative board of Conparative Exanple 6 was
produced in a simlar manner to that preduced in Exanple 1. [0042]
Table 1 12 Color tone of deco- rative paper Results of observation
of board cross section Thick- ness of substra te layer [nm Total

| i ght trdmward b abdhite thaf filsarb of tlat Idedchye krdfepapbotrdthid thghihside of the substrate
trans-mttance of decorative layer [% Exanple 1 Pale yell ow

Pal eyel | deyesi 26 Ivdrilet diffusingy and thempait ithe alppéraywrerficial layer 16 and the lower

10

15

20

25

superficial layer 18. After repeating such a diffused reflection, the visible light 26 exits
the board cross section 24 and can be observed again externally. The visible light exiting
the board cross section 28 has a color which is close to the color of the superficial layers 16
and 18 due to the repetitive diffused reflection. As a result, it becomes difficult to
distinguish the colors of the substrate layer 20 and the superficial layers 16 and 18, and the
substrate layer 20 and the superficial layers 16 and 18 are recognized as being generally

the same. Consequently, the design of the decorative board 10 becomes improved.

[0030] In order to allow the visible light 26 to hit the superficial layers 16 and 18 while
repeating the diffused reflection, it is preferable that the total light transmittance of the
superficial layers 16 and 18 is 30% or less. A total light transmittance of the superficial
layers 16 and 18 exceeding 30% allows the visible light 26 entering the inside of the
substrate layer 20 to leak out through the superficial layers 16 and 18. Resultingly, the

substrate layer 20 and the superficial layers 16 and 18 appear different in color.

[0031] The decorative board 10 is constructed in a vertically symmetric design. As a
result, there is almost no warp, and therefore, its manufacturing and the handling can be

remarkably improved.

[0032] [Example 1] A pale yellow color decorative paper having a pigment and
titanium oxide incorporated at 45% and a basis weight of 100 g/m® was provided. This
decorative paper was impregnated with an early condensate solution of a modified
melamine resin and then dried. As a result, a decorative paper impregnated with a
melamine resin having a resin deposition content of 53% by weight and a volatile content
of 6% by weight was formed. A bleached kraft paper having a basis weight of 200 g /m’

and an ash content of 0% was provided. This kraft paper was impregnated with an early



0.73 67.8 10.6 Exanple 2 Pale yellow Pale yellow,simlar to col or of
superficial layer 1.92 35.5 10.6 Exanplyg 3 Pale yellow

Pal eyel l ow,simlarto col or of superficial layer 0.38 34.3 10.6
Exanpl e 4 Pal e brown
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condensate solution of a modified melamine resin and then dried. As a result, a kraft
paper impregnated with a melamine resin having a resin deposition content of 44% by
weight and a volatile content of 7% by weight was formed. Three melamine
resin-impregnated bleached kraft papers were stacked, and melamine resin-impregnated
decorative paper was overlaid on the top and bottom sides to form a laminate. Two
laminates were provided, and a polypropylene film having a thickness of 20 um was
sandwiched between the two laminates. The two laminates were pressurized by heating
with a pressing machine. The pressing machine provided a press surface temperature of
145°C, a pressing pressure of 8 MPa and a heating time of 30 minutes. The two
laminates were cooled to room temperature and then taken out of the pressing machine,
thereby obtaining two decorative boards. The decorative board was cut at an angle of 45
degrees, and the state of the board cross section was inspected macroscopically.

[0033] [Example 2] Example 2 involved eight (8) pieces of kraft paper while Example

1 used three (3) pieces of kraft paper. Otherwise, the decorative board of Example 2 was

produced in a similar manner to that produced in Example 1.

[0034] [Example 3] Example 3 used bleached kraft paper having a basis weight of 100
g/m® and an ash content of 3%. Otherwise, the decorative board of Example 3 was

produced in a similar manner to that produced in Example 1.

[0035] [Exarhple 4] Example 4 used a brown printing paper having a pigment and
titanium oxide incorporated at 20%, a basis weight of 80 g/m® and a brown wood pattern
print given by a photogravure printing on the surface of the printing paper. Otherwise,
the decorative board of Example 4 was produced in a similar manner to that produced in

Example 1.

[0036] [Comparative Example 1] The decorative board of Comparative Example 1

used ten (10) pieces of kraft paper impregnated with a melamine resin.  Otherwise, the



Pal e brown,simlar to color of superficial layer 0.71 65.0 0.2
Conpar ative Exanple 1 Pale yell ow Witeydifferentfromcol or of
superficial layer 2.39 26.7 10.6 Conparative Exanple 2 Pale yell ow
White,differentfromcolor of superficial |ayer 0.38 27.6 10.6
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decorative board of Comparative Example 1 was produced in a similar manner to that

produced in Example 1.

[0037] [Comparative Example 2] Comparative Example 2 used bleached kraft paper
having a basis weight of 100 g/m? and an ash content of 4%. Otherwise, the decorative
board of Comparative Example 2 was produced in a similar manner to that produced in

Example 1.

[0038] [Comparative Example 3] Comparative Example 3 used kraft paper having a
resin deposition content of 35% by weight and a volatile content of 1% by weight and
impregnated with a melamine resin. Otherwise, the decorative board of Comparative

Example 3 was produced in a similar manner to that produced in Example 1.

[0039] [Comparative Example 4] Comparative Example 4 used non-bleached kraft
paper having a basis weight of 200 g/m® and an ash content of 0%. Otherwise, the
decorative board of Comparative Example 4 was produced in a similar manner to that

produced in Example 1.

[0040] [Comparative Example 5] Comparative Example 5 used decorative paper on
only one side of the bleached kraft paper. Otherwise, the decorative board of

Comparative Example 5 was produced in a similar manner to that produced in Example 1.

[0041] [Comparative Example 6] Comparative Example 6 used brown decorative paper
with pigment and titanium oxide incorporated at 5% and which had a basis weight of 80
g/m®.  Otherwise, the decorative board of Comparative Example 6 was produced in a

similar manner to that produced in Example 1.

[0042] Tablel



Conparative Exanple 3 Pale yellow Wiite,differentfrom col or of
superficial layer 0.68 28.8 10.6 Conparptive Exanple 4 Pale yellow
Browni sh-red, different from col or of superficial layer 0.73 1.8 10.6

Conpar at fve—Exanpte 5 Patg—yettowVWhite, differentfrom—ecolorrof
superficjal layer Q.G8or |Results of observation of | Thick- | Total light | Total light
tone of | board cross section ness of | trans- trans-
deco- substra | miftance | mittance
rative te of of
paper layer | substrate | decorative
[mm] |layer [%] | layer [%]

Example 1 Pale Pale yellow, similar to|0.73 67.8 10.6
yellow | color of superficial layer

Example 2 Pale Pale yellow, similar to | 1.92 35.5 10.6
yellow | color of superficial layer

Example 3 Pale Pale yellow, similar to | 0.38 34.3 10.6
yellow | color of superficial layer

Example 4 Pale Pale brown, similar to|0.71 65.0 0.2
brown | color of superficial layer

Comparative | Pale White, different from | 2.39 26.7 10.6

Example 1 yellow | color of superficial layer

Comparative | Pale White, different from | 0.38 27.6 10.6

Example 2 yellow | color of superficial layer

Comparative | Pale White, different from | 0.68 28.8 10.6

Example 3 yellow | color of superficial layer

Comparative | Pale Brownish-red, different | 0.73 1.8 10.6

Example 4 yellow | from color of superficial

layer

Comparative | Pale White, different from | 0.73 67.8 10.6

Example 5 yellow | color of superficial layer

Comparative | Brown | White, different from | 0.73 66.0 38.0

Example 6 color of superficial layer




67.8 10.6 Conmparative Exanple 6 Brown Wiite,differentfromcol or of
superficial layer 0.73 66.0 38.0 13 [(Q@43] Table 1 shows the results
of the observations of the board cross sections, the thicknesses of
the substrate layers, the total light transmttances of the substrate
| ayers and the total light transmttances of the superficial |ayers

Wi th respect to the decorative boards 5 produced in Exanples 1 to 4
and ConpdPe43]veTdblanpihews the gedilts [(F0thd jobBarsaitbne oft the hoeslibtoss eéctions, the
Exanples 1 to 4 shown in Table 1, it was reveal ed that when the

subst r at ghickyesses ¢fi thk sebstraiedagrsptheototdl dight trambntittences bhthelsipsttate layers and
transm ttance i s between 30% and 90% the substrate |ayer and the
super f i cith¢ tatalyligh trapgreiftended of thecaipedisiad dayet:Owith respectdo the dacprativiadoards
results of Conparative Exanples 1 to 4 indicated that when the

subst Pat erodieed in Erakples § te4 epdfomparative Bramplen 1tt8. t ot al | i ght

transm ttance of the substrate layer is not within the range of

bet ween 30% and 90% the substrate |layer and the superficial |ayers

do not apBear to be identical color. The results of Conparative
Exanpl e 3004 cBased ontihe resalis of Fxawplesrlato 4 shpampdr Takle gy dvivarertvealpy that

on the one side of the ) ) i ) )
when the substrate layer thickness is 2 mm or less and the total light transmittance is

between 30% and 90%, the substrate layer and the superficial layers appear identical color.
10 On the contrary, the results of Comparative Examples 1 to 4 indicated that when the
substrate layer thickness exceeds 2 mm, or when the total light transmittance of the
substrate layer is not within the range of between 30% and 90%, the substrate layer and the
superficial layers do not appear to be identical color. The results of Comparative
Example 5 indicated that when the decorative paper is provided only on the one side of the
15 bleached kraft paper, the substrate layer and the superficial layers exhibit different color
tones due to an insufficient diffused reflection of the visible light within the inéide of the

substrate layer.

[0045] While the embodiments of invention have been described with reference to
20  specific configurations, it will be apparent to those skilled in the art that many alternatives,
modifications and variations may be made without departing from the scope of the present
invention. Accordingly, embodiments of the present invention are intended to embrace
all such alternatives, modifications and variations that may fall within the spirit and scope
of the appended claims. For example, embodiments of the present invention should not
25 be limited to the representative configurations, but may be modified, for example, as

described below.

[0046] The decorative board 10 may be attached to the body member 22 or may be



15 bl eached kraft paper, the substrate |ayer and the superficial

| ayers exhibit different color tones duyg to an insufficient diffused
reflection of the visible light wwthin the inside of the substrate

| ayer. [0045] While the enbodi nents of invention have been descri bed
wi th ref efoemed integrally spiéc itfei bodyomkingar 22 ofier, exampie,| the bedgappankert22 may
those skilled in the art that nmany alternatives, nodifications and
vari at i onlsaveslgcdrativeatdyeni(ddvorativdeppert layays)f andrsubdtets taype (bleathed-kraft-paper
present invention. Accordingly, enbodinents of the present invention
ar e i nt enldpets), tanginkied eberahfivadyic h Tletdecorative/ lryers fodédnsttating fis: tadg member
variations that may fall within the spirit and scope of the appended
cl ai ns. R camdmnipinecd simblady te thesupérficiablayemdérfor congtnting thesdeoutativeibbard
25be limted to the representative configurations, but nay be

nmodi f Ped, 1G orThexsahgirase layersdfes conistiping dheobody mdmber 22chni it ogmad kynilartyrto
t he body nenber 22. For exanple, the body nenber 22 may have

decor at i Ve salistiate leykrcdr far constipdingrthe dgesrasivednodrdsifhs tThatdecomaties kayers and
(bl eached-kraft-paper layers), lamnated alternatively. The

decor at i vatibptaafe fayefsoganclomsibigctrd tegthe et prasy mmidibg rat 2R sawe tme fwithrtig hot
simlarly to the superficial layers 16 for constituting the

decor at i viFegsoapldingsofi the degeraiip Seardtld. | d\ses sesiibiy theateserative boaydtfeand the
body nmember 22 can be forned simlarly to the substrate |ayer 20 for
const i t uthosy mevebegee saabe fermsdantggrelly. The decorative |ayers and
substrate | ayers can be subjected to the hot press nolding at the
sane W0ime with the hot press nol ding of the decorative board 10. As a
result, the decorative board 10 and the body nmenber 22 can be forned

i nt egr al 100470 Theoxeard membse may hawpisleporative-prpge layseotsapsrfieiablgyers 16) and
| ayers (superficial |layers 16) and bl eached-kraft-paper |ayers

( subst r aticachgdKeatbpaper {ayerssthshate dayernt e Wilehaarn lamipated altggatively.  Both
surfaces of the board nber may be constituted fromthe

decor at i V3138554 the beard meabey mayhe qonstifyiedzem dhedecorative-pansr [Axwe aAs a
t hi ckness (for. exanple, 6. nmor nore, preferably 6 to 15 30 whi ch
provi des TFI(’PéLFIFg’IOé metfar@hwawsaﬂacws&gffmx & mHer magey PiefeseRly 6fto
furnitur 0Q48]. Wen .9 bgard has a plurality of decorative-paper

I ayer@ a aWhish nEpvfes g‘&ﬁ&“c&aﬁ}é@g@h oyad da boant membgrsRfy many, kings of
may have the sanme color, or may have each different 20 color, or may
have col o8&+ forming gradati on on a cross section of the
decorative board. Each of the bl eached-kraft-paper |ayers generates
col or corresponding to the color of the decorative-paper |ayer

I ted | t to the bl. d-kr.aft - I . E

exanpl ¢, AL OREbEEREN o a MugPa it RaPbE Orsrs alf erebeiart-Brper
the both.sid f. the.bl hed-kraft s I th .

bl eached T 0P 45eP dibey TP nat heh e B solor Praaydagp sech diferent
the %ﬁcorc%icgr,v & rlngzy flve colcgrgtfgrl fo{'nllglgtgretu{a%grsl T % r8es S%I:ti(;neosts thtta ch%re%g/oé)board.

Each of the bleached-kraft-paper layers generates color corresponding to the color of the

decorative-paper layer located on the adjacent to the bleached-kraft-paper layer. For
example, when the decorative layers with other colors are located on the both sides of the
bleached-kraft-paper layer, the bleached-kraft-paper layer generates color between the

25  colors of the decorative layers.

[0049] The each bleached-kraft-paper layer (substrate layer) may comprise a total light

transmittance of between 30% and 90%. The each decorative-paper layer may comprise a



16 THIS I NVENTI ON CLAIMS: 1. A decorative board conpri sing:

a plurality of papers inpregnated withgynthetic thernosetting resin,
whi ch are 5stacked and integrated by a hot press nol ding;

wherein the plurality of papers conprise one or nore bl eached kraft
papers pritotal telt transiissiooefiess ttand0llecor at i ve paper provi ded on the
outer sides of the outernost pieces of the plurality of papers,
wherei n the bl eached kraft paper conprises an ash content of 3% or

| ess, 1Owherein a resin deposition content of the synthetic
thernosetting resin inpregnated into the bleached kraft paper is

bet ween 38% and 48% by wei ght, wherein a thickness of a
substrate | ayer fornmed by subjecting the one or nore bl eached kraft
papers to the hot press nolding is 2 mmor |ess, wherein
the substrate | ayer conprises a total light transmttance of between
34. 3% 15and 90. 0% wherein the decorative paper conprises an ash
content of between 8% and 55% wherein a resin deposition content of
the synthetic thernosetting resin inpregnated into the decorative
paper is between 48% and 55% by wei ght, and wherein a total |ight
transm ssion of a decorative |ayer forned by subjecting the
20decorative papers to the hot press nolding is 30% or less. 2. A
decorative board as in claiml1l, wherein the synthetic thernosetting
resinis a nelamne resin, a diallyl phthalate resin, an epoxy resin
or a polyester resin. 253. A decorative board as in claim1l or 2,
wherein the decorative board is configured to be attached to a body
menber .



17 of substrate |ayers and decorative |ayers alternately arranged;
wherein the each substrate |ayer is conggructed from bl eached kraft
paper simlar to the bl eached kraft papers of the decorative board,
and wherein the each decorative |ayer is constructed from decorative
paper si mMTH& INGENAEONeCIoABYIBve paper of the decorative board. 5 5. A
decorative board conpri sing: a plurality of

bl eached- kraft-paper |ayers and decorative-paper |ayers alternately
arranged; wherein the decorative-paper layer is |located on each side
of the detor at i &detsoative, boatidrenmisings t hi ckness of the each

bl eached- kraft-paper layer is 2 mmor |ess, wherein the each

bl eached- kr af t -fpag@ﬂit}’ & papers ripypregested with aynthétighthetmesettinigt teaing avhidh are
bet ween 30% and 90% wherein the each decorative-paper |ayer
conpr Psesstecked and int¢gypted by alwnpress woldifig;| ess than 30% 15 6. A
decorative board as in claim5, wherein the each bl eached-kraft-paper

| ayer is fornmedvksreisuthieepltialigy af maparshexniissf onep ap enortenpleand tledft vaphrs
synthetic thernosetting resin to a hot press nolding, wherein the

each decadpravided ipdisesenfarypad desombyerpaped presudideen ihegowterdsidesr aft the @uR@most
paper inpregnated with synthetic thernosetting resin to a hot press
nol di ng, RiResef thameabiyefatiperskr aft paper conprises an ash content of
3% or less, wherein a resin deposition content of the s¥nt hetic

t her moset ti ng rekareinitigbleshgd kenfi paper eoraprives ae Advcdutent of pamedesss
bet ween 38% and 48% by wei ght,
10 wherein a resin deposition content of the synthetic thermosetting resin
impregnated into the bleached kraft paper is between 38% and 48% by weight,
wherein a thickness of a substrate layer formed by subjecting the one or more
bleached kraft papers to the hot press molding is 2 mm or less,
wherein the substrate layer comprises a total light transmittance of between 34.3%
15  and 90.0%,
wherein the decorative paper comprises an ash content of between 8% and 55%,
wherein a resin deposition content of the synthetic thermosetting resin
impregnated into the decorative paper is between 48% and 55% by weight, and

wherein a total light transmission of a decorative layer formed by subjecting the

20  decorative papers to the hot press molding is 30% or less.

2. A decorative board as in claim 1, wherein the synthetic thermosetting resin is a

melamine resin, a diallyl phthalate resin, an epoxy resin or a polyester resin.

25 3. A decorative board as in claim 1 or 2, wherein the decorative board is configured

to be attached to a body member.

4. A decorative board as in claim 3, wherein the body member comprises a plurality



wherein the decorative paper conprises an ash content of between 8%
and 55% 25wherein a resin deposition gegntent of the synthetic
thernosetting resin inpregnated into the decorative paper is between
48% and 55%
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of substrate layers and decorative layers alternately arranged; wherein the each substrate
layer is constructed from bleached kraft paper similar to the bleached kraft papers of the
decorative board; and wherein the each decorative layer is constructed from decorative

paper similar to the decorative paper of the decorative board.

5. A decorative board comprising:
a plurality of bleached-kraft-paper layers and decorative-paper layers alternately
arranged;
wherein the decorative-paper layer is located on each side of the decorative board,
wherein a thickness of the each bleached-kraft-paper layer is 2 mm or less,
wherein the each bleached-kraft-paper layer comprises a total light transmittance
of between 30% and 90%,
wherein the each decorative-paper layer comprises a total light transmission of

less than 30%.

6. A decorative board as in claim 5,

wherein the each bleached-kraft-paper layer is formed by subjecting a bleached
kraft paper impregnated with synthetic thermosetting resin to a hot press molding,

wherein the each decorative-paper layer is formed by subjecting a decorative
paper impregnated with synthetic thermosetting resin to a hot press molding,

wherein the bleached kraft paper comprises an ‘ash content of 3% or less,

wherein a resin deposition content of the synthetic thermosetting resin
impregnated into the bleached kraft paper is between 38% and 48% by weight,

wherein the decorative paper comprises an ash content of between 8% and 55%,

wherein a resin deposition content of the synthetic thermosetting resin

impregnated into the decorative paper is between 48% and 55%.



