MELAM NE DECORATI VE BOARD TECHNI CAL FI ELD [ 00011The present invention
relates to a nel am ne decorative board. BACKGROUND ART

[ 0002] Conventionally, it is generally know n that a nel am ne decorative
board is produced with a nel am ne resin-inpregnated paper as a decorative
| ayer, a phenol resin-inpregnated paper as a core |layer, and a backsi de
paper as needed. However, dark brown col or of phenol in the core layer is
not i ceabl e when such a nel am ne decorative board is bonded onto a top board
for a table, a counter, a desk, or thé-like. In order to solve this
problem it has been known in recent years to use a resin-inpregnated
paper, which is produced by inpregnating nelamne resin into a whitish

fi brous base material with | ess ash content, as a core |ayer, PRI OR ART

DOCUMENTS PATENT DOCUMENEEI,AMINE DECORATIVE BOARD

TECHNICAL FIELD
[0001] The present invention relates to a melamine

decorative board.

BACKGROUND ART

[0002] Conventionally, it 1is generally known that a
melamine decorative board is produced with a melamine
resin-impregnated paper as a decorative layer, a phenol
resin-impregnated paper as a core layer, and a backside
paper as needed. However, dark brown color of phenol
in the core layer is noticeable when such a melamine
decorative board is bonded onto a top board for a table, a
counter, a desk, or the like. In order to solve this
problem, it has been known in recent years to use a
resin-impregnated paper, which is produced by
impregnating melamine resin into a whitish fibrous base

material with less ash content, as a core layer.
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| NVENTI ON PROBLEMS TO BE SOLVED BY THE | NVENTI ON | 00061Si nce the whitish
fibrous base material with |ess
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SUMMARY OF THE INVENTION

PROBLEMS TO BE SOLVED BY THE INVENTION

(0006] Since the whitish fibrous base material with less
ash content is used for the core layer, when a decorative
board, in which a decorative paper colored softly and
lightly with white, yellow, or the like is used for a
decorative layer, is bonded onto a core member such as a
plywood, a particle board, a steel board, color tone of the
core member is seen through and faintly appears on a
surface of the decorative board, thereby to affect the
original color tone of the decorative layer in some cases.
Moreover, while a thickness of the decorative board is
adjusted to be between 0.6 mm and 1.8 mm as
appropriate by changing the number of sheets of a
resin-impregnated core paper used as the core layer, a
balance of cure shrinkage between the core layer and the
decorative layer becomes easily deteriorated when the
number of the sheets is smaller. As a result, there

arises a problem in which the decorative layer is warped



ash content is used for the core |layer, when a decorative board, in which a
decorative paper colored softly and lightly with white, yellow, or the |like
is used for a decorative |layer, is bonded onto a core nenber such as a

pl ywood, a particle board, a steel board, color tone of the core nenber is
seen through and faintly appears on a surface of the decorative hoard,
thereby to affect the original color tone of the decorative |ayer in sone
cases. Moreover, while a thickness of the decorative board is adjusted to
be between 0.6 nmand 1.8 nm as approgriate by changing the nunber of
sheets of a resin-inpregnated core paper used as the core | ayer, a bal ance
of cure shrinkage between the core |ayer and the decorative | ayer becones
easily deteriorated when the nunber of the sheets is snaller, As a result,

there arises a prqQRtem bdhdieChni e IRCY Ald YR LBYEL of Seh/dR8Eure 3- INtO a
concave shape under the influence of tenperature and hum dity. MEANS FOR

SOLVI NG THE PROBLEME WAwidlie. present i nvention has been contenplated to
sol ve the above-described problens. A ma.in censtituent of the present
invention is a nelam ne decorative board produced by stacking a decorative

| ayer, a COrﬁg@ﬁ@@oﬁ”ﬁoﬁﬁ%%ﬁﬁdﬁﬁb{ﬂhEl@f&d then formng the | ayers
e

under heat and pressure. ecorative layer is a resin inpregnated
patterned papan.7] ThEhepeet gt | Bywemticn ahpb ubedn t yordensileetd of a
resin-inpregnated core paper produced by inpregnating a whitish fibrous
base material wit§ole §£? hovgid B e FRaouBF plte mis -c o dBATRCAN St WRN Ani ne and

or el cehve. e a4, el RRLARIAY 1 NGy S Agupbide e cor
drying the whitishrbibtoddybasekimd ardé@orative layer, a core layer, and
a backside layer, and then forming the layers under heat
and pressure.
The decorative layer 1is a resin-impregnated
patterned paper.
The core layer is a plurality of sheets of a
resin-impregnated core paper produced by impregnating a
whitish fibrous base material with a resin liquid
including: a condensate of melamine and formaldehyde;
and a divalent polyalkylene glycol or a derivative thereof,
or a tri- or more valent polyalkylene glycol polyvalent
ether, and then drying the whitish fibrous base material.
The backside layer is a resin-impregnated backside
paper produced by impregnating a fibrous base material
with a condensate of melamine and formaldehyde, and

then drying the fibrous base material.

EFFECTS OF THE INVENTION



The backside layer is a resin-inpregnated backsi de paper produced by
inpregnating a fibrous base material with a condensate of nelam ne and

f ormal dehyde, and then drying the fibrous base material. EFFECTS OF THE

I NVENTI ON [ 0008iIn the nel am ne resin decorative board of the present

i nvention, since the whitish fibrous base material is used as a base
material, the core layer is mlky-white. Therefore, it never happens that
dark brown col or specific to phenol resin appears at the cut end surface to
cause a sense of incongruity. Mo#teover, since the resin-inpregnated
backsi de paper with a high concealing property is used as a backside | ayer,
a concealing property is inproved to avoi d appearance or a ground col or of
a core nmenber such as a plywood and a particle board, As a result, the

I am d [ b | ook ' [ i gp.
Fur  her mor o, O8Oy pagd R bat SUprEeciil! By Bebfltihe Thaf L BF in

stability, which iggehBasuifdentloasce@ig@ncehwi thhHEK Ga0Dusof bahe
decorative layer after formed under beat and pressure to be greater than or
equi val ent to a dimefegiohas wiegbias pybase tmatpdeksthe foagelayeBRIEF

DESCRI PT1 ON OF THE, DRAWAGR. LOMERZe, 'id 8! huGhung! cRgFtinel view of
brown color specific to phenol resin appears at the cut
end surface to cause a sense of incongruity.

Moreover, since the resin-impregnated backside
paper with a high concealing property is used as a
backside layer, a concealing property is improved to avoid
appearance of a ground color of a core member such as a
plywood and a particle board. As a result, the melamine
decorative board looks attractive in terms of design.

Furthermore, a warpage can be suppressed by
setting a dimensional stability, which is measured in
accordance with JIS K 6902, of the decorative layer after
formed under heat and pressure to be greater than or

equivalent to a dimensional stability of the backside

layer.

BRIEF DESCRIPTION OF THE DRAWINGS
[0009] FIG. 1 is a structural sectional view of a melamine
decorative board of the present invention.
FIG. 2 is a perspective view showing a crack

resistance test.



decorative board of the present invention. FIG 2 is a perspective
view show ng a crack resistance test. MDE FOR CARRYI NG OUT THE | NVENTI ON
[ 00101The present invention is described in detail hereinafter. A
condensat e of nelam ne and formal dehyde, i.e., a reactive resin, can be
obtai ned by heating a m xture having a nolar ratio of fornaldehyde to
melamne of 1.,0 or nore to a tenperature of 80-100C under weak al kali ne
conditions to allow a rnethylolation reaction to proceed; condensing the
m xture to reach a predeterm ned reachbion | evel; and then neutralizing and
cooling the mxture. Al though nmelam ne can be used i ndependently,
co-condensati on with acetoguanam ne, benzoguanam ne, cycl obexaneguanam ne,
areas or the like is possible. Furthernore, a nodified resin using

p-t ol uene } 48, t } b I tilized.
[OOIIrAs asggna u?ggﬁycéﬁgﬁﬂgggﬁgﬂggﬁgg$gﬁ?h%g%éﬁsgleﬁtapgﬁyglLy:éﬁe gl yco

having a nolfgoubfr veirght gfes20Q0 Divdr@ssn Ofisa diadcirtatd vent histeof per 100
parts by weight of a solid. content of the condensate is blended to the
condensate to proWedeiraftesin |ifui tohdenspapr eghfit i Brelaming c&9e of tri- or

nore val ent pol yal.kyl e | ycal polyval ent ether havin nol.ecul ar wei ght
of 2000 or | ess, £§¥§6ﬂ§38@§’dﬁlméﬁéﬁ?c?ﬁgfgg]Lp%%nl OQBE?Pfdb§yMeight of a

solid content of hhgiGRndensat&d sablandeshdlor rheicondenaal & aaiea
denaturant to provide a resin liquid

to melamine of 1.0 or more to a temperature of 80-100°C
under weak alkaline conditions to allow a methylolation
reaction to proceed; condensing the mixture to reach a
predetermined reaction level; and then neutralizing and
cooling the mixture. Although melamine can be used
independently, co-condensation with acetoguanamine,
benzoguanamine, cyclohexaneguanamine, ureas or the
like is possible. Furthermore, a modified resin using
p-toluene sulfonamide, caprolactam and the like can be

also utilized.
[0011] As a denaturant, 9-20 parts by weight of divalent
polyalkylene glycol having a molecular weight of 2000 or
less or a derivative thereof per 100 parts by weight of a
solid content of the condensate is blended to the
condensate to provide a resin liquid for impregnation.
In a case of tri- or more valent polyalkylene glycol
polyvalent ether having a molecular weight of 2000 or
less, 13-30 parts by weight thereof per 100 parts by
weight of a solid content of the condensate is blended to

the condensate as a denaturant to provide a resin liquid



-6- for inpregnation. The denaturant is dissolved into nethyl alcohol;
phase-separated fromthe nel am ne-fornal dehyde condensate, which 'becones a
matri x by drying after inpregnation and heating during formng; and

m cro-di spersed uniformy. This contributes to translucency of the core

| ayer of the obtained nelam ne resin decorative board, and inprovenent in
di nensi onal stability, crack resistance, flexibility, and the |like of the
mel am ne resin decorative board. [0012] As for a state of the resin liquid
provi ded for inpregnation, it is necefésary that while the condensate of
nmel am ne and fornmal dehyde, and the denaturant are dissolved into the resin
liquid, the denaturant is separated and di spersed when the resin liquid is
thermally cured. if the denaturant is in a uniformy dissolved state when
the resin liquid is_ thermally.cured | am ecorat.l o] excel | ent

i n di mensi onal st58f|%T'r%_%¥%§§ck Fggis gﬁgg?ggﬂﬁ%tcgéé%§?2i2g§1 In the
present invention,méghyar der aic@hednf i r ghtbatsepheattenat ufesth i s geparated and
di spersed in the resin when the resin liquid is thernally cured, it is

det er m ned whet hermelaenimesfarn sldghiviler oy depankparehich HFECHES tthe resin is
turbid in mlky-white; ar et her .t he. denaturant jis exudes,
when the resin - 'f‘-‘a'ililﬁ&iyd\g?rgl%raé T pmppeeadon 4 ?%Qg{@f ggi?’&gr my

transparent statefoihihg; deid M nedrbhakpéheddenatiiyoanly.i s neThher
separated fromnor dispersed in the resin but the resin and the denaturant
are dissolved i n eachribtuties . td f travelvesiay iof itheacers biagewi Pkyththi te state,

ii: is determ ned that the degaturant i s seﬁgrageqvgnd gi; er%ﬁﬂi and a
mel ani ne decor ati VRBUSIY eRELTTERE i FeBPmenSiC8RA V&t aBP ] y and crack

resistance can be ;g abBeGnt! {n tdie denahsr anipAXydasatk omsifncor ed matter,
it is determned that the denaturant is not dispersed but separated, and

t he above effects fomihdiitipearekpbetlékle of the melamine resin decorative
board.

[0012] As for a state of the resin liquid provided for
impregnation, it is necessary that while the condensate
of melamine and formaldehyde, and the denaturant are
dissolved into the resin liquid, the denaturant is
separated and dispersed when the resin liquid is
thermally cured. If the denaturant is in a uniformly
dissolved state when the resin liquid is thermally cured,
a melamine decorative board excellent in dimensional
stability and crack resistance cannot be obtained. In
the present invention, in order to confirm that the
denaturant is separated and dispersed in the resin when
the resin liquid is thermally cured, it is determined
whether the resin is uniformly transparent; whether the
resin is turbid in milky-white; or whether the

denaturant is separated and exudes, when the resin



[00131in a ease where a blending ratio of the denaturant is less than a
lower Iimt (by parts by weight), a state in which the denaturant is
sufficiently separated and di spersed in the resin cannot be obtained. As a
result, dinmensional stability and crack resistance are not inproved as

i nt ended, and spotty unevenness appears when only a core |layer is forned,
thereby to affect a color tone of a decorative layer. in contrast, in a
case where a blending ratio of the denaturant 8 XteO CI'S an upper limt (by
parts by weight), properties such as fieat resi stance are deteriorated.

Furt hernore, when a nel am ne decorative board is obtained, exudation of the
denaturant is induced during form ng under heat and -8- pressure and

probl ens arise, for exanple, that a pressing board (formng plate) is

stai ned, which ispot..prefe le. [001 i S. specific . es of
adi val ent polyalk;fqhg gﬁyc% 8% a g@rﬁégt?%ggtﬁgreg} %réﬁﬁg yet'hyl ene

gl ycol, pol ypropylieagsgd seaal starel Mbukyd&R@mined that the denaturant
pol y(oxyet hyl ene- oxypr opyl ene) gl ycol , ) ] .
pol y(or yet hyl ene- dxytestreimse hgtatied) floye glor dispersed in the resin but

pol y(oxypropy! ene_tg)éyrte%”; aé%%t EY(!, ré%)aglllyaﬁ?tl a{"é %tlses%lg‘gd in each other.
If the resin is in a turbid milky-white state, it is
determined that the denaturant is separated and
dispersed, and a melamine decorative board excellent in
dimensional stability and crack resistance can be
obtained. If the denaturant exudes from the cured
matter, it is determined that the denaturant is not
dispersed but separated, and the above effects cannot be
expected.

[0013] In a case where a blending ratio of the denaturant
is less than a lower limit (by parts by weight), a state in
which the denaturant is sufficiently separated and
dispersed in the resin cannot be obtained. As a result,
dimensional stability and ecrack resistance are not
improved as intended, and spotty unevenness appears
when only a core layer is formed, thereby to affect a
color tone of a decorative layer. In contrast, in a case
where a blending ratio of the denaturant exceeds an
upper limit (by parts by weight), properties such as heat
resistance are deteriorated. Furthermore, when a
melamine decorative board is obtained, exudation of the

denaturant is induced during forming under heat and



specific exanples of a tri- or nore val ent polyal kyi ene gl ycol
et her are polyethyl ene glycol glyceryi ether, polypropylene glycol

pol yval ent

gl yceryl

et her, polybutylene glycol glyceryl ether, poly(ethylene glycol-propyl ene
gl ynol ) gl yceryl et her, pol y(propyl ene gl ycol -tetranet hyl ene gl ycongl yceryl

ether as a triad; andpol yet hyl enegl ycol pentaerythritoi et her,

gl ycol pentaerythritol ether, polybutylene

gl ycol pentaeryt hritol et her, pol y(ethyl ene gl ycol - propyl ene
gl yool )pentaerythritol ether as a tet#ad, [0015] A resin-inpregnated core
paper a.s a core layer is obtained by inpregnating a whitish fibrous base
material with a varnish prepared by addi ng a dival ent pol yal kyl ene gl ycol
or a derivative thereof, or a tri- or nore vai ent poiyal kyl ene gl ycol

kgL ORARNSA GBI ARD 4168, dfot NGk A RE1M dHa3h 4 1 Drous

pol yval ent et her
base

[0014]

[0015]

pressing board (forming plate) is stained, which is not
preferable.

Listed as specific examples of a divalent
polyalkylene glycol or a derivative thereof are
polyethylene glycol, polypropylene glycol, polybutylene
glycol, poly(oxyethylene-oxypropylene)glycol,
poly(oxyethylene-oxytetramethylene)glycol,
poly(oxypropylene-oxytetramethylene)glycol. Listed as
specific examples of a tri- or more valent polyalkylene
glycol polyvalent ether are polyethylene glycol glyceryl
ether, polypropylene glycol glyceryl ether, polybutylene
glycol glyceryl ether, poly(ethylene glycol-propylene
glycol)glyceryl ether, poly(propylene
glycol-tetramethylene glycol)glyceryl ether as a triad;
and polyethylene glycol pentaerythritol ether,
polypropylene glycol pentaerythritol ether, polybutylene
glycol pentaerythritol ether, poly(ethylene
glycol-propylene glycol)pentaerythritol ether as a tetrad.

A resin-impregnated core paper as a core layer is
obtained by impregnating a whitish fibrous base
material with a varnish prepared by adding a divalent
polyalkylene glycol or a derivative thercof, or a tri- or
more valent polyalkylene glycol polyvalent ether to the

condensate; and then drying the whitish fibrous base

pol ypr opyl ene



material.As a whitish fibrous base material used, various base materials
can be applied, such as bl eached kraft pul p paper, as well as paper
including white fibers such as glass fibers, vinylon fibers, and the |iKke,
whi ch becone transparent or translucent when showi ng a wet col or, bl ended
paper, non-woven fabric, woven fabric, and the |like. A basis weight may be
around 100-200 gim2. [0016] It is preferable that the whitish fibrous
base material has 100A by weight or |ess of ash content in order to ensure
a mlky-white core layer and to obtai-a- crack. resistance and flexibility.
If the ash content exceeds an upper limt, the core |ayer does not becone
m | ky-white, and the intended inprovenent in dinensional stability, crack
resistance, flexibility, and the Iike in the decorative board. cannot be
obt ai ned, which is not.preferable.. Moreover, it . is prefer.abl adj ust a
total light transfttahte | Sac%o‘?’ﬁé%%@ g\ﬁ%trﬁuFTgaff 713 e%%?aﬁsga(?’ti cle
fornmed only of reshRid JPHEINGE L6 EOICcPRARRY abﬁli%Q?/oS%h d€seadHed he total
light transmttance exceeds an upper limt, the color tone or the core

| ayer when bondedkecaftnotlbeapsrarnedellvas phres indiudpngfvehidbl fdbeys0017) For
resi n-inpregnat ed backsid aper as a backside |ayer, base paper for a
decorative board ﬁ&gﬁﬂﬁgéﬁﬁghggﬁFFné‘ﬁ?@ﬂe?@??smﬁﬁghﬂr%?§$%dg$5@‘by

i mpregnating - 10ycbb&ached dpbabht Rapein Mibdn@ wWiaiissBwang 4 Rest drying the

bl eached '"trail paper, for exanple, can be applied. It is preferable that
t he varni sh does motori hitwdesd pheeabove-wesor foedediveabrfebpel yaldkyl ene

glycol or the derivative thereof, aqr the tri- or val en ol yal kylerte
gl ycol polyvalenttg?ﬂéﬁﬁsoA Sf%“§ﬁ§5Fé%§y§e fﬁ%ﬁ€£§9%ﬁﬁkg%@fanine
decorative hogng) Thi $;i 5, DECAUSELIN BhFO! fhd AYHitisACI ARG B Mieval eni

pol yal kyl ene glycol or a derivative thereof, or a tm- or nore val ent

pol yal kyl ene gl ycalateeiylvalaent 0t her welipkt r@silasd ofshow domtentiimg speed and

lowin curing density; and in contrast, in a backside I&yer BOL i ncluding a
di val ent pol yal kyPERRT dPyeBuIsy 2atdbFY VEtiteecarhelddSe, 288 0 CPF21%r nore

val ent polyal kyl eng, gl yeolis Pl v al &t rkfiliey L e §8bN 2k ©BRtedin CUring

speed and high in curing den5|ty.
exceeds an upper limit, the core layer does not become
milky-white, and the intended improvement in
dimensional stability, crack resistance, flexibility, and
the like in the decorative board cannot be obtained,
which is not preferable. Moreover, it is preferable to
adjust a total light transmittance in accordance with JIS
K 7136 of an article formed only of resin-impregnated
core paper to 30% or less. If the total light
transmittance exceeds an upper limit, the color tone of
the core layer when bonded cannot be obtained, which is
not preferable.

[0017] For resin-impregnated backside paper as a backside

layer, base paper for a decorative board having a

concealing property, which is prepared by impregnating



[ 00181The bl eached kraft paper is produced fromraw material for pulp by a
FOUrdrin i.817 nmulti-cylinder paper nmachine, a Fourdrinie,r Yankee paper
machi ne, or a cylinder paper machine. It is preferable that the bl eached
kraft paper is adjusted with titaniumoxide or the |[ike to have 3-10% by
wei ght of ash content so that a color tone of a base plate, such as a

pl ywood, a particle board, and a steel board, is not seen through. H the
ash content is less than a lower limt, concealing property is |lowered to
allow the color tone of the base plat#-to easily appear, and if the ash
content exceeds an upper |imt, crack resistance of the nelam ne decorative
board is made nore likely to be deteriorated. [00.1.91As a specification of
t he backside paper, it is preferable to adjust a total light transmttance
| n_accordance with, IS G 1138 8f a0 Jitem (QLRS, oRhQl, ARSI buwr egnat ed
backsi de paper to 096 01" I'éss’ PA or der "t énsure conceal | g property. if
the total light tnaggseidd anee pYpeLISHradkURPRY, ddrTbk, agnedal ings property
is lowered and. the color tone of the core |ayer when bonded cannot be

obt ai ned; which | ®métraplef dbabl ¢heA pasiishwedegt mray Bech- 2800 gi n.
100201A further object of tag resent %nveqti n,.s to,prquide g,  nelanne
decorative board vilH e EET erdgagé‘fa B adEVERTE, El¥9ls %y ef'sr abl e t hat
a di mensi onal stabichittitd ageaedancerw the JISiK 6802 nofret headegpr ati ve

| ayer after formed under heat and pressure is greater than or equivalent to
a di nensi onal st alpiollya)\kydéne dybalckslydalényether so agEspevimireys dt is
preferable that a ratio of ,the dinensi.onal, stahility of. the, decorative

| ayer to that of twp&%kﬁfdég?aﬁgﬁap’énﬁdfﬁg? Yo q‘?*’(f.d:?. o?rhr}‘ﬁr &to 1.0 or

| ess, nore preferaflyule 4nd P 8af & holubing %S§ivatl@n£(?fépyaﬁ_k9ﬁl@é1ce-

Furthernore, it is preferable that” a dinensional stability in accordance

with JIS K 6902 ofglycol or a derivative thereof, or a tri- or more valent
polyalkylene glycol polyvalent ether, the resin is slow in
curing speed and low in curing density; and in contrast,
in a backside layer not including a divalent polyalkylene
glycol or a derivative thereof, or a tri- or more valent
polyalkylene glycol polyvalent ether, the resin is fast in
curing speed and high in curing density.

[0018] The bleached kraft paper is produced from raw

material for pulp by a Fourdrinier multi-cylinder paper
machine, a Fourdrinier Yankee paper machine, or a
cylinder paper machine. It is preferable that the
bleached kraft paper is adjusted with titanium oxide or
the like to have 3-10% by weight of ash content so that a
color tone of a base plate, such as a plywood, a particle
board, and a steel board, is not seen through. If the ash
content is less than a lower limit, concealing property is

lowered to allow the color tone of the base plate to easily



-12- only a core layer after forned under heat and. pressure is 0,5% or

| ess because this provides the nelam ne decorative board wth excell ent
crack resistance.. Wil e the above conditions are net, ii the

di rensional stability in accordance with JJS K 6902 of only the core |ayer
after formed under heat and pressure is 0.1%or nore to 0.3%or less in a

| ongi tudinal direction and 0.3%or nore to 0.5%or less in a |ateral
direction and if the dinensional stability in accordance with JIS K 6902 of
only the backside | ayer after forned-under heat and pressure is 0.2% or
nmore to 0.4%or less in a longitudinal direction and 0.5% or nore to 1. 0%
or less in a lateral direction, then good warpage and. crack resistance is
obtai ned. [00211By keepi ng a bal ance of cure shrinkage between the backside

| ayer and the decor ative | e, the rre

decorative board. sanggléé t%‘S 'ﬁ%}ha‘ioélzt B?I eﬂbcegggc%%slfp " ang‘{%tf ee froma
breakage, a crack. oraeladréélgt&ﬁ&e,ofl tht hedagpkat dget@%eivd Lol wsed, the
core layer with ow curing density cannot bear shrinkage of the decorative

| ayer, and beconmesmedsinyrenkikpéd to ekdeigrevrdéedr ative surface concave.

. 00221 The ne] anmi ne resjn decoratjve,. boar f the .present |nvent| on is
obt ai ned by b}%k‘ﬂl ng the ?e&PRSH gb‘ha?’gdt% Dack8ide “papen, It

backsi depaper , t hemﬂé@@dbtlx()ftﬁh%%ﬁgf a total light transmittance in
accordance with JIS K 7136 of an item formed only of
resin-impregnated backside paper to 30% or less in order
to ensure concealing property. If the total light
transmittance exceeds an wupper limit, concealing
property is lowered and the color tone of the core layer
when bonded cannot be obtained, which is not preferable.
A basis weight may be 120-200 g/m?2.
[0020] A further object of the present invention is to
provide a melamine decorative board with less warpage.
To achieve this, it is preferable that a dimensional
stability in accordance with JIS K 6902 of the decorative
layer after formed under heat and pressure is greater
than or equivalent to a dimensional stability of the
backside layer.

Especially, it is preferable that a ratio of the
dimensional stability of the decorative layer to that of
the backside layer is adjusted to 1:0.3 or more to 1.0 or
less, more preferably 0.4 or more to 0.7 or less, to keep a
balance. Furthermore, it is preferable that a

dimensional stability in accordance with JIS K 6902 of



-13- resin-inpregnated core paper, the resin inpregnated patterned
paper,and, as appropriate, the resin-inpregnated surface paper on the
surface in this order, and pressing the stacked sheets of paper under
thermal pressure condition of a tenperature of /20-160C,, a pressure of
40-70 kg/cn2, and a tinme period of 30-70 m nutes. [Enbodinment 1] [002338.7
nol of nmelam ne, 1.8 nol of acetoguanam ne, 13.6 nol of formal dehyde
(converted value) in a 37%formalin solution, and water were fed into a
flask equi pped with a stirring devicej2-a thernonmeter, and a cooling
condenser, and a reaction solution was adjusted to pH 9.4 with caustic
soda. Then, after reacted at 95C for an hour, the reaction solution was
adjusted to pH 9.2 and concentrated. Furthernore, p-tolueriesulfenic acid

amde is added to the reactjon._s i.on anpd,_ aft r .sol ution
was adjusted to plqn‘}j.rf an 133 e ,%tﬁléfglé%g?iuonn&goﬁ%ﬁ %ﬁdvéggg%fo&ulsstsed to pH

9.2 with caustic $084a., ot 01644 abBcaudedthizedpi®liass nehamshepanam ne
co-condensate resin. - Next, the following are -blended per 100 parts by
wei ght of a soliddeontainve doarAew Hbdé fdedke niedrank nesdensguanan ne

co- condensate resin: parts by ight of ..a solid content of polypropyl ene
gl ycol glyceryl et heﬁﬂﬁgﬁ’/i ntgleanaggggagceonr%ﬁggﬁl af iyt o]‘f% 350 and a
hydroxyl value of @#QvA80nASsaBility I ¥ebed MLt NI oere H! ycol

pol yval ent ether; 7.5 parts by weight of urea; 100 parts by wei ght of

met hanol ; 2 part s obyy whieginredfaypr tadt ere fregut d omideraedat asd preapiryy agent. As
a result, a color lisesﬁ.lq’/gd ogrr aI‘II‘POS earteonto.%% n(i)rShl’es\é\a?nogt iorqgl udinal
direction and 0.3% or more to 0.5% or less in a lateral
direction and if the dimensional stability in accordance
with JIS K 6902 of only the backside layer after formed
under heat and pressure is 0.2% or more to 0.4% or less
in a longitudinal direction and 0.5% or more to 1.0% or
less in a lateral direction, then good warpage and crack
resistance is obtained.
[0021] By keeping a balance of cure shrinkage between the
backside layer and the decorative layer to minimize a
warpage, the melamine decorative board becomes easy to
handle during processing and free from a breakage, a
crack, and the like. If the backside layer is not used,
the core layer with low curing density cannot bear
shrinkage of the decorative layer, and becomes easily
warped, making a decorative surface concave.
[0022] The melamine resin decorative board of the present

invention is obtained by stacking the resin-impregnated

backside paper, the plurality of sheets of



Subsequently, the varnish, was inpregnated into a bl eached kraft paper
havi ng an ash content of 0% by wei ght and a basis weight of 130 glin2 so
that a degree of inpregnation of resin as indicated by Formula 1 becones
57% and a volatile nmatter content becones 7% Then, the bl eached kraft
paper was dried to obtain a resin-inpregnated core paper. [00241[Formula 11
Ai ei ght afterWi ght before inpregnationi npregnati on Degree of inpregnation
= x 100 (99 Weight before inpregnation 100251A patterned paper for a
decorative board having a basis wei ght3-of 140 glia2 was inpregnated with a
varni sh mainly conposed of nelamne resin so that a degree of inpregnation
of resin as indicated. by Fornula 1 becones 50% Theo, the patterned paper
was dried to obtain a resin-inpregnated patterned paper as a decorative

| ayer. .. ..
y resin-impregnated core paper, the resin-impregnated

patterned paper, and, as appropriate, the
resin-impregnated surface paper on the surface in this
order, and pressing the stacked sheets of paper under
thermal pressure condition of a temperature of
120-160°C, a pressure of 40-70 kg/cm?2, and a time period
of 30-70 minutes.

[Embodiment 1]

[0023] 8.7 mol of melamine, 1.8 mol of acetoguanamine,
13.6 mol of formaldehyde (converted value) in a 37%
formalin solution, and water were fed into a flask
equipped with a stirring device, a thermometer, and a
cooling condenser, and a reaction solution was adjusted
to pH 9.4 with caustic soda. Then, after reacted at 95°C
for an hour, the reaction solution was adjusted to pH 9.2
and concentrated. Furthermore, p-toluenesulfonic acid
amide is added to the reaction solution and, after the
reaction solution was adjusted to pH 7.2 and aged, the
reaction solution was adjusted to pH 9.2 with caustic
soda, to obtain a modified melamine-acetoguanamine
co-condensate resin.

Next, the following are blended per 100 parts by
weight of a solid content of the modified
melamine-acetoguanamine co-condensate resin: 20 parts

by weight of a solid content of polypropylene glycol



[ 00261A kraft paper, which had been produced froma pulp -15- slurry

obt ai ned by beating hardwood bl eached kraft pulp and a softwood bl eached
kraft pul p, having an ash content of 8% by weight and a basis wei ght of 185
00 was inpregnated with a varnish mainly conposed of the nodified

mel am ne- acet oguanam ne co-condensate resin so that a degree of

i npregnation of resin as indicated by Formula | becones 57% Then, the
kraft paper was dried to obtain a resin-inpregnated backsi de paper.

[ 0027] One sheet of the resin-inpregnated backsi de paper, three sheets of
the resin-inpregnated core paper, and one sheet of the resin-inpregnated
patterned paper are stacked in this order frombottom and the stacked
sheets were formed under thermal pressure condition of a tenperature of
128C, a pressure of 70 ka/cnP, and a tine period of, 120 .m to obtain
a nel ani ne decor atgitw/ceer E%ﬁgeﬁ%ﬁvﬁﬁgaﬁimt AY GRS T Ols WA v?ﬁelrﬁrm%éﬁgdi ment. 21
[ 0028] Enbodi ment 2nwag nymloeeRta@de idT £40MB0EHs Si il @rrmbee AdIntdescri bed
i n Enbodi nent 1, except that a kraft paper having an ash content of 2% by
wei ght and a basi 9ohedldiviend glp®lgeloRalers elded: imBtreads oy WREBKr aft paper

having an ash Conto?nltlreogi ?c())/?)bx\;ar\{\éasi %grt waérfghgl ) ?rilesthva\enio?;htz c;))far s8%yg/ ne,

weight of p-toluenesulfonic acid as a curing agent. As a
result, a colorless and transparent varnish was obtained.

Subsequently, the varnish was impregnated into a
bleached kraft paper having an ash content of 0% by
weight and a basis weight of 180 g/m?2 so that a degree of
impregnation of resin as indicated by Formula 1 becomes
57% and a volatile matter content becomes 7%. Then,
the bleached kraft paper was dried to obtain a

resin-impregnated core paper.

[0024] [Formula 1]
Weight after __ Weight before
impregnation impregnation
Degree of impregnation = x 100
%)
Weight before impregnation
[0025] A patterned paper for a decorative board having a

basis weight of 140 g/m2 was impregnated with a varnish
mainly composed of melamine resin so that a degree of
impregnation of resin as indicated by Formula 1 becomes
80%. Then, the patterned paper was dried to obtain a
resin-impregnated patterned paper as a decorative layer.

[0026] A kraft paper, which had been produced from a pulp



[ Enbodi nent 3] [00291Enbodi nent 3 was inplenented in a manner simlar -18-
to that described in Enbodi nent 1, except that a kraft paper haying an ash
content of 10% by wei ght and a basis weight of 190 gin2 was used instead of
the kraft paper having an ash content of 8% by wei ght and a basis wei ght of
185 gi nR2. [Enbodi rent 4] [00301Enbodi nent 4 was inplenented in a manner
simlar to that described in Enbodi nent L, except that an anount of

pol ypropyl ene gl ycol glyceryl ether blended was 13 parts by weight in terns
of solid content. [Enbodi nent 51 [ 00318 Enbodi nent 5 was inplenented in a
manner siml ar

slurry obtained by beating hardwood bleached kraft pulp
and a softwood bleached kraft pulp, having an ash
content of 8% by weight and a basis weight of 185 g/m?2
was impregnated with a varnish mainly composed of the
modified melamine-acetoguanamine co-condensate resin
so that a degree of impregnation of resin as indicated by
Formula 1 becomes 57%. Then, the kraft paper was
dried to obtain a resin-impregnated backside paper.

[0027] One sheet of the resin-impregnated backside paper,
three sheets of the resin-impregnated core paper, and
one sheet of the resin-impregnated patterned paper are
stacked in this order from bottom, and the stacked
sheets were formed under thermal pressure condition of
a temperature of 128°C, a pressure of 70 kg/cm?2, and a
time period of 120 minutes, to obtain a melamine
decorative board having a thickness of 1.0 mm.
[Embodiment 2]

[0028] Embodiment 2 was implemented in a manner similar
to that described in Embodiment 1, except that a kraft
paper having an ash content of 2% by weight and a basis
weight of 160 g/m? was used instead of the kraft paper
having an ash content of 8% by weight and a basis
weight of 185 g/m?2.

[Embodiment 3]

[0029] Embodiment 3 was implemented in a manner similar



to that described in Enbodi ment 1, except that an anmount of pol ypropyl ene
gl ycol glyceryl ether blended was 30 parts by weight in terns of solid
content. [Enbodi nent 61 [0032] Enbodi nent 6 was i nplenmented in a nmanner
simlar to that described in Enbodi ment t, except that poly(ethylene

gl ycol - propyl ene gl ycoQgl yeeryl ether was bl ended instead of pol ypropyl ene
gl ycol glyeeryl ether. [Enbodi nent 7] [00331Enbodi nent 7 was inplenented in
a manner simlar to that described in Enbodinment |I. except that 15 parts by
wei ght of a solid content of poly(oxy®thyl ene-oxypropyl ene)gl yeal having an
average nol ecul ar weight of 1400 and a hydroxyl value of 70-86 was bl ended
as a dival ent poiyal kyl ene glycol or a derivative thereof instead of

pol ypropyl ene gl ycol glyceryl et her. [Enbodi nent 81 100341Enbodi nent 8 was

I nplemented in a rmnr}]leart Sescrlbed in Embodiment 1, except that a kraft
paper having an ash content of 10% by weight and a
basis weight of 190 g/m2 was used instead of the kraft
paper having an ash content of 8% by weight and a basis
weight of 185 g/m2.

[Embodiment 4]

[0030] Embodiment 4 was implemented in a manner similar
to that described in Embodiment 1, except that an
amount of polypropylene glycol glyceryl ether blended
was 13 parts by weight in terms of solid content.
[Embodiment 5]

[0031] Embodiment 5 was implemented in a manner similar
to that described in Embodiment 1, except that an
amount of polypropylene glycol glyceryl ether blended
was 30 parts by weight in terms of solid content.
[Embodiment 6]

[0032] Embodiment 6 was implemented in a manner similar
to that described in Embodiment 1, except that
poly(ethylene glycol-propylene glycol)glyceryl ether was
blended instead of polypropylene glycol glyceryl ether.
[Embodiment 7]

[0033] Embodiment 7 was implemented in a manner similar
to that described in Embodiment 1, except that 15 parts
by weight of a solid content of

poly(oxyethylene-oxypropylene)glycol having an average



to that described in Enbodi nent 7, except that an anmount of

pol y(oxyet hyl ene- oxypr opyl ene) gl ycol bl ended was 9 parts by weight in terns
of solid content. [Enbodi nent 91 [0035] Enbodi nent 9 was inplenented in a
manner simlar to that. described in Enbodi nent 7, except that an anount of
pol y(oxyet hyl ene- oxypr opyl ene) gl ycol bl ended was 20 parts by weight in
ternms of solid content. [00361Conparative Exanple | Conparative
Exanple 1 was inplenmented in a manner simlar to that described in

Enbodi ment 1, except that four sheetsimf the resin-inpregnated core paper
and one sheet of the resin-inpregnated patterned paper were used instead of
using the resin-inpregnated backsi de paper. The di nensional stability of

t he backside |ayer shown in Table 1 is represented by a value neasured in a

test carried out for, one sheet, of .t esin-i egnat ed_cor aper arranged
undermost after fdPHEqY d@?lﬁgﬁfféﬂﬁngﬁﬁggﬁrgyé“gwgf’qBﬁ@?f%@%%grative
Exanple 2 . CQPpar fenig dE6aMR] €4 & et | my%'mﬂte@ﬁ IglyBRNNAYr Sinilar to
t hat described in Conparative Exanple 1, except that a resin-inpregnated
paper i npregnat ed dairitatave egheréofjuiidstefadr oésipvlyppregnat edsloork paper)
havi ng no polyprop¥lene gl ycol glyceryl ether blended therein was used. The
di mensi onal stabiﬂiYV”’#eﬁﬁ%Lbackside | ayer shown in Table 1 is represented
by a val ue neasured hRant8gtgjcarried out for one sheet of

resin-i npregnat ed paper arranged undernost after fornmed under heat and
pressure. [0034] Embodiment 8 was implemented in a manner similar

to that described in Embodiment 7, except that an
amount of poly(oxyethylene-oxypropylene)glycol blended
was 9 parts by weight in terms of solid content.
[Embodiment 9]

[0035] Embodiment 9 was implemented in a manner similar
to that described in Embodiment 7, except that an
amount of poly(oxyethylene-oxypropylene)glycol blended
was 20 parts by weight in terms of solid content.

[0036] Comparative Example 1

Comparative Example 1 was implemented in a
manner similar to that described in Embodiment 1,
except that four sheets of the resin-impregnated core
paper and one sheet of the resin-impregnated patterned
paper were used instead of using the resin-impregnated
backside paper. The dimensional stability of the
backside layer shown in Table 1 is represented by a value
measured in a test carried out for one sheet of the
resin-impregnated core paper arranged undermost after

formed under heat and pressure.



[ 00381Ref erence Exanple 1 Ref erence Exanple 1 was inplenented in a
manner simlar to that described in Enbodi ment 1, except that a bl eached
kraft paper having an ash content of 0% by wei ght and a basis wei ght of 180
girri2 was used instead of the kraft paper having an ash content of 8% by
wei ght and a basis weight of 185 glin2. [0039] Reference Exanple 2

Ref erence Exanple 2 was inplenented in a manner simlar to that descri bed
i n Enbodi nent 1, except that a kraft paper having an ash content of 50% by
wei ght and a basis wei ght of 140 glin2-was used instead of the kraft paper
havi ng an ash content of 8% by wei ght and a basis weight of 185 g/iirs2.
-19- [00401Ref erence Exanple 3 Ref erence Exanple 3 was inplenented in
a manner simlar to that described in Enbodi nent 1, except that an anount

?Bogiaég;gfghggﬁgggﬁgﬁgnggxggﬁggIﬁ&ﬂgﬁhpbended was 5 parts by weight.

Comparative Example 2 was implemented in a
manner similar to that described in Comparative
Example 1, except that a resin-impregnated paper
impregnated with a resin liquid (for resin-impregnated
core paper) having no polypropylene glycol glyceryl ether
blended therein was used. The dimensional stability of
the backside layer shown in Table 1 is represented by a
value measured in a test carried out for one sheet of
resin-impregnated paper arranged undermost after
formed under heat and pressure.

[0038] Reference Example 1

Reference Example 1 was implemented in a manner
similar to that described in Embodiment 1, except that a
bleached kraft paper having an ash content of 0% by
weight and a basis weight of 180 g/m2 was used instead of
the kraft paper having an ash content of 8% by weight
and a basis weight of 185 g/m2.

[0039] Reference Example 2

Reference Example 2 was implemented in a manner
similar to that described in Embodiment 1, except that a
kraft paper having an ash content of 50% by weight and a
basis weight of 140 g/m2 was used instead of the kraft
paper having an ash content of 8% by weight and a basis

weight of 185 g/m?2.



Ref erence Exanple 4 was inplenmented in a manner simlar to that. described
i n Enbodi nent 1, except that an anmount of pol ypropyl ene glycol glyceryl

et her bl ended was 40 parts by weight, [00421Eval uation restate are shown in
Table 1. [Table 1] -21- 100431Eval uati on nmethods are as foll ows.
Formability: A nelam ne decorative board was obtained by form ng under
thermal pressure condition of a tenperature of 132C, a pressure of 70
kg/cn2, and a tine period of 64 mnutes. A nelam ne decorative board
obtained in a good condition was eval-tmted as 0 (good), and a nel am ne
decorative board in which a bl eedout (exudation) of the denaturant from a
back face or a side face was observed was eval uated as X (poor).

[0040] Reference Example 3
Reference Example 3 was implemented in a manner
similar to that described in Embodiment 1, except that
an amount of polyprepylene glycol glyceryl ether blended
was b parts by weight.
[0041] Reference Example 4
Reference Example 4 was implemented in a manner
similar to that described in Embodiment 1, except that
an amount of polyprepylene glycol glyceryl ether blended
was 40 parts by weight.
[0042] Evaluation results are shown in Table 1.

[Table 1]
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was neasured based on the specification of ,118 K 7361-1 (2000) 3.2. As a
nmeasuri ng device, Haze-Gard Il manufactured by Toyo Sei ki Sei saku-Sho, Ltd,
was used. [0047] Crack resistance: On the decorative board with a

di mrension of 150 mn by 50 ram (width direction x fiber direction), a slit
of 3 Mmin wdth by 15 remin depth was nmade parallel to the fiber
direction, to obtain a test. specinen. After cured in a thernostatic oven
at 40C and 90% RH for 15 hours, the test specinmen was imediately fixed to
an apparatus (see FIG 2) used for a-2rack resistance test under pressure
as set forth in ES K-6902. Then, after the test specinen was allowed to
stand in a thernostatic oven at 80C for a predetermned tinme period, a
crack |l ength was neasured. When the crack length after a | apse of nine
hours was O- t he, crack resi stance was | uated as Le) (very good),
10-20 rem as[jo%4 ood) %V%% Oﬁlu’r‘feg}'téo%‘F ?/éirsatg’g °¥"nd 30 ramor longer as X
(poor). In addition, whemdNetsr agk penghied edcbef0nee abbapse wofs ni ne hours
(i.e., when the crack length reached about 35 mm, the crank resistance was
al so eval uat ed asodgipedrhy foPBing§ QOUBIrVirqragel prepivececogadtion: cbut of the
decorative board with a dinmension 280 ram by 5 am (width direction x
fiber directi on),aaﬁ?dn%?lraafﬁﬁﬁn?fpéfg’g\%\%’r ﬁaaée%%nﬁgghrgaﬂc qu%r(l: %f four
edge points. Vhengthe jamxjdHmevahigy &fs. Wak RAGE nofn et REcHaeBiabbyal board was
0-5 mm war page resistance was eval uated as 0 (good), 5-10 mmas A
(average), and lOohmioednor e @ dXcépdision W0049% Diatedsaorial (snoddi | ity:

D nmensi onal stability was rreasurgd based qn the.dinen ionat{1 S abé'lity t est
in accordance wit AMATAsIEAEMIBE nBECHEE YeafoRdfed™ t o trbsbt Fﬁé}ou

hi gh-pressure decaratd M, SNELLEe AShSelahO b B A& £28902.a Thes core | ayer
was fornmed of three stac?<ed sheets of the resin-inpregnated core paper
under a conditi onfaamMeaasbishatedvasnbodivaead ak, Xaddothe backing | ayer was
formed of | Stﬁgie sheet of the backside | ayer under a condi itohne same as

t hat of Enb t 1. External appearance of ‘the core layer an
backside layer: Three stacked sheets of the
resin-impregnated core paper or just one sheet of the
backside layer were formed under heat and pressure in a
manner similar to that for obtaining a melamine
decorative board, and then each external appearance was
observed.

[0045] Concealing property: Using a color tone (L*a*b*AE)
measured based on a light resistance test in accordance
with “Testing method for laminated thermosetting
high-pressure decorative sheets” as set forth in JIS K
6902 (1998), a color tone of one sheet of the backside
layer formed under heat and pressure was measured on a
white base material and a plywood base material to
determine a difference in color tone (AE).

When the value of AE was 2.0 or less, concealing



EXPLANATI ON OF REFERENCE NUMERALS [ 0050] 2-resin-i npregnated decorative
paper |ayer, 3."resin-inpregnated core paper layer, 5...resin-inpregnated
backsi de paper |ayer, 6-Mehl/nine decorative hoard . A ne.iamne
decorative board produced by s decorative |layer, a core |layer, and a
backsi de | ayer in order fromthe surface, and then form ng the | ayers under
heat and pressure, wherein the decorative |ayer is a resin-inpregnated
patterned paper, the core layer is a plurality of sheets of a
resin-inpregnated core paper produced2dy inpregnating a whitish fibrous
base material with a resin liquid including: a condensate of nelam ne and
for mal dehyde; and a dival ent pol yal kyl ene glycol or a derivative thereof,
or atri- or nore valent ponaIkerne egcoI pol yval ent ether, and then

drying the whitish fibrous c yer is a
resin- |npregnatedIﬁggﬁgvﬁg”ﬁhﬁg?ﬂPtSHU% d3b§veﬂ$58°§§t?ng a glb?ﬁus base
material a condenggbgdofs el @mi Be Andaordm)dehvideo.cad hben adr ¥ ng the

fi brous base nmateri al,
(poor)

[0048] Total light transmittance: Total light transmittance
was measured based on the specification of JIS K 7361-1
(2000) 3.2. As a measuring device, Haze-Gard II
manufactured by Toyo Seiki Seisaku-Sho, Ltd. was used.

[0047] Crack resistance: On the decorative board with a
dimension of 150 mm by 50 mm (width direction x fiber
direction), a slit of 3 mm in width by 15 mm in depth was
made parallel to the fiber direction, to obtain a test
specimen. After cured in a thermostatic oven at 40°C
and 90% RH for 15 hours, the test specimen was
immediately fixed to an apparatus (see FIG. 2) used for a
crack resistance test under pressure as set forth in JIS
K-6902. Then, after the test specimen was allowed to
stand in a thermostatic oven at 80°C for a predetermined
time period, a crack length was measured.

When the crack length after a lapse of nine hours
was 0-10 mm, the crack resistance was evaluated as ©
(very good), 10-20 mm as O (good), 20-30 mm as A
(average), and 30 mm or longer as X (poor). In addition,
when the crack penetrated before a lapse of nine hours
(i.e., when the crack length reached about 35 mm), the

crack resistance was also evaluated as X (poor).



a ratio of a dinensional stability in accordance with JIS K 6902 of the
decorative layer to that of the backside |ayer after forned under heat and
pressure is 1:0.3 or nore to 1,0 or |ess, and a di mensi onal
stability in accordance with JIS K 6902 of only the core |layer after forned
under heat and pressure is 0.5%or less. 2. The nel am ne decorative board
according to claimwherein the dinensional stability in accordance with JIS
K 6902 of only the core |ayer after formed under heat and pressure is 0.1%
or nore to 0,3%or less in a longitud?hal direction and 0.3%or nore 95 to
0.5%or less in a lateral direction.

[0048] Warpage: A piece was cut out of the decorative board
with a dimension of 280 mm by 50 mm (width direction X
fiber direction), and an amount of warpage was measured
at each of four edge points. When the maximum value
of warpage of the decorative board was 0-5 mm, warpage
resistance was evaluated as O (good), 5-10 mm as A
(average), and 10 mm or more as X (poor).

[0049] Dimensional stability: Dimensional stability was
measured based on the dimensional stability test in
accordance with “Testing method for laminated
thermosetting high-pressure decorative sheets” as set
forth in JIS K 6902. The core layer was formed of three
stacked sheets of the resin-impregnated core paper under
a condition same as that of Embodiment 1, and the
backing layer was formed of just one sheet of the
backside layer under a condition same as that of

Embodiment 1.

EXPLANATION OF REFERENCE NUMERALS

[0050] 2...resin-impregnated decorative paper layer,
3...resin-impregnated core paper layer,
5...resin-impregnated backside paper layer,

6...melamine decorative board



3. The mel am ne decorative board according to claiml or 2, wherein a

di nensi onal stability in accordance with JIS K 6902 of only the backsi de
| ayer after formed under heat and pressure is 0.2%or nore to 0,4% or |ess
in a longitudinal direction and 0.5% oo, nore to 1.0%or less in a |lateral
direction. 4. The nelam ne d rative board according to claim1l
wher ei ncontent of the fibrous base material used as the backside | ayer

i swei ght . 5. The nel am ne decorative board according to claim
wherein a total |ight transmttanceai gordance with JIS K 7136 of only
the core layer after fornmed under hea pressure is 30% or |ess.

6. The nel am ne decorative hoard accordlng to claimwherein an anmount of
t he dival ent polyal kyl erte glycol or the derivative thereof added is 920

parts by weighty perAl%lamegmec%fra@nﬁeoludﬂaﬂaorﬁx%ratuc@fd thie sardensahe.
The nel am ne decorative board according to claimwherein an anount of the

tri- or nbécredleniapol yalkyéaagegl ¥8ala palckvad €My et hgror@ddedons th3- 30
parts by weight per 100 parts by weight of a solid content of the
condensateurface, and then forming the layers under heat and pressure,
wherein
the decorative layer is a resin-impregnated patterned paper,
the core layer is a plurality of sheets of a resin-impregnated
core paper produced by impregnating a whitish fibrous base material
with a resin liquid including: a condensate of melamine and
formaldehyde; and a divalent polyalkylene glycol or a derivative
thereof, or a tri- or more valent polyalkylene glycol polyvalent ether,
and then drying the whitish fibrous base material,
the backside layer is a resin-impregnated backside paper
produced by impregnating a fibrous base material with a condensate
of melamine and formaldehyde, and then drying the fibrous base
material,
a ratio of a dimensional stability in accordance with JIS K
6902 of the decorative layer to that of the backside layer after
formed under heat and pressure is 1:0.3 or more to 1.0 or less, and
a dimensional stability in accordance with JIS K 6902 of only

the core layer after formed under heat and pressure is 0.5% or less.

2. The melamine decorative board according to claim
1, wherein the dimensional stability in accordance with JIS K 6902
of only the core layer after formed under heat and pressure is 0.1%

or more to 0.3% or less in a longitudinal direction and 0.3% or more
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to 0.5% or less in a lateral direction.

3. The melamine decorative board according to claim 1 or 2,
wherein a dimensional stability in accordance with JIS K 6902 of
only the backside layer after formed under heat and pressure is 0.2%
or more to 0.4% or less in a longitudinal direction and 0.5% or more

to 1.0% or less in a lateral direction.

4. The melamine decorative board according to claim 1,
wherein an ash content of the fibrous base material used as the

backside layer is 2-10% by weight.

5. The melamine decorative board according to claim 1,
wherein a total light transmittance in accordance with JIS K 7136 of
only the core layer after formed under heat and pressure is 30% or

less.

6. The melamine decorative board according to claim 1,
wherein an amount of the divalent polyalkylene glycol or the
derivative thereof added is 9-20 parts by weight per 100 parts by

weight of a solid content of the condensate.

7. The melamine decorative board according to claim 1,
wherein an amount of the tri- or more valent polyalkylene glycol
polyvalent ether added is 13-30 parts by weight per 100 parts by

weight of a solid content of the condensate.



