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

[ 00021Conventionally, it is generally known 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_gol 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 the 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
fibrous base material WELABINBINECONRAMIVIAB@AFIIe | ayer. PRI OR ART
DOCUMENTS PATENT DOCUMENTS [ 00031Pat ent Docunent 1: Japanese Unexani ned
Pat ent Application Publication No. 2008-073979

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.

PRIOR ART DOCUMENTS
PATENT DOCUMENTS
[0003] Patent Document 1: Japanese Unexamined Patent

Application Publication No. 2008-073979



[ 00041Pat ent Docunment 2: Japanese Unexam ned Patent Application Publication
No. 2002-212389 [00051Patent Docunent 3: Japanese Unexam ned Patent
Application Publication No, 2001-001480 SUMVARY OF THE | NVENTI ON PROBLEMS
TO BE SCLVED BY THE | NVENTI ON [ 00061Si nce the whitish fibrous base materi al
with. less ash content used for the core |ayer, when a decorative board, in
whi ch a decorative paper colored softby and lightly with white, yellow, or
the like is used for a decorative |ayer, is bonded onto a core nenber such
as a plywod, a particle board, a steel boar(' color tone of the core
menber is seen through and faintly appears on a surface of the decorative
board, thereby to affect the original color tone of the decorative |ayer in
sonme cases[0MM4leover Pawbhk eDaculm ekiness Jafp atteg eddbneed inveedoBadens adj ust ed
to be between 0.6 mmand 1.8 rum as priate by changing the nunber of

sheets of a reS|ApmdpﬁégﬂaﬂﬁmbboaQOWab@W5MHBHZé§3@WE core layer, a bal ance
of cure sh e between t core | ayer. and the _decorativ ayer becones
easily detghﬂgggted &ﬁ@ﬁnﬁhﬂoﬁﬂﬁﬁ§i gﬁ@%ﬂﬁ%& REXLMaPF rk £§n5 resul t,
there arises a phobliem o, W SN ARG nIRGOTAId B oha%er 1S war ped.

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



into a concave shape under the influence of .enperature and humdity. MEANS
FOR SCOLVI NG THE PROBLEMS | 00071 The present invention has been contenpl at ed
to solve the above-described problens. A nain constituent of the present
invention is a nelam ne decorative board produced by stacking a decorative
| ayer, a core |layer, and a backside | ayer, and then formng the |ayers
under heat and pressure. The degorative |layer is a resin-inpregnated
patterned paper. The core layer is a plurality of sheets of a
resin-inpregnated core paper produced by 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 a tri- or normtvahermtngeoleyahkykemedgr bel ipdhynat exft teenberatersd t hen
drying the whitish _fibrous base material. The backside layer is a
resi n-i npr egnat et BAek&ildetYpaper produced by inpregnating a fibrous base
material with a condensate of nelam ne and formal dehyde, and then drying
the fibrous base material. -4- 100081In the nelam ne resin decorative

board of thE: RRESFHRI HYERING . THIFPR G RE, pxig i sh i brous base

[0007] The present invention has been contemplated to
solve the above-described problems. A main constituent
of the present invention is a melamine decorative board
produced by stacking a decorative layer, a core layer, and
a backside layer, and then forming the layers under heat
and pressure.

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.

EFFECTS OF THE INVENTION



material is used as a base material, the core |ayer is -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.

Mor eover, 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 of a ground color ofga core nenber such as a plywood and a
particle hoard. As a result, the nelam ne decorative board | ooks attractive
in terns of design. Furthernore, a warpage can be suppressed by
setting a dinensional stability, which is nmeasured in accordance with JIS K
6902, of the decorative |ayer formed under heat and pressure to be greater
than or eqloa@dlent tbnatHiemansiomahestrabihi decofatie dacksi def | tlyer. BRI EF
DESCRI PTI ON OF THE DRAW NGS [00091FIG 1 is a structural sectional view of
a mmi ne decor at i beedsodr dinveRbi@npr esigvee | Ayentwbptish fibrppg base a

perspective view showi ng.a crack resistance  -5- .
material®is used as a base material, the core layer is

milky-white. Therefore, it never happens that dark
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.



MODE FOR CARRYI NG OUT THE | NVENTI ON 100101The present invention is
described in detail hereinafter. A condensate of nelam ne and fornal dehyde,
i.e. areactive resin, can be obtained by: heating a m xture 'having a

nmol ar ratio of fornmal dehyde to nelamne of 1.0 or nore to a tenperature of
80-100C under weak al kaline conditions to allow a nethylol ation reaction to
proceed; condensing the m xture to regach a predeternined reaction |evel;
and then neutralizing and cooling the m xture. Although nel am ne can be
used i ndependent|y, co-condensation w th acetoguanarni ne, benzoguanam ne,
cycl ohexaneguanam ne, ureas or the like is possible. Furthernore, a

nodi fi ed resin using p-toluene sul fonam de, caprolactarn and the |Iike can
be al so utMOREdFOR&ARRY NGO DIBAE INVIONQIONS by wei ght of dival ent
pol yal kyl ene gl ycol having a nol ecul ar wei ght of 2000 or |less or a

deri vati vel&Hdrleof pBhel0premants byvemtight of adewiribedontrentdedhik he
condensate is blended to the condensate to provi ge aresin liquid for

i npregnation. | MArCasEtgr tri- for RO ev%ﬁi‘gent B yarkIABHEE g

pol yval ent et her, havi a ol .ecul ar_ wei.gh f.20 oy | - -30. parts by
foggnal]%%h de 1'%')7 %‘\eli'egahcttg\é% r%sng Q%n be oeﬁstsdln%ﬁtﬁg

wei ght, thereof p B’art’s a solid content o

condensate is bligaggdgt 2 hhet&ANIBRSALE a8 ofa H8RALIIAMo riPa IOMidle a resin
liquid for inpregnation.The denaturant is dissolved into nethyl alcohol;

phase- separ at ed tfor amalafei mebam. 0ef aroml tehy demperdensatod, 80K (becones a
matri x by drying after inpregnation and heating during formng;. and

nm cro- di sper sed whd¢nrme sk aligﬁaslllt‘brﬁ?wlidbtﬂtoé@ t® allewst ysehlyladptione core

| ayer of the obtained nel am ne resin decotatiyve board, and i%rovemant in

di mensi onal st abi43aLD Pak OF8-F s °8R &nsiPgxk ‘?Ilflf%/t,dré*nao_tﬁ ‘ibl Ke of the
e { o PR g s g Hoe LA
mel anine and forgmidedysiee angdtdhe denshynght néél@mine 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



di ssolved 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, a
mel am ne decorative board excellent in dinmensional stability and crack
resi stance cannot be obtained. In the present invention, in order to
confirmthat the denaturant is separgied and dispersed in the resin when
resin liquidis thermally cured, it is determned ther the resin is
uniformy transparent; whether the resin is turbid in mlky-white; or

whet her the

for impregnation. The denaturant is dissolved into
methyl alcohol; phase-separated from the
melamine-formaldehyde condensate, which becomes a
matrix by drying after impregnation and heating during
forming; and micro-dispersed uniformly. This
contributes to translucency of the core layer of the
obtained melamine resin decorative Dboard, and
improvement in dimensional stability, crack resistance,
flexibility, and the like 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 1s
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



denaturant is separated and exudes, when the resin -7- liquid is cured.]If
the resinis in auniformy transparent state, it is determned that the
denaturant is neither separated fromnor dispersed in the resin but the
resin and the denaturant, are dissolved in each other. if he resinis in a
turbid mlky-white state, it is determ nedthe denaturant is separated and
di spersed, and a nel am ne decorative _poard excellent in dinmensional
stability and crack resistance can be obtained If the denaturant exudes
fromthe cured matter, it is determ ned that the denaturant is not

di spersed but separated, and the above effects cannot expected. 001lln a
case where a blending ratio of the denaturant is less than a lower |imt
(by parts by weibhtulid asstai®d.n Wifchheherdemat iy amh suf fuindf@mnhly
separated and di spersed in the resin cannot be obtained. As a result,

di mensi onal st abttanspanedtcstatie, ridsisdateemanednbhat ipeodedassramt ended,

and spotty unevenness appears when only a core layer. is forned, thereby to
affect a col or ttha@edfhes aeearaw{)ér?@yép.r TriPesRE§ gt ,th?rFea”Ba}é‘ép where a

bl ending rati 0 ofy | e AeNAlE AN EXEEEY5 A JAREL LT Ly LRYL AL, bY
as ne ea.

wei ght), properties sucl at  resistance are deteriora urt her nore,
when a nel am ne gecgiatjagnhqar dni i ofldiiaednilRuUdaLikON s94td, het denat ur ant

i s induced during form ng under heat and

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 crack 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



pressure and problens arise, for exanple, that a pressing board (form ng
plate) is stained, which is not preferable.

[ 0014] Li st edasspeci fi cexanpl esof adi val ent pol yal kyl ene glycol or a
derivative thereof are polyethylene glycol, polypropylene glycol,

pol ybut yl ene pol y(oxyet hyl ene- oxypr opyl ene) gl yeol ,

pol y(oxyet hyl e ne -oxy-tetra toothy Ifne)glycol,

pol y(oxypropyl ene- oxyt etranmet hyl ene) gl ycol . Li sted as specific exanples of a
in- or nore val ent polyal kyl ene glycol polyval ent ether are pol yethyl ene

gl ycol glyeeryl ether, polypropylene glycol glyceryl ether, polybutylene

gl ycol glyceryl ether, poly(ethylene glycol-propyl ene

gl ycopgl yceryl et pegsqaaley ( phdpypesiclegh y calriéet r fovet byhendegl thalt) gl yceryl
ether as a triad, andpol¥ethyleneglycolpentaerythrltolether ponProperne
gl ycol pent aerythr¢ssulnge herd (forylngypdate) is stained, which is no

I I
gl yco pentaerythg;é %? , pol y(et hyl ene

[0014] 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.

[0015] 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 thereof, or a tri- or
more valent polyalkylene glycol polyvalent ether to the

condensate; and then drying the whitish fibrous base



gl ycol - propyl ene glycoi)pentaerythritol ether as a tetrad. 10015 A
resin-inpregnated core paper as a core layer is obtained by inpregnating a
whitish fibrous base material with a varnish prepared by adding a dival ent
pol yal kyl ene gl ycol or a derivative thereof, or a tri- or nore val ent

pol yal kyl ene gl ycol polyvalent ether to the condensate; and then drying the
whitish fibrous base -9- naterial.Aﬁya whitish fibrous base material used,
vari ous 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 like, which becone transparent or translucent when show ng
a wet color, blended paper, non-woven fabric, woven fabric, and the |like. A
basis wei ght maymBeeaiaaund Al00z 2Qhigl s 2fibt0036baskt mateyinkf asad) e t hat
the whitish fibrous base material has 10% by wei ght or |ess of ash content
in order to ensuv@riausi bkye whaterieds earaper anntiedo vbthaias blesgheadesi st ance
and flexibility. If the ash content ceeds an upper. limt, the core |ayer
does not becone %ﬁ?%ypﬂhi@épeén&stW€?rﬁ?e%%%%rFﬁﬁﬂﬂb@ﬁ%ﬂ@“ﬁﬁ 4P ¥ehsi ona

stability, crack regsistance, (flexibilit he 14 i h egorative
80 a% a%\‘?hif%: SEEN Y’IICI)]I‘YIXh El%%l‘% ga.n(#vléﬁe ﬂk‘é, Q}Yﬂlcﬁls

S
board cannot be ‘0btaiiied, preterabl reover,

preferable to adjdsima HOLAprkdRt of ARSI & EARNC 8y h&in BALAK HANGE W h J1S K
7136 of an article fornmed only of resin-inpregnated core paper to 30% or

less. If the totallok] Bhdndedpaimelt ancewexweeetisbEn, wapem Fabrikc, atde col or
tone of the core |ayer when bonded cannot he obtained, which is not
pref erabl e. [001theroiker esiirbdsipregietttem ayabr st waishpd0 480 £/Becksi de | ayer,

base paper(faiej2 decpralive, board havig 4,GonGSaliAg FHORSL o oh 1o
material has 10% by weight or less of ash content in
order to ensure a milky-white core layer and to obtain
crack resistance and flexibility. If the ash content
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 Ilight
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



-10- bl eached kraft paper wth a varnish and then drying the bl eached kraft

paper, for exanple, can be applied. It is preferable that the varnish does

not include the above-described dival ent pol yal kyl ene glycol or the

derivative thereof, or the tri- or nore val ent polyal kyl ene gl ycol

pol yval ent ether so as to suppress a warpage of the nelam ne decorative

board. This is because in a core |layggp including a divalent polyalkylene

glycol or a derivative thereof, or a tri- or nore val ent polyal kyl ene

gl ycol polyvalent ether, the resin is slowin curing speed and |ow in

curing density; and in contrast, in a backside [ayer not including a

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

val ent pol yal kyl ehexcleictrapobyyekenitiebhearnidie an@stiie h sdifydag the curi ng

speed and high in curing density. [00181The bl eached kraft paper is

produced from r aarcthed &iraftopapelrp foy examoplar¢an dre appliedsy| Inder paper

machi ne, a Fourdrinjer_ Yank paper machine, or a cyllnder aper machi ne.

It is preferabl ePt raf’ﬂt"e ﬁ@é kr"a"frtmblépe‘f 0% ZWtust ht1§ t ani um

oxide or the like. to hav 1 @6b ntent, so h col or
bov esc 31) (P di ?ay\entg o%baﬁt[. (eﬁg b@gcaf o aEhea

tone of a base p?a?e SUCh &S a ywood, “a and a stee

board, is not segayitioHah. tﬂéretolte agh cad enfyii s dessmbhan aliemer lint,
conceallng property is lowered to allow the color tone of the base plate to

easily 11- appepolyahkgléfie tdigcabipodpnabnit exbeeds an uppepplrersts crack
resi stance of the mel am ne decorative board is made nore likely to be
deteriorated. [OWGT9RAS @fsﬁbelﬁﬁ%ﬁﬂh@ﬁEoﬂeﬁﬁ@ﬂ%&%kbpaédpapgblslisls

f ble t t t ot al ht t tt d th : M5 K
7136 of an | tem PETHEAP ORI% CBFE BLP RO SUHArCE HRERE BEOBIREI TS 3006 or
less in order to,n3yr e, GP £G2ARAA RRAPESE Yor | he oLAld Lahtns

transmttance exceeds an upper T'I'mt, concéaling property is |owered and

the color tone Of)ol}hﬁk?y@éﬁelgqyeél W@@fwmﬁe@ltwrtme hesiabtaisned, inhi ch is
not preferable. A basis weight nay he 120-200 g/ nR2. [002WA further object

of the present icwemtg speed dmwd goevidecwrimgl denpgydenot ani ventwatd wit h
| ess warpage. To achieve this, it is preferable that a dinensional
stability in acct dabeeksidenlayes robdozledinghe éé‘b’blteélttl K’/‘élylaé?é}e%ﬁ‘ ter

orred under oot 208 B PR GukRu R Bl 8P £t AL AR
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



Especially, it is preferable that a ratio of the dinensional stability of
the decorative layer to that of the backside layer is adjusted to 1:0,3 or
nore to 1.0 or less, nore preferably 0.4 or nore to 0.7 or less, to keep a
bal ance. Furthernore, is preferable that a -12- only a core |layer after
formed under heat and pressure is 0.5%or |ess because this provides the
mel am ne decorative board with excel l,gnt crack resistance. VWil e the
above conditions are net, if the dinmensional stability in accordance with
JI SK 6902 of only the core |layer after fornmed under heat and pressure is
0.1%or nore to 0.3%or less in a longitudinal direction and 0.3%or nore
to 0.5%or less in a lateral direction and i ensional stability in

accordance W th IESekr690@d of t0rl ¥shheohecksid@ekdyeanatipgerf inied under
heat and essure is 0.2%or nore to 0.4%or less in a longitudinal direction
and 0. 5% or nor ectackl. ®sbistahessofi the Imebamlinei decoramyet heardgoddl war page

and crack resistance is obtained. [002 |IBy kégping a bal ance of cure
shrinkage bet weeRadfeHHEKEKES ItayRs dgheriokatedcorative | ayer to mninize a

R R R NG ST e R T

processing a ree a crac e e backsi de

l'ayer is not usefdyofGpEor €ol AVHus L tOMICUIERY J8RAL Rt £ANOL jbear
shrinkage of the decorative |ayer, and becones easily warped, nmaking a

decorative surf agece@nasiee witB0223TKHe 7m&léamif nenr geinmn fdeaordtdnlg bhbar d of
the present invention is obtained b{_stacking t he resin-inpregnated
backsi depaper , t hegtiar Bihprgshghedthsstkside paper to 30% or less in order

to ensure concealing property. If the total light
transmittance exceeds an upper 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-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 thernal pressure
condition of a tenperature of 120-160C, a pressure of 40-70 kgicca2, and a
time period of 30-70 m nutes. [Enbodi ment 1] [002318.7 nol of nelamne, 1.8
mol of acetoguana ine, 13.6 inol of figrmal dehyde (converted value) in a 37%
alin solution, and water were fed into a flask equipped with a stirring
device, a thernoneter, 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 concentr at ed.

Furt hernore, p-toehlieaesatef bnjexr atiied firnted vndddhdat ardderesactd o sol uti on
and, after the reaction solution was adjusted to pH 7.2 and aged, the
reaction sol uti of-9%as e deted begappe9. thigi t brevidesi ctikodanekagnomt ai n a

nodi fi ed nel anm ng- acet oguanani.ne. o-conﬂgn ate resin. Next, the
fol l owing are bl BRHYHthES doithy epge F‘Srﬁraﬁ e8I YCont ent of the

dified | am ne- ] - LN: . i ght of
modi t1ed e’ am ne acﬁ’th‘l%’agt?fﬂe”%bﬁ%fc0’39%{&?@5?15{ 3k0 mQeParks Dy, wei ght o

e
a solid content of polypro ne gl ycol yceryl ether having an

average nol ecul agimehgidnOf s8R 1aNd ia Byesamce/ it gTS4K06480 as a tii-
or nore val eta pol yal kyl ene gl ycol polyvalent ether; 7.5 parts by wei ght of

urea; 100 parts bylywhghtoreflayetrhaftelr; fo2 npat ttsndyyr henghtndfpressure
p-tol uenesul fonic acid as a curing agent. As a result, a colorless and
transparent varnisshOvgs 6Bt anpegl. to 0.3% or less in a longitudinal

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 180 g/nR so
that a degree of inpregnation of resin as indicated by Formula 1 becones

57% and a volatile matter content becones 7% Then,

t he bl eached paper was

dried to obtain a resin-inpregnated core paper. [0024][Formula 11 Wi ght

af ter i ght before inpregnationi npregpation Degree

x 100

[0023]

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]

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



Wi ght before inpregnation [0025] A patterned paper for a decorative board
havi ng a basis weight of 140 g/n2 was inpregnated with a varnish mainly
conposed of nelam ne resin so that a degree of inpregnation of resin as

i ndi cated by Fornula 1 becones 80% Then, the pattern ?er was dried to
obtain a resin-inpregnated patterned paper as a decorative |ayer.
[ 0026] A kraft paper, which had been Qﬁpduced 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
gin2 was inpregnated with a varnish mainly conposed of the nodified

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

i npregnati on of gBsefrydethedilcatiog by fosmygeamblbecbines 8¢kt ofd30 t he
kraft paper was dried to obtain a resin-inpregnated backsi de paper.

[ 0027] One sheet ahdthehydginyli vpluegnbtddd B8Okss de tpaper more valent

polyalkylene glycol polyvalent ether; 7.5 parts by weight
of urea; 100 parts by weight of methanol; 2 parts by
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/m2 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



three sheets of the resin-inpregnated core paper, and one sheet of the
resin-inpregnated patterned paper are stacked in this order from bottom
and the stacked sheets were formed under thernmal pressure condition of a
tenperature of 128C, a pressure of 70 kg/cn2, and a tinme period of 120

m nutes, to obtain a nelam ne decorative board having a thickness of 1.0
mm [ Enbodi ne [ 0028] Enbodi nent; 2 was inmplemented in a manner simlar to

t hat described in Enbodi ment 1, excep? that a kraft paper having an ash
content of 2% by weight and a basis weight of 160 g/n2 was used instead of
t he kraft paper having an ash content of 8% by weight and a basis wei ght of
185 g/ n2. [Enbodi nent 31 [0029] Enbodi nent 3 w inpleniented in a manner

simlar | 6- tosltiial slesGhicdeslyivefrhedhaedwodd Kxaepedt baiftapimf t paper
havi ng an ash content of 10% by wei ght and a basis weight of 190 glnR2 was
used instead of ahé krafdftpapdr Haachgdarkmdh epodpenhaging8%aby awdi ght and a
sasis tel ot of 155 g, [Enbod gt 4] | CO2VEbagiog 4, yas, )l ement e
in a manner sim¢Hptent o o DY g g g

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/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.

[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 13 parts by weight in terns of solid
content, [Enmbodinent. 51 [0031] Enbodi ment 5 was inplenmented in a nanner
simlar to that described in Enbodi nent 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 [003R] Enbodi nent 6 was inplenented in a
manner simlar to that described in Enbodi nent 1, except that poly(ethyl ene
gi ycol propyi ene glycopgl3,,ceryl ether was bl ended instead of polypropyl ene
gl ycol glyceryl ether. [Enbodinment 7] [0033] Enbodi nent 7 was inplenmented in
a manner simlar tot described in Enbodi nent 1, except that 15 parts

bywei ght of asol i dgphant @sdabyd oxy & lybanseexyp, pcepe)diatcal kihati ng an
average nolecular weight of 1400 and a hydroxyl value of 70-86 was bl ended
as a dival ent popyeékyhaneglarcoislorcanteerti vat 10% thyervesifghtnamdad of
polypropyl ene gll))/a(l:soils gJe){gﬁ{:y(lf ?tQ%e;7m2 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



[ Enbodi nent 81 [ 0034] Enbodi nent 8 was inplenmented in a manner simlar to

t hat described in Enbodi nent 7, except that an anount of

i ol y(oxyet hyl ene- oxypropyl ene) gl ycol bl ended was 9 parts by weight in terns
of solid content. [Enbodi nent 91 [ 00351Enbodi nent 9 was inplenented in a
manner simlar to that described in Enbodi nent 7, except that an anmount of
pol y(oxyet hyl ene- oxypropyl ene) gl ycol bl ended was 20 parts by weight in
terms of solid content. [00361Conparative Exanple 1 Conparative
Exanple | was inplenmented in a manner simlar to that described in

Enbodi ment 1, except that four sheets of the resin-inpregnated core paper
and one sheet of the resin-inpregnated patterned paper were used instead of

using the resin-inmeegnat akibacksi daopapad. a Thed dhxEinshonalofstabdd i ty of
t he backside |ayer shown in Table 1 is represented by a value neasured in a
test carried outwher hdeedsdeets of tdheatesti npolymrlsyhenedgtored papexr arranged
under st after {ol ted, Under, hesh a1 BL8SSUES oAl 057 s IRRY 21 ve
Exanpl e 2 polypropy gly
glyceryl ether.
[Embodiment 8]
[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.



Conparative Exanple 2 was mariner simlar to that described Exanple 1,
except that a resin-i inpregnated with a resin liquid (for core paper)
havi ng no pol ypropyl ene glycol glyceryl ether blended therein was used. The
di mensi onal stability of the backside |ayer sh value neasured in a test
resi n-inpregnated paper Table 1 is represented by a carried out for one
sheet arranged undernost after forngg under beat and pressure.

[ 00381Ref erence Exanpl e

[0037] Comparative Example 2
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/m?2.
[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/m2.



Ref erence Exanple 1 was inplenmented in a manner simlar to that described

i n Enbodi nent 1, except that a bl eached kraft paper having an ash content
of 0% by wei ght and a basis weight of 180 g/ n2 was used instead of the
kraft paper having an ash content of 8% by weight and a basis weight of 185
g/ m2. 100391Reference Exanple 2 Reference Exanple 2 was inplenented in a
manner to that described in Enbodi ment 1, except that a kraft
paper having an ash content of 50% by wei ght and a basis wei ght of 140 g!nR
was used instead of the kraft paper having an ash content of 8% by wei ght
and a basis weight of 185 g/n2. [0040] Reference Exanple 3 Ref er ence
Exanple 3 was inplenented in a manner simlar to that described in

Enbodi ment [do4@xcept Rebhate rede B@uWh1e0B8 pol ypropyl ene gl ycol gl yeergi ether
bl ended was 5 parts by weight. L 0411Reference Exanple 4 Reference Exanple
4 was inpl enent ed i nRafememer Exambpby St waFhanpdememntbddin @ Erveéfrent 1,
except that an anount of pol ypropyl.ene gl cog lLyceryl ether blended was 40
parts by wei ght .SipobaD ey ha t‘ﬂ?ﬁFrFE%uI‘tns%%ﬁ“ oghwfi A et that

an amount of polypropylene 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 polypropylene glycol glyceryl ether blended
was 40 parts by weight.

[0042] Evaluation results are shown in Table 1.

[Table 1]
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) of the denaturant froma

a pressure of 70
was eval uated as X (poor).

A nel am ne decorative board

exudati on

heat and pressure in a manner simlar to

[ 00431Eval uati on nmethods are as follows

in which a bl eedout

-21-
A nmel am ne decorative hoard was obtai ned by form ng under

appearance of the core |aver and the backside |ayer:
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pressure condition of a tenperature of 132cC,

and a tinme period of 64 m nutes.

[ 00441Ext er na
stacked sheets of the resin-inpregnated core paper or just one sheet of the

backsi de | ayer were fornmed under

that for optai

Formability:
t her mal

kg/ cne,
appear ance
(LZkas™ b*A

[ Tabl e 1]
obtained in a good condition was eval uated as 0 (good),

decor ati ve board
back face or a side face was observe




measured based on a light resistance test in accordance with "Testing

met hod for | am nated thernosetting high-pressure decorative sheets" as set
forth in JIS K 6902 (1998), a color tone of one sheet of the backside |ayer
formed under heat and pressure was neasured on a white base material and a
pl ywood base material to determine a difference in color tone (AE). Wen
the value of AE was 2.0 or |ess concegling -22- property was eval uated
as(very good), 2,0-5,0 as 0 (good), 5.0-10.0 as A (average), and 10.0 or
nore as X (poor). [0046] Total 1ight transnlttance Total |ight
transmttance was neasured based on the specification of JTS K 7361-1
(2000) 3.2, As a neasuring device, Haze-Gard Il manufactured by Toyo Sei ki

Sei saku- Shipo44dld, wagvdsedtion BRARLIEr 2EK ak il Fpvanice: On the decorative
board with a dinmension of 150 mm by 50 ram (width direction x fiber

direction), a slit oFoBmradnmiity: wiAdt mdéhanibermdecodapivie V\hsanhdevmr allel to
the fiber direction to obtain a test specinen. After cured .in a
t her nost ati ¢ oveédtainaddwdar vovgrR s ti?rﬁ‘b%llr §’re€”h‘é“t €8Pddhegi Akn was

imedi ately fixed to an par a gee Fl r a grack resi stance
test under pressaurtgma%e rf*o?{ H%Zg 318 K a%/f:er el st

speci men was al lt?}?f‘aedpte?uygf PG4 Huzfluttggr W%H@é]a%ﬂi’@'ﬂe@%r§ﬁgef96a?d

predeterm ned tine perio a crack |l ength was neasured When t he

crack length aft®tagnba@pse aogodd @ nlldtioh was @valuarad tahe @raglod)esi st ance
was evaluated as @) (very good), 10-20 nmmas C) (good 20- 30 ram as
(average), and 30dma omedlongae asceripioer poaird addlwthlg - anthdpedoiat cr ack

penetrated bef ore a | aps hour s ) crack le

reached about 3 e?‘&ﬁf‘th eOErtglékﬁPééF'éf%ﬂt:érﬁﬁ’saag%lt‘e“\%éleu%]fé‘dsb‘g‘gx (poor) .
[ 00481Var page: | ece. U f rati ard with a di nension
of 280 mn by 5 V( e gl%% ia%% )?ﬁﬂgggf% i ?éecqﬂ%olr%? and an anount of

var page Wag) vegs ur edE%TtefJﬁEf‘ hpbavinedassPehBt Lor¥hanybhe amxi mun val ue of
war page of the decorative board was 0-5 mm war page resi stance was

eval uated as C (packyide5- 1ayan:as Phiaver agerkednd shkevm orofnorthas X

(poor). 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



[ 00491D nmensi onal stability: D nensional stability was neasured based on
the di nensional stability test in accordance with "Testing nethod for

| am nat ed thernosetting high-pressure decorative sheets" as set forth in
JIS K 6902. The core |ayer was forned of three stacked sheets of the
resin-inpregnated core paper under a condition sanme as that of Enbodi nent
1., and the backing | ayer was forned.,gf just one sheet of the backside

| ayer under a condition sanme as that of Enmbodi ment 1. EXPLANATI ON OF
REFERENCE NUMERALS [ 005012...resirrinpregnated decorative paper |ayer,
3...resin-inpregnated core paper layer, 5. resin-inpregnated backside
paper layer, (L.. nelam ne decorative board -24- CLAI M 1. A

mel am ne decor at p¥epdagr & 4y edutedtdy ast @WKi(Werya gdeddy 2t dovrol aye(Q a core

| ayer, and a backside [ayer, and then form ng the |ayers under heat and

pressure, whereifgadie, debot @l ve aye@versga)r esidn10npraymaeed agatt er ned
(poor).

[0046] 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, Litd. 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).
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Condensate[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
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CLAIMS

1. A melamine decorative board produced by stacking a
decorative layer, a core layer, and a backside layer, and then
forming the layers under heat and pressure, wherein

the decorative layer is a resin-impregnated patterned
paper,

the core layer 1is 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, and

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.

2. The melamine decorative board according to claim 1,
wherein 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 that of the backside layer.

3. The melamine decorative board according to claim 1
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or 2, wherein an ash content of the fibrous base material used

as the backside layer is 2-10% by weight.

4. The melamine decorative board according to claim 1
or 2, 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.

5. 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.

6. 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.



