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O sRYeR wrgar
TaR U Sife fUed 50 |rel | 3ua IUre 3t quiadr & feg ufig 21
39 98 dRUTR AZAl 9 BfaR 991 & foag sga € ahar 9 walaw
Farferdl & MDF/HDHMR/PBUTE Gel 91€) 99 SIS ofdv 3MY ¥ | foraadr
YA 9gd &1 Xl 9 AN 2 | I& IUTE AATELdb AR qafarer sgadhe
T 1 3BT 9ANT SR A BT G HY 95T HH T AR AMYDT BT AT
$ QM W9 R | SHT MDF/HDHMR/PBUTE e 91€) 9 319 %if=R,
dafei, qrame, wiféem, Aifeg, I, fFaa afRe, siffa, dome ar
THET — 3mg St Y FET AR AT AR A | AT AN |

SHT & ITEl B AFSR IT 4 AT AR AMUS I8P W@ e G |
U BT AR | UG I8 YRAPT 59 faen 7 & 3rew den 2 | FRaw wrfa
@ forT & ATUH) T D TNT 6 WM T DY 79 Ut 3R dEaw
VAT HX D | YRABT S IR H U= 3ra / faar & saea 49 |

AMYPHT TIT,
T 9T ®
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fPRY 3R BT BT eTfruRd - =T ST b |

. 9IS BT 9 A ARB1Y, 7 &1 IS qer 7 & R |

. Y R IR Bie genfe JabTell IRy AT B S |

. HSRYT &3 |G AT YT ST 12T 1R TR BIFT 22V | 50% a1 i ATdfere s
(average relative humidity)ﬁ:l?fﬁ H 7 9% DI TH ATAHY ﬁ&iﬁ?ﬁ PRATR |

. OTeT uRaTeE, SR HSRYT AT WIgC W 88 W AT 988 b Rt g gt e 3
RS B T=11 # AU |

. UfT JOR BT 9IS BT STANT BT A Ug 1 [Feplet T JRecHD BOPP fthed d1e SuaimT
I D G BT |

. MDF/PBMHDHMR Ual @1 U #, &fdST (Horizontal) ®9 ¥ Ul WX AT s &9
(70 x 70 or 90mm x 90mm) TR &IferST BT H IET STl & | 9 Palets TR el BT I@ I U8l
U Ureliefi| o= &Y 341 ST+ ARy |

. MDF/PB/HDHMR # fA€rauT (wrap) @1 e+ & fory, R are 919 U TR & SUR X |

. 4 T TP AT AT B SR AAT—3ITT TRRT & Hicrager w4mal o7 A H=
% oy dife & IUR U I7 &1 BhU Ul I |

10. TFS UTell BT Yol Ragar! / xareil H R |

HEI HSRUT & foly fF &1 1 &1 SIgRAR0T Y |

1. WIS 99 BT ST B GHY &7 < fh § a_1aR AlTs © 8, 3R 800
TH.UA. ¥ 31fde g% 9 811 15 . § &H AT MDF/PB/HDHMR @ foIg
Tae M BT IUINT B &) RIwBTRET 1 Sl 2 | 91 Aers & 50 AT
STTRTS (gap) TR 919 G (@rferar 1 ) | It & UeT 9T8%) woas 49 |
200 & 9 & s1eT el T 8 |

e ol Bl L
0,3 2500 H
0.4 2500 6
10 0,5 2500 5
12 0.6 2500 4
aferaT 1
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MDF/PB/HDHMR &I B1eif 9 3R 72i9 gRT fiRte fohar <1 \apet 2

MDF/PB/HDHMR T T | ®Ted & oy e BIT Sfdl T ol 1R drell 3T 6T
TIRT N |

IS BT Pl B R, TS P GUIC T8 W W T FARRIT & 6 I ® 15s
AT & |

IR BT 32 FSI PIoT IR gepran BIe (For Hea 3 <)

M—AFCE 91 FTed 93 I GR aTell B+ & Sugad 0.2 & #1. & va v @i | uan

Qe X o el ol e 8l b d1S & HuR ol «ifFFe &1 Rd R RE A &l AT
H We WY, d1fep AT T RiehT ST ¥ |

e 9 g / +ers

1. 99 9T B Bl & forg fasrel A Hanford & dex & s (o WRe 4 &l <)

2. fydi *fed orig & forg gHRea X #1 MDF/PB/HDHMR THTW 8 WR <@ 81
T 7 @7 @i B T B SR I R Udhe Fod 8|

3. IS A # el B ded @ forg, diefifheefod R (RIS @res @ STArT S
B ReIRer @51 Wit € it a8 URuReE SUdReT & Jorl # 31fdd B e 2 |

4. ®Ied 99d A GARET I b Hex B AT FH A FH 4000 JRGTH T |

&M T U B S S A TR, SWHIA B dTel Wge W 48 W 72 ¥ @& conditioning 31¥d &R o |
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TESA, MDF/PB/HDHMR WTBTSfoiT & forg dfcd 2 |
FHER R TS WHRd & oy B8 Acd (TIUH) o8 & START o |

o9 W @ forg, diefifreefer €R1 (R ®e & STaT ox @1 RwiRe &
STl 8 ife 9% URARE IUSBROT B G H 50 F 60 T AfAF FHH BT B |

3res YROTHT & folg BHM O 8RR aTel SiSIRT @7 HANT &N |
Jablel UIbIgal @I A&t GATGER BRI 1 1o i fbar i 2|

STET gTdl (SSTERVT & T w1g & Sxarol) & &fdy & @axT gar &, 3 A @t
e e @ RreRer a1 Sl 2 |

ol gl gAgER dTel fBaRT 1 Ue a1 arfsier & 1o d8ar <Ifid fabar S daar & siR

1. MDF/PB/HDHMR U=ai &1 f3fei & forw
3500 STRYITH &7 IfT @ RIBIRST ot
S =

2. QY & IR%B MDF/HDHMR U-ail BT e
b B forg, Y9eT & ST TR MR
TS B BE B B RIHIReT &1 Sl
=

5 fR o < 5 Be & AN Rl @
o8 e e T ¥ et B

T s v GHar Bl B | AMIAR

1.

e o — — —

BTS Hed ®Hex & YA Pl Geid (301 ST & Fifd I J8aR surface finish I
& 3R ofd FHI T B B & |

fewIoge wex JgaR qea) Ui HRd € g e s | A @
AT STeegd W8 MBIl 3R dex & ReR = (@13 adjustment
JNMILH T8 B HROT EIOIGel Hex BT SUANT AN JHTdT 8 | Hex a1 a
AT ST GHT 2 T Tl S GHdT 2, STaf AR 7| R & @ g |

q g o forg, dienfheefor E/1 (RSN H1en & UG IUIRT HRA @)
R &1 S 2 |
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ARG Joe TRl MwT Snepferal @ foy gwamTe faam S Hadr 2|
<1 =Rl # AR g U Scpee e ura far S €1 uge 80 fire & ey
wre faem & fAmRid sk iR 120 fre & @1 wrs fawm #|

YTeT B AAE BT 150 A A grit size B AT doc ¥ A AT Hx Adwd €

IETERU TSI Adal W lacquering @ foTg |

qe Tt & | AT doe dfed Uwrsa & fon o9 e 2|

AfeT 991

AT 7o BT Agerd Wi W A i fhar o wear 2
T TR 3R FHl Mprgel & forg Sugad 2 |

YT @ 3TER 3000 JRUYH TF B Fellg o Wil 2 |

TeS dfST

1.
2.
3.

TeS dfET & fow e NdR Su @1 SuAnT R |

MDF/PB/HDHMR TR USWl d€ e @ forg gfefiee e &1 TarT o |

TSI a1 & TP [HIR W T AR N AR VISR /a1,/ T B 7g8 A THaA
TAE BT A ME BN BTy |

UG/ HU HT FAIFIYdS JIRT FHea FfIRad g uis < |

TSS §€ B B 9§ T4 ¥ 2—5 AT qqW, Sits @1 A9l @ @ fon wikeT
Y BT SYANT R |

AT SIS 4—6 B ¥ U @ AR B | SHee Sl ARG aigA WR 24 8¢ H
T fohaT ST b ¥ |

1 8¢ & fieR aofl A &M & & forg, A1) I Bue | IR & U 3R 1
e & foIq TRA 3MERT @Y SR AT 39 UfhaT &1 IR | Ui IR QN |
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MDF/PB/HDHMR 3iR Urciaret aief & fog & & STINT a1 & TNId & BB a9 Ascayqu
gl 3T 7Y 2 | TESAMDF/PB/HDHMRSTTI®HT ¥ iR USol TR I8 screw pull out
(screwholding)??ﬁmmwmél
fgo fae &1 = - U I8 YHRed a3 &1 ookd @ [$ o8 fgd &1 a4 & @ &l
T H AT BT R ||
qrsdc e T N - Mud! I8 AT Hen &) oxd ¢ 6 s 3ot & v TSI,
IR urcTarer arst o AT o1 85 UfRId 7 |
fga fae &) awarg : amum) a8 YARET B @1 Sievd B 6 amuss {31 fae a6 ovars o
BT AHTE A SATRT & |
TTgaic B 3 w18 - AUP] I8 AT T B SR © [ 3T fgel T BT odarg
SN SATST Tl 2 | ISR & fory, foval ®Y & &) TevIs A o 2 | 3 A, e TEw
e {3 fopar e =ty |
FRag R & fFTR 9 &9 9 $9 1.5 39 g3 @ © IR M7 WY T 31.0%. 3R uiciad
P B TR B HA ATEd & A1 B (IR A &7 A B 1.5 39 BT g1 IR & D BT
PN 3R B A 35 Bl A g TR/ |
gfifRad &R o sid (3 BIX) @ &9 @ &1 2.5 §9 gX W : IR M7 IS B fpARy
TR W B RS T, A G B b T 3fd (IR BIR) F 9 2,50 $91 X & | ARG
AED T A B BT DIALT N |
30 FAR® T B - Uiha 9t # 9 fR—R IR AaeTIYde ¥ | STafld T @ |
IIAE HE & R UIEhdl aIS] H TR TS Tl © | 317 Ao fAT < 57 72T ) a6 et & |

@ (mm) Screw @ (mm) Shaft @ (mm) Drilled Hole

3.0 22 2.0
3.5 . 25
4.0 3.1 3.0
4.5 3.6 3.5
5.0 4.2 4.0

Full
Threaded Screw @ (mm) Drilled Hole EECEy ad CE SRS

Self Tapping
Screw

&M 7 Bld &1 9a Fil¥ig /afsia 21 v W) sdls &1 s} T B |
of ST B ST SWEIT N |

X
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W fpfr 2. fPIRl & WR F9dd 3R AR BN TRy |

AT AR R IR ¥ ST Saig T &1 ST TESA MDF/PB/HDHMR
Board ¥ 91 & A W S¥ATC fhaT ST Hhel B |

ee

difd Brde Aeh A frft e Jfel fawst
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Ye qor utfersr
1. MDF/PB/HDHMR W&l ®I AT% d gd BT ARY | BT A1 et a1 &7 &I aRR 4 AT
WW@W@WW@

2. MDF/PB/HDHMR U+ &1 e @<= ¥ Ugel condition & <f | UfeT & ufesanr S STerary
gRRerferdt # #X SR MDF/PB/HDHMR &7 ST B9 2 |

3. WA AT AT BT B 918, AT BT I Bt SR 312 IROMH U &<l @ folg redt (e
(grit) >t 220) & w121 forTg oY | W & sanding & dT1S €& BT H1H fba1 ST anfey |

T AHE, B T aTel], TGS 1T | UISHR HIfST 3 |
SIRIC UISHR PIT, TU PICH b SIAHI ARV, HHE ST AT T I SA-TAIT BT bl & |
ey Y &rfy @) AR & forg YE) &1 SuaT v |

HAE B NTATS (e @ 180—11 220) ERT B W fordATs o | oIS & 919 & &l |1 fBan
ST =Ry |

8. T dIc B fory fF=ferRad Ue &1 gxiHTel fhar T Fahar & :

qrex —dfede 1 (PU YRI— |1e 3iR grgsiied Uc)

q1et Y A7 arex —Afedie W (efcad e, Ufhe Ue a1 faerse Ue) ik 3w &1
9. U AT ARE A HIR B U B & o1, HH A HH T MY Bl T RIBTRET BT Il & |
10. 9IS &1 AT UF USoI Bl Gl 7 BIS SHWR YT I 3127aT Affie a1 USol IS a9 fRuery |

11. ST B TR A FT S forg g7 GARTT IR 5 918 $ S W S T (@) BifeT
T ATZ DT BT T fhar &1 |

12. OSRMDF//HDHMR 91 ¥ qIRUS &) GHEIT A 991 & Y Dact 16MM R ST IS Aeg o1 91 BT gaT HY

N o &

TESA MDF/PB/HDHMR @TRIAd

TESA MDF/PB/HDHMR &1 T8 984 &1 81 @l gote 9§ Ul & fory Jatwd | |
e o) Gud o1 TH.EL.UG &) JelT H 25 TfIerd &9 81 © |
famerR AR (Rge™) & for wd9ivs |ag |

Dhc

TESA MDF/PB/HDHMR &1 a8 d9gd %+l & 3R A uvcd 31f8d 81 B qois I I8
U (Fefepreh) STTell Herg & oy et Sy 1S & |

1T T fhaRY B 994 B foT e ST BT STIT HR Fhd © |

CIGREIGR]
qtel Ui & oI e @Y 4ft X 41t AT 21t X 8t H BISHY IR DY qAT 2MM H 3MM BT T
gfRmET a |
JFRred $X @1 MDF/PB/HDHMR &1 |8 <R & A1 AU 9 T &7 |
e fEaR & areeril IR UHTIT HRd THI BIH AT TWTRSH 1AdT Hedl HH BT SRIATT &Y.
T g g 9 A 9IS B g9 S b |
ISI AT & TR TA.SIUG. § 2mm U Hiex arts (§f$) A1 © T2 98 HDHMR W Y
YR |

@
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MDF/PB/HDHMR U&% WT@Gfid ddhel W a9 UH JIfeR & igael SWUIe 8, Sif afa #
HOIRRT B, 399 AMel v oiR Riggs & 7o 2 |

e wR W= ar Tt 200 300mm =T Uel IR S 3R I WhrsfoitT @ gRT favar wrar
2| daR Ut ¥ STefary aRad= @1 aofe | 81N dTel AFfell R &R Riges & forg 2 ok
7a % 1Y @ 9§ | Eieife Siel ORI # € &R ya ugad el fhar o, 98t R
IR R &1 Teuie I forg wraems ax

SR YT & oy =IAaH 12mm IT SH ATAE A 1S BT SUANT B BT RIwTREr 7 ey
21 (12mm AITTE A TH $T IS YA 7 6V)

Y7t BT HR B RART /T Serarg @t Rt # W, uds 99a ®U &1 o R & |J8r
SIaT TS Y AT S AUIE BT 3R 370 1 dAws! & B & 1 7 q1feh 2a1 s 09 &
FRF MR B H FHH 48 €S T TN 3 |

IS PI 31¥% T TS el /71 RIfd # 781 7, qeR ol o, dief & g o 4 o<, Fiife
e T BT ARG AR AT B T R BRT BRI AT @] FH1aT 3271 |

AT AR # YR @1 S N, T8 fHA f gHR @1 T & gad 81 =Ry |

e B HH AT 9T B G FBS! 1" x 2" BT TN ddhel & s & w9 7 9 (s mar
12"x 12" A1 16" x 16") T & IV fham 57 el €, it IR &7 T8 U FH a1 &
HHhd 8, 3R MY dAdhs! & e & ST MY HA- BT FHH R | A fFerf) iR I8 dsf
BT EIIR BT TH 3 ATAT |

e grem & forg, dast & e ok daR & dg =T 80 ASHIA @1 difaee Wi @1
YT foa ST W € |

PR o foIg UTaerT @ ST =Ry |

10. 1S BT IS W fergesr srerar w5, Aa W e far 1 wadr 2 | 400 A 9 @1fdres @ 99a &
forQ e7g @ HoR SUAT HX B RIHTR 91 S 7 |

11. A B ATARS AT B Ue / diforer gRT et far S =1fey | I8 gifera s =ifey |dqe &
N AR e ar diferer /AEer 6 wRd/AeE 9AE B ARyl UEr F eRd 9
qRUST / T b e 99 ¥ Wb © |

12. AR YT B 31w Remar & forg 991 @t orgeifia dretg 12" a1 16" 8IF1 A2V | 99t &
I BT AR 3—4 AH f 9970 G | 92 &% b Wi T B fIv U9al & i BT (AR FHH
3T ¥ IETIT ST AfRy, TeIT e T AT JMHR 3'x 3 BT AT |

13. RIwIRE 31 Sl © @1 frs W @8t Ue o ofel 3y &Y Uat Sired, gAfda & & de &1 <
U7l & T A A QT BT | YT R | TS b g < |

14. R &7 S € &Y U977 & a0 a7 3R (1) BT 7 et B 3R 7 &1 WX | afE oy I &
= BT AR () DI HieT FraT WRAT AR & A RUAT Do RAferdpia Hiele B ITIRT T
i g faRdR 3R RigeT &1 TSoRe &) FahdT & | U9 & 919 &7 3fax () &1 {5 0t
o g & et el eAr ARy |
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el IRUSTI 9§ 4 99
SR RewpR /SR E¥eiv
1 SR REHR B TA 31 IATS B 6T I o | =139 |
XA 31 AISTE 600 mm & S B 1R 2 AT SR REHR & g1 o |

Heght of gocr : 1500 ~ 1900mM
2
T
38

2
3 =2 ¥ qufy Iy oA § Ma sfadw ot w1 | y
4 <ar & fa= 3 A <erfan 1 @ @26mm I S SiTed Y 93.5mm x 11mm ITERT Td ST |
Earll 1T
5 ey TSOlveR & SHIATA SR gY <] Asd Bl 9le | 1
‘Door from 1500mm to 1800mm : cul ZA0mm
6 g Iy Aem—2 i wh A wex W adaell Bl fibe 3 | B S Loy |
7 Aew— T B T YA Hd Y Sfad g8 W Fax Wiy fhe & | ﬁ"zm e []:] “;7
]
8 WX BaR Bl ANF 39 a¥E ¥ fihe W & Aex e &1 XA & God G797 AT Tsueex __%
TR Bl 916 ik W) i@ < 9 | fra — 1 fra — 4
9 orar & fax 4 ¥ <ufan ar @ arfl &1 ST BT SR U T TSR Bl gHTHR IR
¥ 33 Bl gsole X |

10 OSR 9IS & foiy, 1 ¥ & |HI BOPP Film &1 g1 7 (e, fs&!, dffme, ifar 9 sg
S & forg) TET A TR &9 IIR9S SR 3 WHH 3 G A 99 9954 B |

11 BSB/OSL 1€ & fo1¢, &1 &%= & SURid BOPP Film &1 &l <, U1 &)+ UR &9 dIvaol 3iix
I B B GH] | 99 Ghd 2 |

Ate: 4 Wi A 3Afere S 2rex rar Al & oy SR RewR &1 g3dTer 31aea & |

Door Stiffner Cover For Door Stiffner
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1.

N o o &

SUART } Tl ATSHT, AT AT TG BT FHM TRI 3 STerary Igaer & fofg $H A F 48 TS
% forg R A |

gt feraeT 91 uge, G o 5 was S | aae 2 i) faedt off ave @ el 9 A,
SrfaRa T iR gfia werelf g 2

PN GRav T & |

3FE8 OTETT dTel TMie BT SUART B | g STANT PR H Ugel 3] e el |

aife & gl e & 9T HAR BT R |

AT TAT T B Forqq aif~eT o forg FEl A= 3 71iE STINT o |

AHT G 9IS (MDF/HDHMR/PB) ) 8 TR §191, Bl THR e IT Ue e &) Feradr o
T &) FHT PIC AT DN |

@ ol g8 e foafer 81 91l ((maR W) 5—10 e @ forg, argHse Refoal w ik
FRAT B) WEHT BT a1S o ATE TR T S 9 7 AT Aorqd e  forg Aorgeh | Tard o |

ATAS DT BT a4 Bl A8 TR & TAT T416 B SR 99T Araenil = fob Bl Y TR 99et 7
Eall

. FATSSTD SIS @ T TSl 31X 9T TR T41d 12—18 T B 3rafey & forg W |
. 19 ATSHT BT Faad FaeTar ST 7, 1 e g ad i iR (A18s) 91 991g 7 |
. I TIRT B o7 SIfermas WIS 610x2400%% | 9 IMHR & fory e & ufesan g wifg

Y|

. OSRMDF/HDHMR d1$ # aRUGl &1 THT & 99 & foI¢ Ddet 16MM 3R SHA e Acg &1 91 & gaT &

HIGHER TOUGHER NOMINAL
DENSITY THAN PLYWOOD COST
HIGHER SCREW IDEAL ROUTABLE MULTIDIMENSIONAL
HOLDING STRENGTH SUBSTRATE BONDING TECHNOLOGY
ANTI BORER WATER
FUNGAL RESISTANCE RESISTANCE
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Dear Contractors & Carpenters,

As you all aware that Action Group is known for manufacturing products meeting
international quality standard. With an aim to enable the carpenters &
contractors across PAN India in manufacturing innovative and best quality
furniture, the company has come up with MDF/HDHMR & Particle boards under
the brand name TESA. These products are environment friendly. Using TESA
MDF/HDHMR & Particle boards will help you to make ready beautiful innovation
furniture in shortest time. TESA MDF/HDHMR has wide applications viz.
Furniture, Paneling, Doors, Partitions, Molding, Kitchen Cabinets, Cornice,
Pelmet, Skirting..... any many more.

With the exotic wide range of TESA products you can keep your customers
always satisfied. Presenting this booklet is an important step in this direction.
We always look forward your valuable suggestions towards continual
improvement in providing better service. Please send us your feedback regarding

this booklet.

With Best Regards

Team TESA
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Storage

1.

The edges of stacked panels are aligned to prevent damage caused by bumping against
overhanging edges or corners and discoloration due to sunlight.

Don't slide, push or drop the boards

Ensure the floor of storage area is clean and there are no nails, screws or any sharp items
scattered.

The storage area must be dry and well ventilated. An average relative humidity of 50% ensures
amoisture content of 7 to 9% in the panels.

Where extremely damp or extremely dry conditions may occur during transport, temporary
storage or on site, the panels are wrapped in plastic foil.

Remove the packing paper before using the board and BOPP film should be removed after
using the board.

MDF/PB/HDHMR panels are best stacked horizontally in packs, preferably on pallets or on dry
stacked beams (70 x 70 mm or 90 x 90 mm). On potentially damp substrates, a waterproof foil,
e.g. polyethylene foil, is installed before the panels are stacked onit.

The stacked beams are placed on top of each other, in order to prevent warpage/deflection of
the MDF/PB/HDHMR.

To limit the adverse effects of varying ambient conditions, one or two scrap panels are placed
on top of the stacks during processing or for prolonged storage periods.

10. Store stacked panels away from open doors & windows.

For proper storage refer Pic 1

Do not use

X Do not use

Pic 1

When using stacked beams, they must be of equal thickness and spaced no
more than 800mm apart. For MDF/PB/HDHMR less than 15mm thick, it is
recommended to use stacked beams, e.g. spaced at intervals of 50 times the
board thickness (see Table 1). The sides of the panels shall project no more
than 200mm from the outer stacked beams.

Panel( thc!)mess Spacing between Panel length Min. number of
mm

beams (m) (mm) beams per pallet
0,3 2500 fa
0.4 2500 6
(] 0.5 2500 5
12 0.6 2500 4




w7 actifin

TESA
Cutting with Hand Sawing

1. TESA MDF/PB/HDHMR can be sawn both manually and by machine, without causing the
material to splinter or fibres to be torn out of the panel.

2. Formanual sawing of MDF/PB/HDHMR, a fine-toothed, sharpened saw is recommended.

3.  While cutting ensure board is kept horizontally on flat surface and is held firmly to avoid any
movement while cutting.

4. While cutting ensure hand saw is to be kept at 32 angle (as per pic3).

5.  While cutting pre-laminated board, make 0.2mm deep line with help of sharp cutter. Ensure
that the depth of cut is sufficient enough so that the laminated surface get cut in two parts with
no chipping.

Cutting with Hand Cutter

1.
2.

For cutting big size boards use electric operated hand cutter (refer Picture No. 4)

During sawing, the MDF/PB/HDHMR panel should be kept on perfectly leveled surface and
the saw blade must be free of vibrations.

For the processing of large MDF/PB/HDHMR quantities, the use of polycrystalline diamond
(PCD) saw teeth may, in spite of the higher cost, be economically justified because of their

longer working time (i.e. the time between regrinding of the tool).

While cutting ensure the speed of cutter blade is atleast 4000 rpm

Note: - before using the Panels esure to keep it at site for 48 to 72 Hours for conditioning. @
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Profiling and Drilling

TESAMDF/PB/HDHMR are best suited for Profiling.

Forrigid and sharp profiles, itis advised to use hard metal (HM) tools. . For drilling MDF/PB/HDHMR panels,
For large series, the use of polycrystalline diamond (PCD) cutting tools is recommended, as it standard drills and speeds of approx. 3500
allows a working time to be achieved that is 50 to 60 times that of conventional hard metal r.p.m. are recommended, which allows high
tools. quality drilled holes with limited material
For bestresults always use sharpened tools accumulation on the rear side to be obtained.

Simple profiles with curved edges are more preferred than sharp edges. - Toprevent mqterial tearing on the rear Si_de !”
case of drilled through holes, it is

recommended to drill half of the hole depth on
either side of the panel.

Where there is a risk of damage by impacts (e.g. kitchen doors), a minimum radius of 3mm is
recommended.

The slightly radiused edges are better coated with paint or varnish and will therefore offer

t ist tohard i ! Special care should be taken to drill both
greater resistance to hard impacts.

holes halves in a perfectly straightline.

Tools

1. The use of hard metal cutters is recommended because they produce a better
surface finish and have alonger working time.

Disposable cutters have better technical performance but the material is more
brittle. The use of disposable cutters is cost-effective because of the limited
downtime of the machines, the correct profiling, and the constant diameter of the
cutter (no adjustment necessary). The cutter can either be turned around or
replaced, whilst the tool itself remains on the machine.

For series production, increasing use is being made of polycrystalline diamond
milling tools.




Sanding Belts

Sanding belts can be used for simple profile shapes.

Afine finish is obtained by sanding in two steps: first with grit 80 against the feed direction and
then with grit 120 in the feed direction.

The panel surface can also be fine sanded using sanding belts with grit size less than 150, e.g.
forlacquering MDF/PB/HDHMR surfaces.

Sanding belts have the advantage that they last longer because a lower temperature is
generated by the associated friction. Sanding belts are less suited for intricate profiles.

Sanding Brushes

1.

Sanding brushes can be mounted both on manual machines and on a sanding facility of a
productionline.

They are efficient for deep and narrow profiles or for very wide milled recesses (several layers
of brushes on top of each other).

The recommended speed can amount up to 3000 r.p.m., depending on the brush diameter.

Edge Banding

1.
2.
3.

For edge banding use PVC tape only.
Use hot melt glue for pasting edge band on MDF/PB/HDHMR edges

Apply glue on one edge of the board and spread the glue uniformly on the edges with help of
glue spreader/ knife etc.

Place the edge band on the edge and apply uniform pressure to ensure oozing out of excess
glue from the joint portion. Remove the excess glue gently and carefully using cotton cloth.

Press the edge band joint for 2-5 minutes under hand pressure and then apply masking tape to
hold the joint firmly.

Strong bond will be obtained within 4-6 hours and full bond strength can be achieved only after
24 Hrs atroom temperature.

For finishing the work within 1 hour, wrap the edge with thick cotton cloth and apply hot iron for
1 minute and repeat the process 4-5 times.
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TESA
Screws

Please find below useful and important tip regarding how to use screw on MDF & Particle
Boards. TESA MDF/PB/HDHMR offers excellent resistance to screw pull-out (screw-holding
capacity), both in the face and on the edges.

Diameter of Drill Bit : Ensure that the diameter of drill bitis less than the diameter of screw.
Diameter of Pilot Hole : Ensure that the diameter of drill hole is 85% of than the diameter of screw.
Length of Drill : Ensure that the length of drill bitis more than the length of screw.

Length of Pilot Hole : Ensure that the length of drill hole is 2-3mm more than the length of screw.

Atleast 1.5 inch distance from Edge : While fastening screw directly on MDF/PB/HDHMR or
Particle Board, ensure that a minimum distance of 1.5 inch to the panel edge and 35mm to the
corners is maintained.

Atleast 2.5 inch distance from end : While fastening screw directly on MDF/PB/HDHMR or
Particle Board then, ensure that a minimum distance of 2.5 inch to corner/edge is maintained.

Don't over tighten : Tighten the screw slowly and steadily. Don't over tighten the screw. Over
tightening may lead to crack in board. You can use Self Tapping Screw also.

@ (mm) Screw @ (mm) Shaft @ (mm) Drilled Hole
3.0 2.2 2.0
3.5 . 2.5
4.0 3.1 3.0
4.5 3.6 3.5
5.0 4.2 4.0

m screw

Ful — el ¥ fa—@ (mm) shift

Threaded Screw @ (mm) Drilled Hole S S . e

Self Tapping

70 mm i Screw

8 de hock

25 mm min
ol e bewd

Note : Use of nails is strictly prohibited. Never use hammer on screw.
Use full threaded screw



Joinery Fittings

Joinery Fittings commonly available in market can be used for joining
TESA MDF/PB/HDHMR

Block Connector Shelf Clamp

Bed Clamp Right Angle Block

Auto Hinges

Screw Joints

@

Joints 1.TESA MDF/PB/HDHMR can be joined using simple technique.

2.The edges must be level and square.

Dowel Joint

e
‘&

Half Lap Joint

B g e

Dado Joint

i
"

Spline Joint

Tongue and Groove Joint

B

Dovetail Joint

i
-

Finger Joint

Rebate Joint

Miter Joint
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Paint and Polish

1.

12.

The MDF/PB/HDHMR surfaces must be clean and dust free. Any contaminations, e.g. fat or
residual building products, must be removed.

The MDF/PB/HDHMR panels are preferably conditioned before the paint finish is applied.
Painting is carried out in more or less the same climatic conditions as those in which the
MDF/HDHMR panels will effectively be used. In this way, cracks and stresses that might occur
during strong temperature or moisture variations, can be avoided in the painted surface.

After filling and/or repair, the surface to be treated is preferably sanded with grit 2P220 in order
to obtain a smooth finish and good adhesion. After sanding the surface must be cleaned of dust.

Awhite, low odour, insulating, physically drying paint is preferably used for the primer coating.

The insulating primer coat prevents unequal absorption of the top coats and spreading of
possible stains or colour irregularities from the substrate.

Any damages must be repaired with materials that are compatible with the subsequent paint
system e.g. polyesterfiller.

Next the surface must be slightly sandpapered (grit P180-P220), while also making sure to
neatly remove the sanding dust.

For the top coats the following paints can be used:

* Solvent- or water-borne paint (e.g. PU-Satin and Hydrosilk from Boss Paints).

« Wall paint, both water-borne paint (e.g. latex paint, acryl paint or vinyl paint) and synthetic paint.
To obtain a well-covering coating, at least two top coats are recommended.

. Don't leave the MDF/HDHMR/Particle Board surface & edges bare, either paint it or paste

laminate on it paste edge band on the edges.

. Toavoid warpage/bending problem, use same thickness of coating or laminate on the balancing

sideas well
To avoid warpage/bending problem in OSR MDF/HDHMR Board, use16mm and above thickness only

Specialty of TESAMDF/PB/HDHMR Board

1.

Super smooth surfaces, excellent for laminate/veneer pasting with zero bubble and

paint/polish.
2. High Surface Density ensures 25% less consumption of paint/polish.
Engraving & Routing

TESA MDF/PB/HDHMR has super smooth surfaces with high surface density which makes the
boards best suitable for routing and engraving

Wall Paneling

1.

To avoid bending problem in wall paneling always use panel size 4 feet X 4 feet or 2ft x 8ftand
ensure to give 2-3mm gap between the panels.

Please ensure that bare board should not be in direct contact will the wall.

While paneling inner side of the exterior wall, use foam or frame of plastic/metal is
recommended to avoid transfer of water/ moisture on the frame and the board.

As per IS| standard warpage/bending 2mm per meter is acceptable, its also applicable for
HDHMR Board.

8



How to avoid Panel Warpage

Door Stiffner/Door Straightener
Cutthe door stiffner strip to suit the height of the door as shown in Fig. 1
Use two set of door stiffner if width of door is more than 600mm

Cutthe round cavities in door shown in Fig. 2

Cutarouter of 3.5mm x 11 mm deep connecting the @ 26mm cavity as shown in Fig. 3

Join the two rods using length adjuster

Fit the assembly on shutter using self tapping screws provided mm :m EL;;“.;‘:: i:’mm
Do frem Z300men to 2700mm - No nead 1o cul

Cul

———"1a

I

w/ = LW .

Fit cover plates at appropriate distances using self tapping screws

Fit Center cover, access to the holes on length adjuster can be made through the oval slot in
the center cover

Adjust the bend in shutter by relvolving the length adjuster by using the key as shown in Fig. 4

. For OSR Board - Remove BOPP Film at the time of application (Paint, Deco, Laminate,
Veneer & Other). So that we can avoid warpage & other surface problem

. ForBSB/OSL Board - Remove BOPP Film after application. So that we can avoid warpage &
other surface problem

Cover For Door Stiffner

Note: - Door Stiffner is recommended for Door Panel height more than 4 Feet




FORBEST RESULT - PASTING OF MICAON TESABOARD

1.

I e

Store laminates, Substrates and Adhesive for at least 48 hours at the same ambient
condition for acclimatization before use.

Before Pasting, ensure that the surface is properly levelled and is free from any kind of dirt
like oil, grease, excess moisture and the contaminants.

To avoid stress cracking, avoid making cut outs having sharp corners and rough edges.
Use a good quality adhesive and stir well before use.

Adding water into the adhesive only makes the bonding weak.

Use accurate quantity of Adhesive on the

Substrate and laminate for good bonding

Apply an even coat of adhesive with the help of
brush, comb type spreader or paint roller
evenly on the surfaces of laminate and
Substrate (MDF/HDHMR Board) that
requires bonding.

Once the adhesive applied gets tacky in nature
(Usually requires 5-10 minutes, depending on
atmospheric conditions), the laminate need to

10.

11.

12.

13.

14.

15.

< achitn

TES

be placed on the surface, accurately aligned and pressed down firmly to ensure proper
bonding.

Extreme care should be taken during alignment and pressing to guarantee an absence of
airbubbles.

For satisfactory bonding, the area in question should be kept under pressure for a period of
12-18 hours (depending on atmospheric conditions).

In rainy season or when humidity is too high, keep bonded assembly for minimum 18 hours
under pressure for good bonding.

When laminate is to be pasted vertically, maintain uniform pressure on all sides till adhesive
isdried.

The size of vertical application should be limited to 610mmX2400mm. Larger sized bonded

assemblies should be fabricated in the workshop to avoid bubbles.

Avoid direct sun light on board at the time of laminate pasting.

To avoid warpage/bending problem in OSR MDF/HDHMR Board, use16mm and above thickness only

A.



