AWPA TEST CENTRE ASSOCIATION INC JIS Mark Procedure



ITEMS TO BE EXAMINED DURING JIS MARK ASSESSMENTS – JIS A5905 FIBREBOARDS
Purpose: This procedure describes the components of the equipment maintenance, calibration, process control and product testing which shall be controlled by the panel producer and which are subject to assessment on site. Decorative boards are excluded from the scope of certification.
1
Control of Purchased Products

The plants must establish specifications with their raw material suppliers and shall have procedures which give confidence that purchased raw materials conform to these specifications.  Testing and inspection may be performed by the supplier or the plant, depending on contractually agreed conditions.  Test methods, frequencies and records of test results must be available.

Sheets 1 and 2 of the Process Control Requirements show the parameters expected to be specified and controlled in purchased raw materials for MDF production.

2
Equipment and Facility Maintenance
For each item of manufacturing and inspection equipment listed in the following table, a maintenance schedule is required which provides details of the items to be checked, the frequency and the method of checking and adjustment in order to ensure that products can be satisfactorily produced to JIS on a continuous basis.
	Manufacturing Equipment
	Control Method

	- chipping & debarking

- raw material blending scales
- classification and grit removal

- pre-steaming and plug screw

- defibrator
- resin and wax addition system

- other additives such as flame retardants

- fibre dryer and weigh scales
- mat former and weigh scales
- pre-press

- main press

- sanders

- cut to size saw

- packing line

Inspection equipment (when relevant)
- Dimension and squareness measuring devices 
- Density measuring devices
- flow meters
- Moisture content measuring devices
- thickness gauges
- Universal Force Testing apparatus

- Hot water apparatus for wet bending strength

- Test apparatus for swelling in thickness after immersion in water

- Test apparatus for wood screw holding power

- Test apparatus for formaldehyde emission
- Test apparatus for in-plane tensile strength

- Test apparatus for thermal insulation

- Test apparatus for incombustability


	(1) The manufacturing facilities shall be capable of performing at levels necessary to ensure the quality specified in the relevant JIS.
(2) The inspection facilities shall be capable of inspecting the quality stipulated in the relevant JIS.
(3) Standards relating to check-and-repair, check-and-calibration for maintaining necessary performance and accuracy of the manufacturing and inspection facilities, shall be defined whereby the quality characteristics stipulated in the relevant JIS are ensured.


3

Processes to be Controlled – MDF

The following are considered to be the major processes in MDF production:

LOG YARD / WOOD YARD (includes chip production & blending)

HEAT GENERATION

REFINING

ADHESIVE FORMULATION

RESIN & WAX ADDITION

DRYING

FORMING

PRESSING

STACKING & STORAGE

SANDING

SAWING

PACKING

See sheets 3 to 11 of the Process Control Requirements for the minimum control expected in each of the above processes.  Each of the above processes should exhibit a process control description and strategy, and log sheets and charts should be available to verify this.  A documented mechanism should be in place to deal with out-of-specification product from each of the above processes.  In some plants there may be additional processes which if present would be included.  These would be processes such as chip washing and chemical addition (e.g. urea and other formaldehyde reducers).
Note: If any plants support different frequencies of inspection and testing and can demonstrate that they have a sound basis for their programme, then the assessor shall take this into consideration.
4

In Plant Product Testing

4.1
Quality Control Tests

In addition to operator on line testing, each plant will conduct its own quality control testing and must possess maintained and calibrated equipment to enable it to perform tests satisfactorily.

Physical properties tests will usually be done at the raw board stage, so that board is released or rejected before sanding and sawing.  Procedures for release of final product shall be documented. The physical properties nominated on Process Control Sheet No.8 will be tested for by each plant as a minimum.  These must be done at the minimum frequency nominated and conform to the applicable method as closely as possibly, bearing in mind the needs of production to obtain fast feedback.  Where the method used is substantially different to the applicable method, correlation must exist to show the relation. Other internal quality control checks may be performed at the plants’ own discretion.

4.2
Equipment Calibration

Each plant shall have a procedure describing the calibration system and the necessary calibration standards, instructions and methods to enable it to keep its test and measurement equipment accurate.  The calibrations may be performed internally or by sub-contractors.

A schedule of calibrations must be developed and where possible visible indication that the calibration has been performed should be evident.

Any equipment used for quality control testing must be maintained in a state of calibration, and would include the following, with recommended re-calibration period:

Measuring Tapes




3 monthly

Thickness Gauges/Micrometers


6 monthly

Water baths




6 monthly

Balances/Weigh Scales



6 monthly

Moisture Content Devices



6 monthly

Vernier Calipers




6 monthly

Ovens





1 yearly

Thermocouples and Thermometers


1 yearly

Flowmeters




1 yearly

Timers





1 yearly

Tensile/Compression Testing Machine

2 yearly

Reference standards used to calibrate the above equipment should be calibrated by an independent body which has traceability to national and international standards.

   
5
Marking of Product

Each pack of MDF shall have a unique pack number for purposes of identification.  An instruction to describe the labelling system should be available.  All packs will be labelled with the following information as a minimum:

Product Type

Product Size

Product Thickness

Boards per Pack

Date of Manufacture

Pack No.

Safety and Handling Instructions

Manufacturers Name and Site (or abbreviation)
JIS Mark logo and Certificate No.
JIS marks appropriate to the product must be applied as described in the JIS Mark Rules manual.

6

Complaints

Each plant is required to keep a record of all complaints received from customers.  It is expected that each complaint will initiate investigation and depending on the outcome, corrective action at the correct level.  Records of corrective action, and evidence that it has actually been carried out, must be made available for audit.

Management should review complaints and their corrective actions as part of their routine management meetings.

	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS



	PRODUCT TYPE:     MDF

PROCESS AREA:     PURCHASED RAW MATERIALS


	SHEET NO:  1

	PROCESS / MATERIAL OPERATION
	PARAMETERS CONTROLLED
	TESTS PERFORMED
	MINIMUM FREQUENCY
	EXAMPLE TOLERANCES 

&  COMMENTS 

(if applicable)
	Assessor

Remarks

	WOOD WASTE

· Sawdust 

· and residues

CHIP

LOGS
	PARTICLE SIZE

MOISTURE CONTENT

PARTICLE SIZE

BARK CONTENT

MOISTURE CONTENT

DIMENSIONS
	SIZE DISTRIBUTION

DRYING TEST

SIZE DISTRIBUTION

SORTING

DRYING TEST

LENGTH, 

DIAMETER BENDS ETC
	WEEKLY

Optional

WEEKLY

WEEKLY

Optional
PERCENTAGE BASIS
	IT IS OFTEN DIFFICULT TO SPECIFY WOOD WASTE REQTS AS THE LIMITATION MAY BE WHAT IS AVAILABLE   

ALTERNATIVELY,
REQUIREMENTS MAY BE 
STATED IN A PURCHASING 

SPECIFICATION ONLY, TOO MANY FINES MAY AFFECT DRYER STABILITY
SUPPORTED BY REGULAR 
VISUAL CHECKS WITHOUT ON - SITE TESTING.


	

	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS



	PRODUCT TYPE:     MDF

PROCESS AREA:     PURCHASED RAW MATERIALS


	SHEET NO:   2

	PROCESS/MATERIAL OPERATION
	PARAMETERS CONTROLLED
	TESTS PERFORMED
	MINIMUM FREQUENCY
	EXAMPLE TOLERANCES & COMMENTS (if applicable)
	Assessor

Remarks

	RESIN

PARAFFIN WAX

EMULSIONS
	SOLIDS CONTENT

VISCOSITY

SPECIFIC GRAVITY

PH

OIL CONTENT

MELTING POINT

SOLIDS

OIL CONTENT
	
	EACH BATCH

EACH BATCH

EACH BATCH

EACH BATCH

EACH BATCH

EACH BATCH

EACH BATCH

EACH BATCH
	(  2 %

SPECS DEPEND ON WOOD SPECIES AND DRYING AND PRESSING TECHNIQUES

(  0.5

< 5 %

50 - 70 ( C

DEPENDS ON APPLICATION METHOD e.g. HOT LIQUID, EMULSION, AND END-USE APPLICATION OF BOARD, HIGH OIL CONTENTS CAN AFFECT PAINTABILITY
	


	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS



	PRODUCT TYPE:     MDF

PROCESS AREA:     HEAT ENERGY PLANT
	SHEET NO:  3

	PROCESS/MATERIAL OPERATION
	PARAMETERS CONTROLLED
	TESTS PERFORMED
	MINIMUM FREQUENCY
	EXAMPLE TOLERANCES & COMMENTS (if applicable)
	Assessor

Remarks

	STEAM GENERATOR

HOT GAS

HOT OIL
	PRESSURE

FLOW RATE

TEMPERATURE

PARTICULATES CONTENT

TEMPERATURE


	
	CONTINUOUS MONITORING

          “

          “

12 MONTHLY USUAL FOR ENVIRONMENTAL REGULATIONS

CONTINUOUS MONITORING

           
	DEPENDS ON PRE-HEATER SETTING

DEPENDS ON PLANT NEEDS

CONSISTENT FOR STEADY DRYING

KEEP LOW FOR FIBRE CLEANLINESS IF DIRECT DRYING

260 – 280 (C normal range

DEPENDS ON PRESS THROUGHPUT
	


	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS



	PRODUCT TYPE:     MDF

PROCESS AREA:     CHIP PRODUCTION
	SHEET NO: 4

	PROCESS/MATERIAL OPERATION
	PARAMETERS CONTROLLED
	TESTS PERFORMED
	MINIMUM FREQUENCY
	EXAMPLE TOLERANCES & COMMENTS (if applicable)
	Assessor

Remarks

	LOG YARD

DEBARKING

CHIPPER

CHIP STORAGE AND BLENDING


	STORAGE & ROTATION OF LOGS

-

BLADE GEOMETRY

FLOW RATES OF BLENDED CHIPS


	-

BARK CONTENT

CHIP SIZES

-


	CONTINUOUS

1 / WEEK

1/ WEEK

CONTINUOUS MONITORING
	BLUE STAIN AND OTHER DEGRADATION CAN OCCUR IF LOGS HELD TOO LONG, DEPENDING ON LOCAL CONDITIONS

< 1 % FOR CLEAN APPEARANCE

25-30mm LONG & 4-6 mm THICK FOR OPTIMUM

CONTROLLED BLENDING GIVES BETTER CONSISTENCY OF DOWN STREAM PROCESSES e.g. DRYING

	



	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS


	PRODUCT TYPE:     MDF

PROCESS AREA:     FIBRE PREPARATION
	SHEET NO:  5

	PROCESS/MATERIAL OPERATION
	PARAMETERS CONTROLLED
	TESTS PERFORMED
	MINIMUM FREQUENCY
	EXAMPLE TOLERANCES & COMMENTS (if applicable)
	Assessor

Remarks

	CHIP WASHING

PRE STEAMING

DIGESTOR

WAX ADDITION

REFINING

RESIN ADDITION

DRYER
	CHECK OPERATION

STEAMING BIN TEMP

STEAM PRESSURES  DIGESTOR LEVEL
METERING CONTROL

DISC SPACING

BLOW VALVE OPENING

BATCHING & METERING

INLET TEMP.
	



	1 / SHIFT

MONITOR

MONITOR

MONITOR

2/SHIFT

MONITOR

OPERATOR VARIABLE
	AFFECTS CLEANLINESS OF CHIP – REMOVES SAND, KNOTS ETC.

90 – 95 ( C REDUCES REFINING ENERGY, DIGESTOR TIME REQUIRED AND STEAM CONSUMPTION

CONSISTENT COLOUR & FIBRE QUALITY USUALLY INTER RELATED WITH COOKING TIME

ACTS AS WATER REPELLENT DEPENDS ON WOOD SPECIES, USUALLY 0.5 –  1.0%

CONSISTENT, FINE FIBRE GIVES BETTER MACHINEABILITY BUT REQUIRES MORE RESIN USAGE.

COST & PROPERTY CONTROL.  MAJOR RAW MATERIAL CONTROL

MOISTURE CONTENT CONTROL SHOULD BE <0.5% FOR OPTIMUM PRESSING
	


	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS



	PRODUCT TYPE:     MDF

PROCESS AREA:     PRESSING


	SHEET NO:  6

	PROCESS/

MATERIAL OPERATION
	PARAMETERS CONTROLLED
	TESTS PERFORMED
	MINIMUM FREQUENCY
	EXAMPLE TOLERANCES & COMMENTS (if applicable)
	Assessor

Remarks

	FORMING

PRESSING

CUT OFF SAW
	MAT SPREAD

MAT WEIGHT VARIATION

MOISTURE CONTENT

TEMPERATURE

PRESSURE

SPEED/ CLOSING TIME

BOARD LENGTH

BOARD THICKNESS

BOARD MASS

SURFACE APPEARANCE
	VISUAL SURVEILLANCE

WEIGHSCALE

ON LINE METER 

MICROPROCESSOR

CONTROLLED

MANUAL CHECK

AUTO OR MANUAL

WEIGH SCALE

VISUAL SURVEILLANCE
	CONTINUOUS MONITORING

CONTINUOUS

CONTINUOUS MONITORING

SET-UP 

MANUAL CHECK HOURLY

IF AVAILABLE

HOURLY
	SHOULD BE EVEN, NO HOLES

DEPENDS ON THICKNESS, USUALLY < 2 % FOR MEDIUM-THICK BOARD & <5% FOR THIN.

DEPENDS ON THICKNESS & PRESS TYPE  8 – 13 %

DEPENDS ON TECHNOLOGY OF WOOD SPECIES, RESIN TYPE AND EQUIPMENT TYPE

SELECTABLE, ( 2mm TOLERANCE

( 0.2 - ( 0.5 DEPENDING ON THICKNESS

DEPENDS ON SIZE AND DENSITY, USE AS 

CONTROL ON MAT WEIGHT

LOOK FOR RESIN SPOTS, SHIVES, OIL, FIBRE SPOTS, OPEN SURFACE
	


	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS



	PRODUCT TYPE:     MDF

PROCESS AREA:     STACKING & STORAGE OF RAW BOARD

 
	SHEET NO:  7

	PROCESS/MATERIAL OPERATION
	PARAMETERS CONTROLLED
	TESTS PERFORMED
	MINIMUM FREQUENCY
	EXAMPLE TOLERANCES & COMMENTS 

(if applicable)
	Assessor

Remarks

	STACKING

STORAGE


	BEARER POSITIONS

CURING TIME


	
	EVERY STACK

EVERY STACK


	IMPORTANT TO HAVE CONSISTENTLY PLACED BEARERS TO PREVENT BOWING AND WARPING

IMPORTANT FOR OPTIMUM HARDNESS & SANDING RESULTS.  DEPENDS ON MOISTURE CONTENT EXPRESS, THICKNESS ETC.

	


	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS



	PRODUCT TYPE:     MDF

PROCESS AREA:     BOARD PROPERTIES
	SHEET NO:  8

	PROCESS/

MATERIAL OPERATION
	PARAMETERS CONTROLLED
	TESTS PERFORMED
	MINIMUM FREQUENCY

(per 24 hrs)
	EXAMPLE TOLERANCES & COMMENTS (if applicable)
	Assessor

Remarks

	PHYSICAL PROPERTIES


	IB

MOISTURE CONTENT

THICKNESS SWELL

DENSITY

DENSITY VARIATIONS

MOR / MOE

FORMALDEHYDE CONTENT

MOISTURE RESISTANCE

(MR BOARD ONLY)

SCREWHOLDING
	Cross Panel Test

Desiccator

Wet Bend Strength

Method A 


	4

2
2

4

2 (MDF)

1/WEEK (PTBD)

1 

2 / WEEK or CHANGE OF GLUE SPEC.

2 

1
	SEE APPLICABLE  JIS
M type only
( 5 % FOR MEDIUM-THICK BOARD

DEPENDS ON THICKNESS < 2 % ON THICK BOARD <5% ON THIN BOARD
One from each direction
SEE APPLICABLE JIS
MAY BE PERFORMED EXTERNALLY

M TYPE ONLY
SEE APPLICABLE JIS
	

	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS



	PRODUCT TYPE:     MDF 

PROCESS AREA:     SANDING AND GRADING


	SHEET NO:  9

	PROCESS/MATERIAL OPERATION
	PARAMETERS CONTROLLED
	TESTS PERFORMED
	MINIMUM FREQUENCY
	EXAMPLE TOLERANCES & COMMENTS (if applicable)
	Assessor

Remarks

	SANDING

GRADING
	GRIT FINISH

THICKNESS

SANDING DEFECTS

e.g. HESITATION, 

TRAMLINES, RIPPLE
UNDERSIDE BOARD CHECK
SPOTS
INDENTATIONS
OPEN SURFACE


	RUB TEST

MICROMETER CHECK

ON LINE MONITORING

VISUAL, RUB TEST

SPOTS ETC
VISUAL
VISUAL
VISUAL


	EVERY 2 HOURS
EVERY 2 HOURS
CONTINUOUS

EVERY 2 HOURS
EVERY 2 HOURS
EVERY BOARD

EVERY BOARD

EVERY BOARD
	NORMALLY BETTER THAN 120 GRIT FOR RAW MDF BOARD
VARIATION ( 0.2 FROM NOMINAL

DEPENDS ON APPLICATION AND INTERNAL STANDARDS

STANDARDS & TOLERANCES DEPEND ON APPLICATION & INTERNAL STANDARDS e.g. EXPORT, VENEER GRADE ETC.


	


	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS



	PRODUCT TYPE:     MDF 

PROCESS AREA:     SAWING
	SHEET NO:  10

	PROCESS/MATERIAL OPERATION
	PARAMETERS CONTROLLED
	TESTS PERFORMED
	MINIMUM FREQUENCY
	EXAMPLE TOLERANCES & COMMENTS (if applicable)
	Assessor

Remarks

	SAWING

PACKING


	DIMENSIONS

CHIP OUT, EDGE SCALLOPING, SAW BURN

BOARDS / PACK

COVERBOARDS

PROTECTIVE PACKAGING

LABELLING
	WIDTH, LENGTH SQUARENESS

VISUAL SURVEILLANCE

CHECK COUNT


	1 / HOUR

CONTINUOUS

EVERY SET-UP

FOR EACH DIFFERENT JIS PRODUCT
	( 3mm,
( 3mm,
2  mm or under
CORRECT IF APPARENT

CUSTOMER REQUIREMENT

RIGHT THICKNESS & SIZE

e.g. PLASTIC, SIDE-BOARDS – DEPENDS ON APPLICATION

CORRECT LABEL INFORMATION: PRODUCT TYPE, SIZE, THICKNESS, SHEETS/PACK AND PACK NO: FOR IDENTIFICATION AND TRACEABILITY
	

	ATCA JIS MARK CERTIFICATION – PROCESS CONTROL REQUIREMENTS



	PRODUCT TYPE:     MDF

PROCESS AREA:     EQUIPMENT MAINTENANCE


	SHEET NO:  11

	EQUIPMENT TYPE
	COMPONENT CHECKED
	CHECKS PERFORMED
	MINIMUM FREQUENCY
	EXAMPLE TOLERANCES & COMMENTS (if applicable)

	Refer p1 of this doc.
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