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FIBERBOARD BY ADOPTING METHOD

(57) The invention discloses a method for pressing then enters the normal pressing curing zone. When the

fiberboard. A to-be-pressed fiber mat is sent into a feed-
ing area formed between a top steel belt and a bottom
steel belt along with circulation of the top and bottom
steel belts and then into a pressing passage formed be-
tween a top feed heating plate and a bottom feed heating
plate to be pressed into the fiberboard. The pressing pas-
sage is divided into a normal pressing curing zone and
a pressing but not curing zone, and the to-be-pressed
fiber mat enters the pressing but not curing zone first and

to-be-pressed fiber mat is pressed but not cured, the
thickness of the to-be-pressed fiber mat is compressed,
but the adhesive is not cured. The invention further dis-
closes a continuous press adopting the above method.
The thickness of precuring layers on the top and bottom
surfaces of the obtained fiberboard is greatly reduced,
raw materials are saved, the sanding quantity and power
consumption of the sanding machine are reduced, and
sanding dust is also reduced.
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Description
BACKGROUND OF THE INVENTION
Technical Field

[0001] The invention relates to the technical field of
processing artificial boards, board blanks and other
boards through continuous presses, in particular to a
method for pressing fiberboard and a continuous press
adopting the method for pressing fiberboard.

Description of Related Art

[0002] Asis showninFIG. 1 and FIG. 2, a continuous
press 100 is provided with a presstop 110, a press bottom
120, a top steel belt 130, a bottom steel belt 140, a top
roller bar chain blanket 150 and a bottom roller bar chain
blanket 160, wherein the top steel belt 130 continuously
operates in the press top 110, and the bottom steel belt
140 continuously operates in the press bottom 120. A
top feed heating plate 170 and a bottom feed heating
plate 180 are arranged in the press top 110 and the press
bottom 120 separately, and a feeding area 191 is formed
before the top feed heating plate 170 and the bottom feed
heating plate 180 by the top steel belt 130 and the bottom
steelbelt 140. A pressing passage 192 is formed between
the top feed heating plate 170 and the bottom feed heat-
ing plate 180. The feed end of the pressing passage 192
is connected with the feeding area 191 in a natural tran-
sition mode.

[0003] When the continuous press operates, the top
steel belt 130 wound around a top driven roller 131 and
a top driving roller 132 and the bottom steel belt 140
wound around a bottom driven roller 141 and a bottom
driving roller 142 are driven by the top driving roller 132
and the bottom driving roller 142 to circulate, and a to-
be-pressed fiber mat 200 is sent into the feeding area
191 formed between the top steel belt 130 and the bottom
steel belt 140 along with circulation of the top steel belt
130 and the bottom steel belt 140 and theninto the press-
ing passage 192 formed between the top feed heating
plate 170 and the bottom feed heating plate 180 to be
pressed into fiberboards of different specification in a
subsequent pressing passage 193.

[0004] To achieve rolling friction between the top steel
belt 130 and the top feed heating plate 170 as well as
between the bottom steel belt 140 and the bottom feed
heating plate 180 to further reduce the operating resist-
ance, in work, the top roller bar chain blanket 150 wound
around a top chain blanket driving chain wheel 151 and
a top chain blanket driven chain wheel 152 and the bot-
tom roller bar chain blanket 160 wound around a bottom
chain blanket driving chain wheel 161 and a bottom chain
blanket driven chain wheel 162 are driven by the top chain
blanket driving chain wheel 151 and the bottom chain
blanket driving chain wheel 161 to circulate so as to enter
the zone between the top feed heating plate 170 and the
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bottom feed heating plate 180 and the zone between the
top steel belt 130 and the bottom steel belt 140.

[0005] Generally speaking, a top heating device and a
bottom heating device (not shown in the FIGs) are sep-
arately arranged in the top feed heating plate 170 and
the bottom feed heating plate 180 and transfer heat into
the to-be-pressed fiber mat 200 in the pressing passage
192 through the top and bottom feed heating plates 170,
180, the top and bottom roller bar chain blankets 150,
160 and the top and bottom steel belts 130, 140, so that
the adhesive in the to-be-pressed fiber mat 200 is cured;
at the moment, a pressurization device 111 on the press
top 110 applies pressure to the top and bottom feed heat-
ing plates 170, 180, the pressure is then transmitted to
the to-be-pressed fiber mat 200 in the pressing passage
192 through the top and bottom roller bar chain blankets
150, 160 and the top and bottom steel belts 130, 140, so
thatthe fiber mat 200 is gradually compressed to a preset
thickness, and a fiberboard is formed in the subsequent
pressing passage 193 and finally is sent out.

[0006] The pressingpassage 192 between the top feed
heating plate 170 and the bottom feed heating plate 180
can be adjusted so that fiberboards with different thick-
nesses, such as fiberboards with the thickness of 12mm,
16mm and 25mm, can be produced through one contin-
uous press 100.

[0007] The top and bottom feed heating plates 170,180
of the existing continuous press 100 each have only one
temperature zone, and when the to-be-pressed fiber mat
200 enters the pressing passage 192 to be cured and
pressed from the feeding area 191, precuring layers can
be formed on the top and bottom surfaces of the fiber-
board under the high-temperature and high-pressure ef-
fect.

Generally speaking, the top and bottom surfaces of the
obtained fiberboard need to be sanded so as to remove
the precuring layers on the top and bottom surfaces of
the fiberboard, and thus the hardness, along the whole
cross section, of the finally obtained fiberboard is basi-
cally consistent (as is shown in FIG. 3). For example, as
for a formed fiberboard with the final thickness of 12mm
after the precuring layers are removed, the thickness of
each of the precuring layers on the top and bottom sur-
faces reaches 0.45mm, and thus the thickness of the
fiberboard produced by the continuous press 100 reach-
es 12.9mm. The precuring layers are so thick that high
manufacturing cost is caused by severe raw material
waste, that the sanding quantity is large, and consump-
tion of abrasive belts used for grinding and power con-
sumption of the sanding machine are greatly increased,
and that alarge quantity of sand is generated by sanding,
the processing workload is large, and safety problems
are caused.

[0008] The thickness of the precuring layers formed on
the top and bottom surfaces of the obtained fiberboard
not only depends on the fiber state and the performance
of the adhesive in the fiber, but also depends on the feed-
ing speed of the to-be-pressed fiber mat 200 and the
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pressing temperature and the pressing pressure applied
to the to-be-pressed fiber mat 200 by the top and bottom
feed heating plates 170, 180 in the pressing process.
Under a certain feeding speed and pressing temperature
condition, the lower the pressure applied to the to-be-
pressed fiber mat 200 by the top and bottom feed heating
plates 170, 180, the thicker the precuring layers on top
and bottom surfaces of the obtained fiberboard; other-
wise, the higher the pressure applied to the to-be-
pressed fiber mat 200 by the top and bottom feed heating
plates 170, 180, the thinner the precuring layers on the
top and bottom surfaces of the obtained fiberboard. Tech-
nicians in the industry generally reduce the thickness of
the precuring layers on the top and bottom surfaces of
the obtained fiberboard by increasing the pressing pres-
sure; however, through this method, dust spots can be
formed on the obtained fiberboard.

[0009] A large quantity of gas is released by the to-be-
pressed fiber mat 200 in the curing and pressing process,
part of the released gas is exhausted from the two sides
of the pressing passage 192, and the other part of the
released gas can only be exhausted towards the feeding
area 191 (as is shown in FIG. 4 and FIG. 5) due to the
fact that the fiber mat 200 at the rear end of the pressing
passage 192 has already been cured and compacted
gradually. The gas exhausted towards the

feeding area 191 can form vortex flow at the contact po-
sitions between the top and bottom steel belts 130, 140
and the to-be-pressed fiber mat 200, the vertex flow acts
on the top and bottom surfaces of the to-be-pressed fiber
mat 200, so that a large quantity of dust pellets 10 are
generated particularly on the bottom surface of the to-
be-pressed fiber mat 200 (as is shown in FIG. 6), these
dust pellets 10 are then carried into the pressing passage
192, the adhesive in the dust pellets 10 is generally cured
in advanced under the influence of high-temperature air
flow and thus cannot be fused into the to-be-pressed fiber
mat 200, and consequentially, dust spots are formed on
the surfaces of the obtained fiberboard.

[0010] Currently, to solve the problem of dust spots on
the obtained fiberboard, the position close to the inlet of
the pressing passage 192, namely the position | in FIG.
7, of the top feed heating plate 170 is generally lifted by
a certain height, so that an S-shaped curved surface is
formed between the top feed heating plate 170 and the
fiber mat 200 in the feeding direction, an exhaust gap
194 is formed at the position | between the top feed heat-
ing plate 170 and the bottom feed heating plate 180, a
large quantity of gas generatedin the curing and pressing
process of the to-be-pressed fiber mat 200 is exhausted
from the two sides via the exhaust gap 194, in this way,
the flow rate of gas exhausted towards the feeding area
191 is effectively decreased, vertex flow cannot be gen-
erated atthe contact position between the top and bottom
steel belts 130, 140 and the to-be-pressed fiber mat 200
by the gas exhausted towards the feeding area 191, and
accordingly, the quantity of generated dust pellets is ef-
fectively reduced or no dust pellet is generated. Further-
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more, though the method, the feeding speed and the yield
can be increased. However, by adoption of the method,
the thickness of the precuring layers on the surfaces of
the obtained fiberboard can be increased.

[0011] The above problem has troubled the industry
for a long time and urgently needs to be solved by the
technicians in the industry.

BRIEF SUMMARY OF THE INVENTION

[0012] To overcome the defects of existing continuous
presses for pressing fiberboards, the invention provides
a method for pressing fiberboard through a continuous
press. The thickness of the precuring layers of a fiber-
board obtained through the method is greatly reduced,
raw materials are saved, the sanding quantity and sand-
ing dust are reduced, the quantity of generated dust pel-
lets is reduced, and dust spots on the surfaces of the
obtained fiberboard are avoided.

[0013] The invention further provides a continuous
press adopting the above method for pressing fiberboard.
[0014] As for the method for pressing fiberboard of the
invention, a top steel belt wound around a top driving
roller and a top drivenroller and a bottom steel belt wound
around a bottom driving roller and a bottom driven roller
are driven by the top driving roller and the bottom driving
roller to circulate, and a to-be-pressed fiber mat is sent
into a feeding area formed between the top steel beltand
the bottom steel belt along with circulation of the top steel
belt and the bottom steel belt and then into a pressing
passage formed between a top feed heating plate and a
bottom feed heating plate to be pressed into a fiberboard.
The method is characterized in that the pressing passage
is divided into a normal pressing curing zone and a press-
ing but not curing zone, the to-be-pressed fiber mat en-
ters the pressing but not curing zone first and then enters
the normal pressing curing zone, and when the to-be-
pressed fiber mat passes through the pressing but not
curing zone, the thickness of the to-be-pressed fiber mat
is compressed, but the adhesive in the to-be-pressed
fiber mat is not cured.

[0015] In one preferred embodiment of the invention,
the set temperature of the pressing but not curing zone
and the time for the to-be-pressed fiber mat to pass
through the pressing but not curing zone cannot meet
the temperature and time requirements for normal curing
of the adhesive in the to-be-pressed fiber mat.

[0016] In one preferred embodiment of the invention,
the set temperature of the pressing but not curing zone
is lower than the temperature required for normal curing
of the adhesive in the fiber mat when the fiber mat passes
through the pressing but not curing zone.

[0017] In one preferred embodiment of the invention,
the pressing but not cooling zone is cooled, so that the
temperature of the pressing but not curing zone is made
lower than the temperature required for normal curing of
the adhesive in the fiber mat when the fiber mat passes
through the pressing but not curing zone.
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[0018] In one preferred embodiment of the invention,
the top steel belt and the, bottom steel belt are not heated
when passing through the pressing but not curing zone,
so that the temperature of the pressing but not curing
zone is made lower than the temperature required for
normal curing of the adhesive in the fiber mat when the
fiber mat passes through the pressing but not curing
zone.

[0019] In one preferred embodiment of the invention,
the pressure of the pressing but not curing zone is equal
to or lower than the pressure of the normal pressing cur-
ing zone.

[0020] In one preferred embodiment of the invention,
the position, close to the inlet of the pressing passage,
of the top feed heating plate is lifted by a certain distance,
so that an exhaust gap is formed at a position close to
the inlet of the pressing passage and between the top
feed heating plate and the bottom feed heating plate in
the pressing process.

[0021] As for the continuous press adopting the above
method for pressing fiberboard, the continuous press is
provided with a press top, a press bottom, a top steel
belt, a bottom steel belt, a top roller bar chain blanket
and bottom roller bar chain blanket, wherein the top steel
belt continuously operates in the press top, and the bot-
tom steel belt continuously operates in the press bottom.
A top feed heating plate is arranged in the press top, and
a bottom feed heating plate is arranged in the press bot-
tom. A feeding area is formed before the top feed heating
plate and the bottom feed heating plate by the top steel
belt and the bottom steel belt, and a pressing passage
is formed between the top feed pressing plate and the
bottom feed pressing plate and connected with the feed-
ing area. The continuous press is characterized in that
the pressing passage is divided into a normal pressing
curing zone and a pressing but not curing zone, the to-
be-pressed fiber mat enters the pressing but not curing
zone first and then enters the normal pressing curing
zone, and when the to-be-pressed fiber mat passes
through the pressing but not curing zone, the thickness
of the to-be-pressed fiber mat is compressed, but the
adhesive in the to-be-pressed fiber mat is not cured.
[0022] In one preferred embodiment of the invention,
the set temperature of the pressing but not curing zone
and the time for the to-be-pressed fiber mat to pass
through the pressing but not curing zone cannot meet
the temperature and time requirements for normal curing
of the adhesive in the to-be-pressed fiber mat.

[0023] In one preferred embodiment of the invention,
the set temperature of the pressing but not curing zone
is lower than the temperature required for normal curing
of the adhesive in the fiber mat when the fiber mat passes
through the pressing but not curing zone.

[0024] In one preferred embodiment of the invention,
the zone between the top feed heating plate and the bot-
tom feed heating plate is divided into a first temperature
control zone and a second temperature control zone,
wherein the first temperature control zone between the
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top feed heating plate and the bottom feed heating plate
corresponds to the pressing but not curing zone, and the
second temperature control zone between the top feed
heating plate and the bottom feed heating plate corre-
sponds to the normal pressing curing zone.

[0025] In one preferred embodiment of the invention,
the first temperature zone and the second temperature
zone between the top feed heating plate and the bottom
feed heating plate are controlled independently.

[0026] In one preferred embodiment of the invention,
the top steel belt and the bottom steel belt are not heated
when passing through the pressing but not curing zone,
so that the temperature of the pressing but not curing
zone is made lower than the temperature required for
normal curing of the adhesive in the fiber mat when the
fiber mat passes through the pressing but not curing
zone.

[0027] In one preferred embodiment of the invention,
the pressure of the pressing but not curing zone is equal
to or lower than the pressure of the normal pressing cur-
ing zone.

[0028] In one preferred embodiment of the invention,
the position, close to the inlet of the pressing passage,
of the top feed heating plate is lifted by a certain distance,
so that an exhaust gap is formed at a position close to
the inlet of the pressing passage and between the top
feed heating plate and the bottom feed heating plate in
the pressing process.

[0029] Astheto-be-pressed fiber matenters the press-
ing but not curing zone first before entering the normal
pressing curing zone through the feeding area, air in the
fiber mat can be exhausted towards the two sides and
the feeding area from the pressing but not curing zone,
meanwhile, part of gas generated when the fiber mat is
pressed and cured in the normal pressing curing zone is
exhausted from the two sides of the normal pressing cur-
ing zone, and the other part of gas can be exhausted
towards the pressing but not curing zone; and as the
adhesive is not cured in the pressing but not curing zone,
gas can be exhausted smoothly, finally, the thickness of
the precuring layers on the top and bottom surfaces of
the obtained fiberboard can be reduced at least by 30%-
40% compared with the prior art and even is only 30%
of that in the prior art, and therefore, raw materials are
greatly saved, the sanding quantity, power consumption
of the sanding machine and abrasive belt consumption
are reduced, and sanding dust is also reduced.

[0030] In addition, as the adhesive is not completely
cured when the to-be-pressed fiber mat passes through
the pressing but not curing zone, gas released by the
fiber mat in the normal pressing curing zone can be ex-
hausted towards the feeding area via the pressing but
not curing zone, this part of gas cannot form vortex flow
at the contact positions between the top and bottom steel
belts and the to-be-pressed fiber mat, and even if vortex
flow is generated and dust pellets are generated on the
top and bottom surfaces of the to-be-pressed fiber mat
with the adhesive not cured, these dust pellets are carried
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into the pressing but not curing zone and then can be
fused into to the surfaces of the to-be-pressed fiber mat
asthe adhesive in the to-be-pressed fiber matis not cured
in the pressing but not curing zone, and thus dust spots
on the surfaces of the fiberboard are avoided.

[0031] Secondly, as the position, close to the inlet of
the pressing passage, of the top feed heating plate is
lifted by a certain height, an exhaust gap is formed at a
position close to the inlet of the passing passage and
between the top feed heating plate and the bottom feed
heating plate in the pressing process, in this way, gas
generated by the to-be-pressed fiber mat in the pressing
but not curing zone and a large quantity of gas generated
in the normal pressing curing zone and exhausted to-
wards the pressing but not curing zone can be exhausted
from the two sides of the fiber mat via the exhaust gap,
the flow rate of gas exhausted towards the feeding area
is effectively decreased, vortex flow is avoided, and
therefore, the feeding speed can be properly increased
to further increase the yield.

BRIEF DESCRIPTION OF THE SEVERAL VIEWS OF
THE DRAWINGS

[0032] To explain the technical scheme of the embod-
iments of the invention or the prior art more clearly, a
brief description of the drawings required for describing
the embodiments of the invention or the prior art is given
as follows, obviously, the drawings in the following de-
scription are only for part of the embodiments of the in-
vention, and for those ordinarily skilled in the field, other
drawings can also be obtained without creative work ac-
cording to these drawings.

FIG. 1 is a structural diagram of an existing contin-
uous press.

FIG. 2 is an enlarged view of the position | in FIG. 1.

FIG. 3 is a density distribution diagram of the cross
section of a fiberboard produced through the
existing continuous press.

FIG. 4 is a diagram of the existing continuous press
when used for pressing fiber mat.

FIG. 5 is a diagram of air released when the existing
continuous press is used for pressing fiber
mat.

FIG. 6 is an enlarged view of the position B in FIG. 2.

FIG. 7 is an enlarged view of the position Ain FIG. 2.

FIG. 8 is a diagram of a continuous press of the in-
vention when used for pressing fiber mat.

FIG. 9 is adistribution diagram of temperature zones
in a pressing passage of the continuous press
of the invention.

FIG. 10 is a diagram of air released when the contin-
uous press of the invention is used for press-
ing fiber mat.

FIG. 11 is a density distribution diagram of the cross

section of a fiberboard produced through the
continuous press of the invention.
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DETAILED DESCRIPTION OF THE INVENTION

[0033] For a clear understanding of the technical
means, creative characteristics, purposes and effects of
the invention, a further illustration of the invention is given
with the accompanying drawings as follows.

[0034] Asisshownin FIG. 1and FIG. 2, a continuous
press of the inventionis basically the same as the existing
continuous press and is also provided with a press top
110, a press bottom 120, a top steel belt 130, a bottom
steel belt 140, a top roller bar chain blanket 150 and a
bottom roller bar chain blanket 160, wherein the top steel
belt 130 continuously operates in the press top 110, and
the bottom steel belt 140 continuously operates in the
press bottom 120. A top feed heating plate 170 and a
bottom feed heating plate 180 are arranged in the press
top 110 and the press bottom 120 separately. A feeding
area 191 is formed before the top feed heating plate 170
and the bottom feed heating plate 180 by the top steel
belt 130 and the bottom steel belt 140. A pressing pas-
sage 192 is formed between the top feed heating plate
170 and the bottom feed heating plate 180.

The continuous press of the invention is different from
the existing continuous press in that as is shown in FIG.
8, the pressing passage formed between the top feed
heating plate 170 and the bottom feed heating plate 180
is divided into a normal pressing curing zone 192b and
a pressing but not curing zone 192a and the normal
pressing curing zone 192b is connected with the feeding
area 191 through the pressing but not curing zone 192a,
namely, a to-be-pressed fiber mat enters the pressing
but not curing zone 192a first and then enters the normal
pressing curing zone 192b. The set temperature of the
pressing but not curing zone 192a and the time for the
to-be-pressed fiber mat 200 to pass through the pressing
but not curing zone 192a cannot meet the temperature
and time requirements for normal curing of the adhesive
in the to-be-pressed fiber mat 200, and therefore, when
the to-be-pressed fiber mat 200 passes through the
pressing but not curing zone 192a, the thickness of the
to-be-pressed fiber mat 200 is compressed, but the ad-
hesive in the to-be-pressed fiber mat 200 is not cured.
Specifically, the temperature of the pressing but not cur-
ing zone 192a should be lower than the temperature re-
quired for normal curing of the adhesive in the to-be-
pressed fiber mat 200 when the to-be-pressed fiber mat
200 passes through the pressing but not curing zone
192a.

[0035] To make the temperature of the pressing but
not curing zone 192a lower than the temperature required
for normal curing of the adhesive in the to-be-pressed
fiber mat200 when the to-be-pressed fiber mat 200 pass-
es through the pressing but not curing zone 192a, the
pressing but not curing zone 192a can be cooled. Spe-
cifically, the zone between the top feed heating plate 170
and the bottom feed heating plate 180 is divided into a
first temperature control zone 310 and a second temper-
ature control zone 320, and the first temperature control
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zone 310 and the second temperature control zone 320
are controlled independently. As is shown in FIG. 9, the
first temperature control zone 310 between the top feed
heating plate 170 and the bottom feed heating plate 180
corresponds to the pressing but not curing zone 192a,
and the second temperature control zone 320 between
the top feed heating plate 170 and the bottom feed heat-
ing plate 180 corresponds to the normal pressing curing
zone 192b.

[0036] In addition, the temperature of the pressing but
not curing zone 192a can also be made lower than the
temperature required for normal curing of the adhesive
in the to-be-pressed fiber mat 200 when the to-be-
pressed fiber mat 200 passes through the pressing but
not curing zone 192a through the following method: the
top steel belt 130 and the bottom steel belt 140 are not
heated anymore when passing through the pressing but
not curing zone 192a. Specifically, the top steel belt 130
and the bottom steel belt 140 circulate to enter the press-
ing passage 192 again from the inlet end of the pressing
passage 192 after coming out of the pressing passage
192 from the outlet end of the pressing passage 192, and
have already been cooled without being heated by heat-
ing devices in the process, the temperature of the top
and bottom steel belts 130 and the bottom steel belt 140
is greatly decreased, and thus through proper adjust-
ment, it can be ensured that the temperature generated
when the top steel belt 130 and the bottom steel belt 140
enter the pressing passage 192 again is lower than the
temperature required for normal curing of the adhesive
in the to-be-pressed fiber mat 200 when the to-be-
pressed fiber mat 200 passes through the pressing but
not curing zone 192a.

[0037] The operating process of the continuous press
for pressing the fiber mat of the invention is as follows:
the top steel belt 130 wound around the top driving roller
and the top driven roller and the bottom steel belt 140
wound around the bottom driving roller and the bottom
driven roller are driven by the top driving roller and the
bottom driving roller to circulate, and the to-be-pressed
fiber mat 200 is sent into the feeding area 191 formed
between the top feed heating plate 170 and the bottom
feed heating plate 180 along with circulation of the top
bottom steel belt 130 and the bottom steel belt 140 and
then sequentially passes through the pressing but not
curing zone 192a, namely the first temperature control
zone 310 and the normal pressing curing zone 192b,
namely the second temperature control zone 320, where-
in the pressure of the fiber mat 200 passing through the
pressing but not curing zone 192a is equal to or lower
than the pressure of the fiber mat 200 passing through
the normal curing pressing zone 192b.

[0038] As the fiber mat 200 enters the pressing but not
curing zone 192a first before entering the normal press-
ing curing zone 192b through the feeding area 191, air
in the fiber mat 200 can be exhausted towards the two
sides and the feeding area from the pressing but not cur-
ing zone 192a, meanwhile, part of gas generated when
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the fiber mat is pressed and cured in the normal pressing
curing zone 192b is exhausted from the two sides of the
normal pressing curing zone 192b, and the other part of
gas can be exhausted towards the pressing but not curing
zone 192a; and as is shown in FIG. 10, as the adhesive
is not cured in the pressing but not curing zone 192a,
gas can be exhausted smoothly, finally, the thickness of
the precuring layers on the top and bottom surfaces of
the obtained fiberboard can be reduced at least by 30%-
40% compared with the prior art and even is only 30%
ofthatin the priorartasis showninFIG. 11, and therefore,
raw materials are greatly saved, the sanding quantity,
power consumption of the sanding machine and abrasive
belt consumption are reduced, and sanding dust is also
reduced.

[0039] In addition, as the adhesive is not completely
cured when the fiber mat 200 passes through the press-
ing but not curing zone 192a, gas released by the fiber
mat 200 in the normal pressing curing zone 192b can be
exhausted towards the feeding area 191 via the pressing
but not curing zone 192a, this part of gas cannot form
vortex flow at the contact positions between the top and
bottom steel belts 130, 140 and the to-be-pressed fiber
mat 200, and even if vortex flow is generated and dust
pellets 10 are generated on the top and bottom surfaces
of the to-be-pressed fiber mat 200 with the adhesive not
cured (as is shown in FIG. 6), these dust pellets 10 are
carried into the pressing but not curing zone 192a and
then can be fused into to the surfaces of the to-be-
pressed fiber mat 200 as the adhesive in the to-be-
pressed fiber mat 200 is not cured in the pressing but not
curing zone 192a, and thus dust spots on the surfaces
of the fiberboard are avoided.

[0040] In addition, the position close to the inlet of the
pressing passage 192, namely the position | in FIG. 7,
of a pressurization device 111 on the press top 110 can
be lifted by a certain distance, so thatan S-shaped curved
surface is formed between the top feed heating plate 170
and the fiber mat 200 in the feeding direction, and ac-
cordingly, an exhaust gap 194 (as is shown in FIG. 7) is
formed at the position | and between the top feed heating
plate 170 and the bottom feed heating plate 180 in the
pressing process. In this way, gas generated by the to-
be-pressed fiber mat 200 in the pressing but not curing
zone 192a and a large quantity of gas generated in the
normal pressing curing zone 192b and exhausted to-
wards the pressing but not curing zone 192a can be ex-
hausted from the two sides of the fiber mat via the exhaust
gap 194, the flow rate of gas exhausted towards the feed-
ing area is effectively decreased, vortex flow is avoided,
and therefore, the feeding speed can be properly in-
creased to further increase the yield.

[0041] The basic principle, main characteristics and
advantages of the invention are illustrated and described
above. Those skilled in the field should understand that
the invention is not limited to the above embodiment, the
above embodiment and description are only used for il-
lustrating the principle of the invention, various variations
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and improvements can also be made without deviating
from the spirit and scope of the invention, and all these
variations and improvements are within the protection
scope of the invention. The protection scope of the in-
vention depends on the accompanying claims and equiv-
alents of the claims.

Claims

1. A method for pressing fiberboard, comprising the
steps that a top steel belt wound around a top driving
roller and a top driven roller and a bottom steel belt
wound around a bottom driving roller and a bottom
driven roller are driven by the top driving roller and
the bottom driving roller to circulate, and a to-be-
pressed fiber mat is sent into a feeding area formed
between the top steel belt and the bottom steel belt
along with circulation of the top steel belt and the
bottom steel belt and then into a pressing passage
formed between a top feed heating plate and a bot-
tom feed heating plate to be pressed into a fiber-
board; characterized in that the pressing passage
is divided into a normal pressing curing zone and a
pressing but not curing zone, the to-be-pressed fiber
mat enters the pressing but not curing zone first and
then enters the normal pressing curing zone, and
when the to-be-pressed fiber mat passes through
the pressing but not curing zone, the thickness of
the to-be-pressed fiber mat is compressed, but the
adhesive in the to-be-pressed fiber mat is not cured.

2. The method for pressing fiberboard according to
Claim 1, characterized in that the set temperature
of the pressing but not curing zone and the time for
the to-be-pressed fiber mat to pass through the
pressing but not curing zone cannot meet the tem-
perature and time requirements for normal curing of
the adhesive in the to-be-pressed fiber mat.

3. The method for pressing fiberboard according to
Claim 2, characterized in that the set temperature
of the pressing but not curing zone is lower than the
temperature required for normal curing of the adhe-
sive in the fiber mat when the fiber mat passes
through the pressing but not curing zone.

4. The method for pressing fiberboard according to
Claim 3, characterized in that the pressing but not
cooling zone is cooled, so that the temperature of
the pressing but not curing zone is made lower than
the temperature required for normal curing of the ad-
hesive in the fiber mat when the fiber mat passes
through the pressing but not curing zone.

5. The method for pressing fiberboard according to
Claim 3, characterized in that the top steel belt and
the bottom steel belt are not heated when passing
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10.

through the pressing but not curing zone, so that the
temperature of the pressing but not curing zone is
made lower than the temperature required for normal
curing of the adhesive in the fiber mat when the fiber
mat passes through the pressing but not curing zone.

The method for pressing fiberboard according to any
of Claims 1-5, characterized in that, the pressure
of the pressing but not curing zone is equal to or
lower than the pressure of the normal pressing curing
zone.

The method for pressing fiberboard according to
Claim 6, characterized in that the position, close to
the inlet of the pressing passage, of the top feed
heating plate is lifted by a certain distance, so that
an exhaust gap is formed at a position close to the
inlet of the pressing passage and between the top
feed heating plate and the bottom feed heating plate
in the pressing process.

A continuous press adopting the method for pressing
fiberboard mentioned in Claim 1, provided with a
press top, a press bottom, a top steel belt, a bottom
steel belt, a top roller bar chain blanket and bottom
roller bar chain blanket, wherein the top steel belt
continuously operates in the press top, the bottom
steel belt continuously operates in the press bottom,
a top feed heating plate is arranged in the press top,
a bottom feed heating plate is arranged in the press
bottom, a feeding area is formed before the top feed
heating plate and the bottom feed heating plate by
the top steel belt and the bottom steel belt, and a
pressing passage is formed between the top feed
pressing plate and the bottom feed pressing plate
and connected with the feeding area; characterized
in that the pressing passage is divided into a normal
pressing curing zone and a pressing but not curing
zone, the to-be-pressed fiber mat enters the pressing
but not curing zone first and then enters the normal
pressing curing zone, and when the to-be-pressed
fiber mat passes through the pressing but not curing
zone, the thickness of the to-be-pressed fiber mat is
compressed, but the adhesive in the to-be-pressed
fiber mat is not cured.

The continuous press according to Claim 8, charac-
terized in that the set temperature of the pressing
but not curing zone and the time for the to-be-
pressed fiber mat to pass through the pressing but
not curing zone cannot meet the temperature and
time requirements for normal curing of the adhesive
in the to-be-pressed fiber mat.

The continuous press according to Claim 9, charac-
terized in that the set temperature of the pressing
but not curing zone is lower than the temperature
required for normal curing of the adhesive in the fiber
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mat when the fiber mat passes through the pressing
but not curing zone.

The continuous press according to Claim 10, char-
acterized in that the zone between the top feed
heating plate and the bottom feed heating plate is
divided into a first temperature control zone and a
second temperature control zone, wherein the first
temperature control zone between the top feed heat-
ing plate and the bottom feed heating plate corre-
sponds to the pressing but not curing zone, and the
second temperature control zone between the top
feed heating plate and the bottom feed heating plate
corresponds to the normal pressing curing zone.

The continuous press according to Claim 11, char-
acterized in that the first temperature zone and the
second temperature zone between the top feed heat-
ing plate and the bottom feed heating plate are con-
trolled independently.

The continuous press according to Claim 10, char-
acterized in that the top steel belt and the bottom
steel belt are not heated when passing through the
pressing but not curing zone, so that the temperature
of the pressing but not curing zone is made lower
than the temperature required for normal curing of
the adhesive inthe fiber mat when the fiber mat pass-
es through the pressing but not curing zone.

The continuous press according to any of Claims
8-13, characterized in that the pressure of the
pressing but not curing zone is equal to or lower than
the pressure of the normal pressing curing zone.

The continuous press according to Claim 14, char-
acterized in that the position, close to the inlet of
the pressing passage, of the top feed heating plate
is lifted by a certain distance, so that an exhaust gap
is formed at a position close to the inlet of the press-
ing passage and between the top feed heating plate
and the bottom feed heating plate in the pressing
process.
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