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It doesn’t matter how perfect the 
finish of a high gloss décor foil is 
when it’s on the roll, it only needs 

one t iny speck of dust to lodge 
between the material and the substrate 
during lamination and the resulting 
flaw will rise like Mount Etna from the 
surface, ruining an expensive panel. 
And that’s only one of a raft of 
potential problems laminators face 
when they decide to enter the high 
gloss market. “You need the right 
machine, the right substrate, the right 
glue and the r ight condit ions,” 
Kleiberit ’s high gloss lamination 
specialist, René Eggenschwiller, told 
Furniture Journal at Xylexpo 2016. He’s 
s e e n  t h e  o r a n g e  p e e l ,  t h e 

delaminations, the bumps and the 
lumps repeatedly over the last couple 
of decades working in this sector and 
spends most of his time helping 
manufacturers overcome them. He’s 
often to be found at the production 
line with sleeves rolled up, sorting 
problems at source. 

“You will never make a success of 
high gloss lamination if you are not 
working in a clean environment,” he 
says. “The substrate needs a thorough 
cleaning with brushes,  top and 
bottom. Then the whole machine 
needs cleaning from the melting unit, 
through the heating pipes, right up to 
the nip roller. Without this you will 
never produce a good high gloss 

high gloss
Flat lamination of high gloss 

décors demands a diligent and 
methodical approach if the end 

result is to be a flawless product. 
Kleiberit’s Rene Eggenschwiller 
and Wolfgang Hormuth share 

their decades of experience in this 
field with Furniture Journal.
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product. You would not believe how 
many lines I have seen where people 
don’t take enough care with cleaning, 
or they try to make other products and 
expect to switch to high gloss on the 
same line. You need a dedicated line 
for high gloss. It’s essential.”

It may seem obvious that without 
the right adhesive, an optimum result 
isn’t going to be easy to achieve. 
Wolfgang Hormuth, Vice President 
Industrial Adhesives says, “We have a 
standard glue that will work in 80% of 
cases but for special foils, such as thin 
foils, PVC, PET, or very thick products 
like PMMA, you need an entirely 
different product to bond them. Often, 
we’ll formulate a special adhesive that 
will work with your particular machine 
and the product you want to run and 
then we’ll train the operators to use 
that product. It’s very important that 
the glue matches the way you work. If 
you’re running a compact line with a 
short distance like 20-30cm between 
the glue application and the nip rollers, 
for example, it stands to reason you’ll 
need a different open time to someone 
who is running a large machine with a 
large index area of 4-6 metres. Sheet 
or roller applications are different and 
have a huge impact on how long the 
glue needs to remain tacky but after 
the nip roller it needs to build bond 
strength rapidly. If the bond strength 
isn’t there at the right time, as the 
temperature of the material changes 
the result will be like orange peel.”

Kle iber i t  not  only formulates 
adhesives for specific applications. A lot 
of  daily work is to  adapt the products 
a n d  t h i s  i s  o n e  o f  t h e  m a i n 
competences. A lot of the applications 
are customised and accommodated 
solutions. In each region and each 
production site there are different 
requirements and Kleiberit handles 
all the challenges by very 
individual services and 
pre-tests.

“You have to take 
into account the 
type of substrate, 
the machine, the 
loca t ion  o f  the 
machine and the 
conditions under 
which bonding 
will take place. 
This all helps to 
define the ideal 
adhes ive for 

your application,” says Wolfgang 
Hormuth.  “We always of fer  our 
customers the opportunity to check 
and test any new materials, if they 
decide to change the substrate, for 
example. Different materials require 
different preparation and this can have 
a critical effect on the quality of the 
final product.”

Once the glue has been applied to 
the panel and the foil begins to make 
contact, that’s when it will start to 
attract any dust in the atmosphere. 
René continues: “And any dust will 
create a impact point on the top 
surface of the foil, which will result in a 
mark in the surface and, possibly, in 
the nip roller. 

“The choice of nip roller is critically 
important. As soon as the foil is laid, you 
need to apply pressure to make the real 
bond so the glue moves to the foil. If 
you use a rubber roller, there is always a 
chance that marks will transfer to the 
roller over time. The gap between the 
rollers needs to be -0.2 to -0.3mm, 
which means there will always be an 
impact on the roller from its first contact 
with the edge of the panel. Eventually, 
the roller will cease to be absolutely 
smooth. Panel-wide indentations from 
multiple impacts will transfer to the 
surface of the foil causing marks across 
the high gloss surface. 

“Any panels intended for high gloss 
lamination need to be well calibrated 
in a sander. If the thickness varies, you 
will never achieve a good result with 
high gloss. On the length of the panel 
it is not so critical but on the width it’s 
very critical. If the panel is even slightly 
concave or convex it can affect the 
bond, further reducing your chances of 
getting a good bond as the roller ages.

“You should also take great care 
how you stack the panels once they 
have been laminated. The sides will still 
be open and they can create dust 
during further processing. Using a 
1.5mm polyethylene fleece between 
the panels will help absorb dust

“At the end of the day, clean your 
entire line. I cannot over-emphasise 
this. You wil l  never rectify poor 
cleaning the day after. If your operators 
don’t know how to do this properly, or 
if you are getting inconsistent results, 
or problems with the finish, we can 
train your operators and help you 
overcome any issues.”

If you’re having problems with the 
quality or consistency of your high 
gloss products, the number to call     
for  K le iber i t  i s  01530 836699.        
www.kleiberit.com
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laminating
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René Eggenschwiller (left) and 
Wolfgang Hormuth (right)

42 • FURNITURE JOURNAL JULY 2016

Furniture Journal July16 Inner a_w.indd   42-43 18/07/2016   18:13

42 • Furniture Journal July 2016



It doesn’t matter how perfect the 
finish of a high gloss décor foil is 
when it’s on the roll, it only needs 

one t iny speck of dust to lodge 
between the material and the substrate 
during lamination and the resulting 
flaw will rise like Mount Etna from the 
surface, ruining an expensive panel. 
And that’s only one of a raft of 
potential problems laminators face 
when they decide to enter the high 
gloss market. “You need the right 
machine, the right substrate, the right 
glue and the r ight condit ions,” 
Kleiberit ’s high gloss lamination 
specialist, René Eggenschwiller, told 
Furniture Journal at Xylexpo 2016. He’s 
s e e n  t h e  o r a n g e  p e e l ,  t h e 

delaminations, the bumps and the 
lumps repeatedly over the last couple 
of decades working in this sector and 
spends most of his time helping 
manufacturers overcome them. He’s 
often to be found at the production 
line with sleeves rolled up, sorting 
problems at source. 

“You will never make a success of 
high gloss lamination if you are not 
working in a clean environment,” he 
says. “The substrate needs a thorough 
cleaning with brushes,  top and 
bottom. Then the whole machine 
needs cleaning from the melting unit, 
through the heating pipes, right up to 
the nip roller. Without this you will 
never produce a good high gloss 

high gloss
Flat lamination of high gloss 

décors demands a diligent and 
methodical approach if the end 

result is to be a flawless product. 
Kleiberit’s Rene Eggenschwiller 
and Wolfgang Hormuth share 

their decades of experience in this 
field with Furniture Journal.

FURNITURE JOURNAL JULY 2016 • 43

product. You would not believe how 
many lines I have seen where people 
don’t take enough care with cleaning, 
or they try to make other products and 
expect to switch to high gloss on the 
same line. You need a dedicated line 
for high gloss. It’s essential.”

It may seem obvious that without 
the right adhesive, an optimum result 
isn’t going to be easy to achieve. 
Wolfgang Hormuth, Vice President 
Industrial Adhesives says, “We have a 
standard glue that will work in 80% of 
cases but for special foils, such as thin 
foils, PVC, PET, or very thick products 
like PMMA, you need an entirely 
different product to bond them. Often, 
we’ll formulate a special adhesive that 
will work with your particular machine 
and the product you want to run and 
then we’ll train the operators to use 
that product. It’s very important that 
the glue matches the way you work. If 
you’re running a compact line with a 
short distance like 20-30cm between 
the glue application and the nip rollers, 
for example, it stands to reason you’ll 
need a different open time to someone 
who is running a large machine with a 
large index area of 4-6 metres. Sheet 
or roller applications are different and 
have a huge impact on how long the 
glue needs to remain tacky but after 
the nip roller it needs to build bond 
strength rapidly. If the bond strength 
isn’t there at the right time, as the 
temperature of the material changes 
the result will be like orange peel.”

Kle iber i t  not  only formulates 
adhesives for specific applications. A lot 
of  daily work is to  adapt the products 
a n d  t h i s  i s  o n e  o f  t h e  m a i n 
competences. A lot of the applications 
are customised and accommodated 
solutions. In each region and each 
production site there are different 
requirements and Kleiberit handles 
all the challenges by very 
individual services and 
pre-tests.

“You have to take 
into account the 
type of substrate, 
the machine, the 
loca t ion  o f  the 
machine and the 
conditions under 
which bonding 
will take place. 
This all helps to 
define the ideal 
adhes ive for 

your application,” says Wolfgang 
Hormuth.  “We always of fer  our 
customers the opportunity to check 
and test any new materials, if they 
decide to change the substrate, for 
example. Different materials require 
different preparation and this can have 
a critical effect on the quality of the 
final product.”

Once the glue has been applied to 
the panel and the foil begins to make 
contact, that’s when it will start to 
attract any dust in the atmosphere. 
René continues: “And any dust will 
create a impact point on the top 
surface of the foil, which will result in a 
mark in the surface and, possibly, in 
the nip roller. 

“The choice of nip roller is critically 
important. As soon as the foil is laid, you 
need to apply pressure to make the real 
bond so the glue moves to the foil. If 
you use a rubber roller, there is always a 
chance that marks will transfer to the 
roller over time. The gap between the 
rollers needs to be -0.2 to -0.3mm, 
which means there will always be an 
impact on the roller from its first contact 
with the edge of the panel. Eventually, 
the roller will cease to be absolutely 
smooth. Panel-wide indentations from 
multiple impacts will transfer to the 
surface of the foil causing marks across 
the high gloss surface. 

“Any panels intended for high gloss 
lamination need to be well calibrated 
in a sander. If the thickness varies, you 
will never achieve a good result with 
high gloss. On the length of the panel 
it is not so critical but on the width it’s 
very critical. If the panel is even slightly 
concave or convex it can affect the 
bond, further reducing your chances of 
getting a good bond as the roller ages.

“You should also take great care 
how you stack the panels once they 
have been laminated. The sides will still 
be open and they can create dust 
during further processing. Using a 
1.5mm polyethylene fleece between 
the panels will help absorb dust

“At the end of the day, clean your 
entire line. I cannot over-emphasise 
this. You wil l  never rectify poor 
cleaning the day after. If your operators 
don’t know how to do this properly, or 
if you are getting inconsistent results, 
or problems with the finish, we can 
train your operators and help you 
overcome any issues.”

If you’re having problems with the 
quality or consistency of your high 
gloss products, the number to call     
for  K le iber i t  i s  01530 836699.        
www.kleiberit.com

the art of
laminating

REVIEW

René Eggenschwiller (left) and 
Wolfgang Hormuth (right)

42 • FURNITURE JOURNAL JULY 2016

Furniture Journal July16 Inner a_w.indd   42-43 18/07/2016   18:13

Furniture Journal July 2016 •43



C
op

yr
ig

ht
 ©

 b
y 

KL
EI

BE
RI

T 
– 

Br
an

dn
am

e 
of

 K
LE

BC
H

EM
IE

 G
m

bH
 &

 C
o.

 K
G

   
 0

7/
20

16

KleBCHeMie
M. G. Becker GmbH & Co. KG
Max-Becker-Str. 4 
76356 Weingarten/GERMANY
Phone: +49 7244 62-0
Fax: +49 7244 700-0
Email: info@kleiberit.com

www.kleiberit.com

KLEIBERIT® adhesives worldwide
KleiBerit adhesives (Head office)
KLEBCHEMIE M. G. Becker GmbH & Co. KG
Weingarten/Germany

KleiBerit adhesives uK
Coalville, Leicestershire, UK

KleiBerit Chimie S.a.r.l.
Reichstett, France

KleiBerit adhesives uSa inc.
Waxhaw, North Carolina, USA

KleiBerit adhesives of Canada inc.
Toronto, Ontario, Canada

KleiBerit auStralia Pty ltd.
Sydney, Australia

KleiBerit russia
Moscow, Russia

KleiBerit adhesives Japan
Osaka, Japan

KleiBerit adhesives Beijing Co., ltd.
Bejing, China

KleiBerit adhesives asia Pte. ltd.
Singapore, Singapore

KleiBerit adhesives india Private ltd.
Bangalore, India

KleiBerit Kimya San. ve tic. a.Ş.
Istanbul, Turkey

KleiBerit Bel
Minsk, Belarus

KleiBerit-uKraine llC.
Kiev, Ukraine

KleiBerit do Brasil Comércio de adesivos  
e Vernizes ltda.
Curitiba, Brasil

KleiBerit adhesives México S.a. de C.V.
Queretaro, Mexico


