
HTS Ribbed Wood Veneer                           
Technical Data Sheet and Specifications

Specifications:

Thickness – 3.0 mm to 7.0 mm  
Sheet size – 2500mm x 1200mm   

HTS ribbed timber veneer surfaces are three-dimensional veneer products, using real timber 
finishes. Structure direction horizontal or vertical. There is also a flex and laminate backing 
version. 

Uses: 
HTS panels allow for a wide range of applications, particularly in the following fields: 
Restaurants, shops, hotels, offices, banks, etc. 

HTS panels are recommended only for interior use and must not be used for outdoor 
areas or where there is potential for exposure to the elements.  

Storage/Handling: 
Fabricators are cautioned to exercise care in handling HTS veneer due to the fibre cell 
construction of the wood. Sheets should be stored on a flat surface. The top sheet 
should be turned face down and a cover sheet placed on top. This will protect from 
accidental damage and reduce exposure to heat and light. It is advisable for two 
people to carry full-sized sheets. 

Conditioning : 
The best methods of conditioning is to store substrates and panels for a period of 8 to 
10 days in the same room where the atmospheric conditions are the closest possible 
to those of the site where they are to be used. Material must be able to breathe. This 
is especially important the in the case of use in very hot areas without humidity 
control.  

Ideal conditions are:  

- Temperature: 18° C to 22° C  - Relative humidity: 50 to 60%  



There is a risk of cracking due to shrinkage of the wood if the panel is used while too 
moist, while if too dry a panel may expand resulting in warping or blisters on the 
surface - particularly if there are any flaws in the bonding to substrates.  

Conditioning is effective only if air circulation is possible between the sheets during 
storage. When the substrate is to be faced on both sides it is advisable to stock 
panels and substrates in the same sequence as there eventual construction in order 
to achieve hygrometric balance. A dry atmosphere is preferable to high humidity.  

Note: Due to the inherent properties of wood and the number of sheets cut from any 
given log, variations in colour and grain will appear from one sheet to another. This of 
course is a natural occurrence and is not considered to be a defect. 

Fabrication Data : 

Adhesives 


PVA, UREA FORMALDEHYDE- these adhesives produce an extremely strong 
chemical bond when used. Follow adhesive manufacturer’s instructions. 

NOTE: Contact adhesives are not recommended for fabrication.  

RECOMMENDATION: WHITE PVA  D3 GLUE, and PROPER ACCLIMATION OF 8-10 
DAYS. 

Substrates 


The panels can be applied to most types of core materials having a perfectly flat and 
thoroughly clean surface, such as MDF, Particleboard, HMR MDF and HMR PB etc. 
Plywood has more dimensional movement and should be used with greater care. The 
use of solid wood is not recommended.  

Gluing to metal requires careful preparation of the surface, particular attention being 
paid to thorough degreasing with a strong solvent (trichloroethylene etc.).  

The panels must not be applied to plaster or cement.  



Balancing 

To avoid warping of a panel lined with an HTS veneer, the stress on both sides must 
be balanced. To balance Riva veneers it is recommended to use two layers of veneer 
on the reverse side. The first layer (‘blind veneer’) should have thickness of 0.5mm and 
the layer upon this (‘backside veneer’) should be of thickness 0.6mm. 

The are many MDF, glue and veneer manufacturers on the market; please conduct 
your own testing to achieve best possible balance of the panels.  

Unusually moist or dry conditions should be avoided in the laminating and storage 
environments. The moisture content of wood-based materials is dependent on the 
amount of moisture in the air. When these materials are moved from one environment 
to another, the moisture content changes resulting dimensional changes can be 
substantial.  

Once assembled, differences in the expansion characteristics of the laminate and 
substrate can produce stresses which cause warped panels. Ideally, laminates and 
substrates should be stored and assembled in conditions similar to the finished 
product application environment.  

It is unlikely the moisture content of the laminate and the substrate will be in 
equilibrium with the laminating environment when they are delivered. Allow sufficient 
time for the laminate and the substrate to adapt to the laminating environment. It can 
take two or more weeks to reach a satisfactory equilibrium. Seasonal changes and air 
circulation around the materials will influence the time it takes.  

Below is some guidance on mounting of Riva veneers on MDP panels however 
please note it is strongly recommended to test the respective product and its 
characteristics on its intended application prior to its use in production. 



"  
Above, the recommended veneer mounting layers 
(from left ) RIVA deck Layer | MDF core panel | blind veneer | Back side veneer 

"
1. Mount blind veneer on MDF core panel  



"  
2. Mount backside veneer on blind veneer  

"  
3. Press back side veneer and blind veneer onto MDF core panel for approx. 4 min 



"   
4. Stack the panels with the back upwards until they are cooled to room temperature  

"  
5. Apply the RIVA surface on front side of the MDF core 



"  
6. Press for approximately 4 Min 
  

"  
7. Stack the panels with the back upwards (RIVA surface down)  


