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ABSTRACT:	� In the development of materials based on renewable resources, the search for lignocellulosic substitutes for 
wood is one of the biggest challenges that academia and the particleboard and wood industries are facing. 
In this article, particleboards were processed using rice husk, an agricultural waste, as a substitute for wood. 
Rice husk without any further treatment was processed into particleboards using phenol-formaldehyde 
resin as binder. The effect of the processing parameters, pressure and binder content (BC) on the density, water 
absorption (WA), thickness swelling (TS), modulus of rupture (MOR) and modulus of elasticity (MOE) was 
analyzed. The performance of the obtained panels was evaluated in comparison with the US Standard ANSI/
A208.1. Particleboards with 11% of BC met the minimum requirements of MOR and MOE recommended by 
the ANSI specifications for commercial use, while particleboards with high BC (14%) also accomplished the 
requirements for industrial use, finding a resourceful use for this agricultural waste.
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1  INTRODUCTION

Particleboards are one of the primary products used in 
the building and furniture sectors [1]. These materials 
are manufactured under pressure, essentially by com-
bining wood particles and/or other lignocellulosic 
fibrous materials with an adhesive [2]. The extensive 
use of particleboards can be related to the economic 
advantage of the low cost of wood raw material, 
inexpensive agents and simple processing [3]. The 
demand for these products has increased substantially 
throughout the world, representing 57% of the total 
consumption of wood-based panels, a percentage that 
is continuously growing at a rate of 2–5% annually 
[4, 5].

Approximately 95% of the lignocellulosic material 
used for particleboard production is wood. However, 
at the present time, environmental concerns have 
increased the interest in manufacturing sustainable 
materials based on renewable resources other than 
wood, like agricultural wastes [3, 4]. Agricultural 
wastes, such as wheat straw, fruit bunch, hazelnut 
shell and husk, peanut shell, kenaf, coffee husk, rice 

husk, rice straw, maize husk among others [1–3, 6–11], 
not only provide a renewable material source, but also 
generate a non-food source of economic development 
for farming and rural areas. One of these agricultural 
residues, which can be potentially used to produce 
particleboards, is rice husk (RH), the hard protective 
shell of the grain which is the main by-product of 
the rice milling process, a waste that represents 22% 
of rice production [12–14]. The Food and Agriculture 
Organization (FAO) had forecast that the rise in global 
rice trade would reach 742 million tons (milled basis) 
by 2015 [15]. In Argentina, according to the Ministry 
of Agriculture and Livestock (MAGyP), the rice pro-
duction in the period from 2013–2014 was about 1582 
thousand tons [16, 17]; and particularly in the North 
East region, the agricultural industries generate high 
amounts of this type of residue [16]. Rice husks and 
other lignocellulosic wastes in this region are used as 
fuel, animal bedding, or simply left in the field after 
harvest, causing environmental consequences. The 
use of this renewable source for industrial applications 
in the production of light boards can help to reduce 
the impact on the environment, providing economic 
dividends [18–20]. 

The basic components of rice husk are the same 
as wood but in different proportions [12, 16, 19–22]. 
The approximate composition of RH is cellulose 
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(25–35%), hemicelluloses (18–21%), lignin (26–31%), 
inorganic compounds (15–17%), and soluble materi-
als (2–5%) [21, 23]. In our previous research, soy pro-
tein concentrate-based (SPC) adhesives and rice husk 
were successfully used as raw materials for making 
medium-density particleboards, with appropriate 
mechanical performance, but low water resistance, 
which made them an alternative for indoor applica-
tions [23–25]. 

The main goal of this study was to produce rice 
husk-based particleboards for external applications, 
using phenol-formaldehyde resin as binder. Limited 
studies have explored the combined effect of process-
ing parameters, such as pressure and binder content, 
on the properties of these boards. The effect of these 
processing parameters, mainly on the modulus of 
rupture and elasticity, needs to be studied further and 
understood before proposing any future technologi-
cal applications. Therefore, the effect of the processing 
parameters, such as pressure and binder content, on 
density, water absorption, thickness swelling, flexural 
modulus and strength of the rice husk boards, were 
studied, and the performance of obtained panels was 
evaluated in comparison with the US Standard ANSI/
A208.1 specifications for particleboards [26] in order 
to determine the density designation and grade of the 
obtained boards and establish a potential technologi-
cal application.

2  EXPERIMENTAL

2.1  Materials

Phenol-formaldehyde (PF) (RESOL 472, Atanor, 
Argentina) was used as adhesive. The PF has a viscos-
ity of 230 mPa.s at 20 °C, a solid content of 51 wt% and 
a gelation time of 30 min at 100 °C. Rice husk (RH) was 
supplied by a local rice mill in Entre Ríos, Argentina. 
The RH was dried at 100 ± 3 °C until constant weight 
and average moisture content was about 3–4%. Dried 
samples were stored in hermetically sealed glass boxes 
to prevent further moisture absorption.

2.2 � Board Preparation and Testing 
Methods

Conventional single-layer particleboards were 
obtained by varying the adhesive content (BC) 
between 8% to 14% and the processing pressure (P) in 
the range of 0.28 MPa to 1.38 MPa, in order to study 
the effect of both variables on the board performance. 
Rice husk and PF were mixed for 15 minutes using an 
orbital paddle mixer (M.B.Z., San Justo, Buenos Aires, 
Argentina). The resinated mixture was placed in a 

steel mold (dimensions: 300 × 300 mm2) and pressed 
at 130 °C for 20 min. The total mass was adjusted in 
order to obtain boards with a thickness of approxi-
mately 5  mm. After pressing them, the boards were 
trimmed to avoid edge effects and then cut for evalu-
ation. Three replicates of each combination (adhesive 
content and pressure) were made, giving a total num-
ber of 27 samples. The specimens were conditioned at 
20 °C and 65% relative humidity for seven days. 

Density determinations were done on specimens 
with dimensions 50 × 50 × 5 mm3. The same samples 
were dried until constant weight to calculate the ini-
tial moisture content (MC). Each value represents the 
mean of five samples.

Samples with dimensions 190 × 50 × 5 mm3 were 
used to obtain the modulus of rupture (MOR) and mod-
ulus of elasticity (MOE) of boards. Three-point bend-
ing tests were performed on an Instron 4467 Universal 
Testing Machine (Buckinghamshire, England) accord-
ing to ASTM Standard D 1037-93 in order to obtain 
the MOR and MOE of boards. The displacements in 
the load application point were measured with a lin-
ear variable differential transducer (LVDT) previously 
calibrated. Samples with dimensions 190 × 50 × 5 mm3 
were used. Each reported value represents the mean 
of nine specimens. 

Preconditioned samples with dimensions 50 × 50 × 
5 mm3 were soaked in distilled water for 2 h and 24 h 
for determination of water absorption and thickness 
swelling (TS). Reported values were the mean of three 
samples.

Fracture surfaces of the different boards were 
observed with a Joel model JSM 6460-LV scanning 
electron microscope at an acceleration voltage of 
15  kV. Surfaces were coated with a gold layer of 
approximately 100 Å to avoid charging under the elec-
tron beam.

3  RESULTS AND DISCUSSION

Average apparent density and initial moisture con-
tent values for boards manufactured with different 
BC and assembly pressures are shown in Table 1. All 
samples presented similar initial moisture content, 
around 5–6%. Particleboards with a wide range of 
density values were obtained (from approximately 
550 to 950 kg/m3), mainly affected by the processing 
pressure. Low-, medium- and high-density boards 
(LD, M and H, respectively) according to the classifi-
cation defined by the US Standard ANSI/A208.1 [26] 
were obtained as the applied pressure increased from 
0.28 MPa to 1.38 MPa. For a given binder content (i.e., 
11 wt%), as the assembly pressure increased, average 
density increased from 576 kg/m3 to 931 kg/m3, due 
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to the development of a more compacted structure, as 
can be observed in SEM microphotographs (Figure 1). 
On the other hand, for a constant pressure, the incre-
ment in BC induces a slight increase in board density.

Flexural properties were evaluated as a function 
of consolidation pressure (P) and binder content 
(BC). The MOR and MOE (Table 1) increased as P or 
BC was augmented. The main parameters that influ-
ence the bonding performance, and as a consequence 
the  mechanical properties, are the flow of the adhe-
sive between the particles and its penetration around 
the particles. It is important to have a good flow and 
contact of the adhesive on the surface; if a larger area 
is covered it is possible to have stronger bonds [27]. 
At higher pressures or binder content the flow and 
contact among particles increase, thus improving the 
mechanical bonding performance [28–34]. 

Low-density boards met the minimum require-
ments of MOR and MOE recommended by the ANSI 

specifications for low-density, Grade 1 particleboards 
(LD-1), regardless of the binder content, and accom-
plish Grade 2 (LD-2) for boards with a BC of 14% [26]. 
LD-1 and LD-2 are generally intended to be used as 
door core [26]. Medium-density boards with the low-
est binder content did not meet the minimum require-
ments recommended by the ANSI specifications. 
However, when BC was raised to 11% the boards 
resulted in MOR and MOE values high enough to meet 
the requirements for M-1 and M-S grades, which are 
grades for commercial medium-density particleboards 
[26]. Moreover, medium-density boards with the high-
est binder content accomplished the requirements for 
M-2 grade (industrial use) [26]. High-density boards 
with BC of 11% and 14% met the minimum require-
ments recommended by the ANSI specifications for 
high-density industrial use: H-1 and H-2 grades. On 
the other hand, high-density boards with the lowest 
binder content (8%) failed the MOR and MOE ANSI 

(a) (b)

P = 0.28 MPa
BC = 11%

P = 0.83 MPa
BC = 11%

P = 1.38 MPa
BC = 11%

(c)

Figure 1  Structure of particleboards obtained with a BC of 11% and an assembly pressure of (a) 0.28 MPa, (b) 0.83 MPa and 
(c) 1.38 MPa.

Table 1  Physical, mechanical properties, ANSI designation and grade [26] for RH boards manufactured with different BC and 
assembly pressures.

P (MPa) BC (%) Density (kg/m3) MC (%) MOR (MPa) MOE (MPa) ANSI designation [26]a ANSI grade [26]b

0.28 8 553 ± 21 5.0 ± 0.2 4.6 ± 1.1 775 ± 117 LD LD-1

0.28 11 576 ± 19 6.0 ± 0.2 6.7 ± 2.3 953 ± 230 LD LD-1

0.28 14 589 ± 17 5.8 ± 0.2 8.5 ± 1.8 1392 ± 108 LD LD-1, LD-2

0.83 8 799 ± 11 5.7 ± 0.1 10.1 ± 3.8 1253 ± 216 M None

0.83 11 820 ± 10 5.8 ± 0.3 15.6 ± 4.9 2122 ± 226 M M-1, M-S

0.83 14 831 ± 14 5.5 ± 0.1 21.5 ± 5.2 2624 ± 271 M M-1, MS, M-2

1.38 8 896 ± 18 5.2 ± 0.2 16.1 ± 3.4 1889 ± 234 H None

1.38 11 931 ± 8 5.7 ± 0.3 20.6 ± 5.3 2546 ± 247 H H-1, H-2

1.38 14 956 ± 6 5.5 ± 0.2 22.4 ± 4.0 3836 ± 345 H H-1, H-2
aLD: Low density; M: Medium density; H: High density
bLD-1 and LD-2: door core use; M-1 and M-S: commercial use; M-2: industrial use; H-1 and H-2: high-density industrial use.
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specifications [26]. This mechanical behavior is similar 
to the results reported in the literature using rice husk 
and other wastes as a replacement for wood, in par-
ticular for MD particleboards [4, 5, 11, 20, 35].

Figure 2 shows the WA after 2 h and 24 h of water 
immersion, as a function of binder content and pres-
sure. The WA decreased as P or BC was increased. 
As was discussed above, the increment in both 
parameters leads to a more compacted structure. 
Since water can penetrate through capillary voids, 
the decrease in WA with the increment of BC or P 
is mainly attributed to the densification of the struc-
ture [28, 29]. In our previous work we showed that 
PF-bonded boards resulted in the lowest WA in 
comparison with urea-formaldehyde and soy-based 
adhesives [24]. These findings were attributed to 
the greater attraction of cellulose for PF oligomers 
rather than water molecules, which implies that PF 
oligomers are likely to displace water to adhere to 
the cellulosic material surface. If water resistance is 
important for particleboard applications, PF appears 
to be the preferred adhesive despite its higher cost 
[5, 10, 23, 24].

Thickness swelling as a function of binder content 
and processing pressure after 2 h and 24 h of immer-
sion in distilled water is shown in Figure 2. The TS 
values after long periods of water immersion (24 h) 
were higher as BC or P were increased. Higher swell-
ing ratio was reached at higher densities since there 
was more material (for the same thickness) available 
for water absorption. However, whereas high-density 
boards resulted in higher TS, WA decreased at higher 

densities because of limited void spaces, as observed 
in Figure 2 [28, 29]. 

By contrast, TS values at 2 h of immersion showed 
a different tendency, indicating that most compacted 
boards did not experience a complete swelling. It is 
clear that this behavior responds to the effect of density 
on the water absorption rate. In medium- and high-
density boards the impregnation at 2 h was not com-
pleted. In addition, the higher bonding strength may 
have played a more important role than the compac-
tion ratio during brief periods of time. Similar behav-
ior at 2 h and 24 h was observed by Yalinkilic et al. [36] 
for particleboards with densities between 550 kg/m3 
and 750 kg/m3. Also, all samples showed very low TS 
compared to rice husk particleboards obtained with 
urea-formaldehyde and soy-based adhesives [5,  24]. 
These particleboards have a better dimensional stabil-
ity than panels obtained from other agro-industrial 
wastes. This fact may have been related to the silica 
content and the waxy water repellent cuticle that cov-
ers almost the entire outer layer of the RH [5]. The 
outer thin waxy layer of the RH particles also lowers 
their wettability, which may influence the bond qual-
ity of the water-based formaldehyde resins [11, 20].

4  CONCLUSION

Particleboards were manufactured using rice husk with-
out any further treatment and phenol-formaldehyde 
resin as binder. Processing pressures of 0.28 MPa, 
0.83 MPa and 1.38 MPa resulted in low-, medium- and 
high-density particleboards, respectively, according 
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Figure 2  The WA and TS values obtained after 2 h and 24 h of water immersion as a function of BC and pressure. 
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to the ANSI specifications. Varying adhesive content 
from 8% to 14% resulted in particleboards that accom-
plished different grades of the US Standard ANSI/
A208.1 specifications for particleboards. In general, par-
ticleboards with 11% of BC met the minimum require-
ments of MOR and MOE recommended by the ANSI 
specifications for commercial use, while particleboards 
with high binder content (14%) also accomplished the 
requirements for industrial use. An additional advan-
tage of the use of rice husk in particleboard formula-
tions is the valorization of a natural residue, which can 
be applied in ceiling boards or partition-wall for build-
ing, only by controlling the processing conditions, thus 
decreasing production cost.

ACKNOWLEDGMENTS

The authors wish to express their gratitude to the 
National Research Council of Argentina (CONICET), 
Ministry of Science, National Inter-University Council 
(CIN) contract grant number PDTS 457, Mar del Plata 
University, Argentina (UNMdP), for their financial 
support.

REFERENCES

  1.  G. Nemli, S. Demirel, E. Gümüokaya, M. Aslan, and 
C.  Acar, Feasibility of incorporating waste grass clip-
pings (Lolium perenne L.) in particleboard composites. 
Waste Manage. 29, 1129–1131 (2009).

  2.   J.O. Osarenmwinda and J.C. Nwachukwu, Effect of par-
ticle size on some properties of rice husk particleboard. 
Adv. Mater. Res. 19, 43–48 (2007).

  3.  M. Gürü, S. Tekeli, and I. Bilici, Manufacturing of urea-
formaldehyde-based composite particleboard from 
almond shell. Mater. Design 27, 1148–1151 (2006).

  4.  A. Ashori and A. Nourbakhsh, Effect of press cycle time 
and resin content on physical and mechanical proper-
ties of particleboards panel made from the underutilized 
low-quality raw materials. Ind. Crop. Prod. 29, 225–230 
(2008).

  5.  N. Ayrilmis, J.H. Kwon, and T.H. Han, Effect of resin 
type and content on properties of composite particle-
board made of a mixture of wood and rice husk. Int. J. 
Adhes. Adhes. 38, 79–83 (2012).

  6.  S.A. Bekalo and H.W. Reinhardt, Fibers of coffee husk 
and hulls for the production of particleboard. Mater. 
Struct. 43, 1049–1060 (2010).

  7.  P. Jeetah, N. Golaup, and K. Buddynauth, Production of 
cardboard from waste rice husk. J. Environ. Chem. Eng. 3, 
52–59 (2015).

  8.  M. Bassyouni and S. Waheed Ul Hasan, The use of rice 
straw and husk fibers as reinforcements in composites, 
in Biofiber Reinforcement in Composite Materials, O. Faruk 
and M. Sain (Eds.), pp. 385–422, Woodhead Publishing, 
Elsevier (2015).

  9.  M.A. Norul Izani, M.T. Paridah, M.Y. Mohd Nor, and 
U.M.K. Anwar, Properties of medium-density fibre-
board (MDF) made from treated empty fruit bunch of oil 
palm. J. Trop. For. Sci. 25, 175–183 (2013).

10.  J.A. Halip, A. Cheng, and Y. Choo, Effect of kenaf parts 
on the performance of single-layer and three-layer parti-
cleboard made from kenaf and rubberwood. Bioresources 
9, 1401–1016 (2014).

11.  S. Vargas, J.R. Rodriquez, H.E.H. Lobland, K. Piechowicz, 
and W. Brostow, Preparation of rice husk-based 
medium density fiberboards: Effects of pH modification 
on mechanical and tribological performance. Macromol. 
Mater. Eng. 299, 807–813 (2014).

12.  A. Kumar, B. Sengupta, D. Dasgupta, T. Mandal, and 
S.  Datta, Recovery of value added products from rice 
husk ash to explore an economic way for recycle and 
reuse of agricultural waste. Rev. Environ. Sci. Biotechnol. 
15, 47–65 (2015).

13.  S. Kim, Incombustibility, physico-mechanical properties 
and TVOC emission behavior of the gypsum-rice husk 
boards for wall and ceiling materials for construction. 
Ind. Crop. Prod. 29, 381–387 (2013).

14.  G. Quintana, J. Velásquez, S. Betancourt, and P. Ganán, 
Binderless fiberboard from steam exploded banana 
bunch. Ind. Crop. Prod. 29, 60–66 (2009).

15.  Food and Agriculture Organization, FAO Rice Market 
Monitor 18 (2015).

16.  ACPA (Asociación Correntina de Plantadores de Arroz), 
Estadística del Arroz en Argentina (2013), http://www 
.acpaarrozcorrientes.org.ar/

17.  Ministerio de Agricultura, Ganadería y Pesca (MGAyP). 
Informe de Coyuntura N° 3 (2015).

18.  Y. Çöpür, C. Güler, C. Tasçioglu, and A. Tozluoglu, 
Incorporation of hazelnut shell and husk in MDF pro-
duction. Bioresource Technol. 99, 7402–7406 (2008).

19.  N. Padkho, A new design recycle agricultural waste 
materials for profitable use rice straw and maize husk in 
wall. Procedia Eng. 32, 1113–1118 (2012).

20.  H. El-Saied, AH Basta, M.E. Hassanen, H. Korte, and 
A.  Helal, Behaviour of rice-byproducts and optimiz-
ing the conditions for production of high performance 
natural fiber polymer composites. J. Polym. Environ. 20, 
838–847 (2012).

21.  D.C. Marín, A. Vecchio, L.N. Ludueña, D. Fasce, 
V.A. Alvarez, P.M. Stefani, Revalorization of rice husk 
waste as a source of cellulose and silica. Fiber. Polym. 16, 
285–293 (2015).

22.  N. Johar, I. Ahmad, and A. Dufresne, Extraction, prepara-
tion and characterization of cellulose fibres and nanocrys-
tals from rice husk. Ind. Crop. Prod. 37, 93–99 (2012). 

23.  E.M. Ciannamea, P.M. Stefani, and R.A. Ruseckaite, 
Medium-density particleboards from modified rice 
husks and soybean protein concentrate-based adhesives. 
Bioresource Technol. 101, 818–825 (2010). 

24.  P. Leiva, E.M. Ciannamea, R.A. Ruseckaite, and 
P.M.  Stefani, Medium-density particleboards from rice 
husks and soybean protein concentrate. J. Appl. Polym. 
Sci. 106, 1301–1306 (2007).

25.  E.M. Ciannamea, J.F. Martucci, P.M. Stefani, and 
R.A. Ruseckaite, Bonding quality of chemically-modified 

http://dx.doi.org/10.7569/JRM.2017.634125
http://dx.doi.org/10.7569/JRM.2017.634125
http://www.acpaarrozcorrientes.org.ar/
http://www.acpaarrozcorrientes.org.ar/


E. M. Ciannamea et al.: Particleboard Based on Rice Husk� DOI: 10.7569/JRM.2017.634125

362    J. Renew. Mater., Vol. 5, No. 5, October 2017�   © 2017 Scrivener Publishing LLC

soybean protein concentrate-based adhesives in par-
ticleboards from rice husks. J. Am. Oil Chem. Soc. 89, 
1733–1741 (2012).

26.  National Particleboard Association, Particleboard, 
American National Standard, ANSI A208.1-1998 (1998).

27.  S. Khosravi, P. Nordqvist, F. Khabbaz, C. Öhman, 
I.  Bjurhager, and M. Johansson, Wetting and film for-
mation of wheat gluten dispersions applied to wood 
substrates as particle board adhesives. Eur. Polym. J. 67, 
476–482 (2015).

28.  J. Khedary, S. Charoenvai, and J. Hirunlabh, New insu-
lating particleboards from durian peel and coconut coir. 
Build. Environ. 38, 435–441 (2003).

29.  J. Khedary, N. Nankongnab, J. Hirunlabh, and 
S.  Teekasap, New low-cost insulation particleboards 
from mixture of durian peel and coconut coir. Build. 
Environ. 39, 59–65 (2004).

30.  J.E. Crespo, L. Sánchez, D. García, and J. López, Study 
of the mechanical and morphological properties of plas-
ticized PVC composites containing rice husk fillers. 
J. Reinf. Plast. Comp. 27, 229–243 (2008).

31.  C.R. Frihart, Wood adhesion and adhesives, in Handbook 
of Wood Chemistry and Wood Composites, R.M. Rowell 
(Ed.), pp. 216–272, CRC Press, Boca Raton, FL (2005).

32.  W. Gindl, T. Schröberl, and G. Jeronimidis, The inter-
phase in phenol-formaldehyde and polymeric methyl-
ene di-phenyl-di-isocyanate glue lines in wood. Int. J. 
Adhes. Adhes. 24, 279–286 (2004).

33.  A. Gardziella, L.A. Pilato, and A. Knop, Phenolic Resins, 
pp. 91–106, Springer-Verlag, New York (2000).

34.  J.W. Teh and A. Rudin, Mechanism of adhesion of resole 
phenolics to cellulosic materials. J. Polym. Sci Part C Pol. 
Lett. 28, 363–371 (1990).

35.  J. Torkaman, Improvement of bondability in rice husk 
particleboard made with sodium silicate, in Proceedings of 
the 2nd International Conference on Sustainable Construction 
Materials and Technologies, vol. 2, pp. 1–31 (2010).

36.  M.K. Yalinkilic, Y. Imamura, M. Takahashi, 
H. Kalaycioglu, G. Nemli, Z. Demirci, and T. Ozdemir, 
Biological, physical and mechanical properties of parti-
cleboard manufacture from waste tea leaves. Int. Biodeter. 
Biodegr. 41, 75–84 (1998).

http://dx.doi.org/10.7569/JRM.2017.634125
http://dx.doi.org/10.7569/JRM.2017.634125

