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Technical Topics

We have field representatives in many major U.S. cities and in Canada who can help answer questions involving  
APA trademarked products. For additional assistance in specifying engineered wood products, contact us:

APA HEADQUARTERS: 7011 So. 19th St. ■ Tacoma, Washington 98466 ■ (253) 565-6600 ■ Fax: (253) 565-7265 

APA PRODUCT SUPPORT HELP DESK: (253) 620-7400 ■ E-mail: help@apawood.org

DISCLAIMER: The information contained herein is based on APA – The Engineered Wood Association’s continuing 
programs of laboratory testing, product research, and comprehensive field experience. Neither APA nor its members 
make any warranty, expressed or implied, or assume any legal liability or responsibility for the use, application 
of, and/or reference to opinions, findings, conclusions, or recommendations included in this publication. Consult 
your local jurisdiction or design professional to assure compliance with code, construction, and performance 
requirements. Because APA has no control over quality of workmanship or the conditions under which engineered 
wood products are used, it cannot accept responsibility of product performance or designs as actually constructed.

Destruction of Insects During Manufacture  
of Wood Structural Panels
Wood structural panel manufacturing processes subject raw wood materials to a number of severe environments that 

destroy any insects or organisms that may be present in the wood before processing. These environments of typical 

manufacturing are briefly described below.

•	 Prior to processing, the logs are cured in hot water or high temperature steam chambers to facilitate the veneer cut-

ting or flake generation process.

•	 For veneer production, the logs are inserted in a high-speed lathe and veneers (typically from 1/10-inch to 3/16-

inch thick) are cut. The “furnish” used in nonveneer products is produced in a waferizer. A waferizer uses a series 

of high-speed knives that slice off wafers that are approximately 0.025-inch thick.

•	 Veneer is then processed through a veneer dryer that is set between 325 and 350˚F. The veneer stays in the dryer 

for up to fifteen minutes. Furnish, on the other hand, is quickly dried at temperatures of 600 to 1200˚F as it passes 

through a drum dryer.

•	 The veneers are then “layed up” into plywood and are placed into a plywood press. The press operates at 150 to 210 

lbs per square inch. While under this high pressure, the temperature of the veneer is again elevated to a minimum of 

220˚F at the core of the panel. This temperature is maintained for a minimum of two minutes to insure adequate glue 

bond. Similarly, OSB panels are pressed at between 300 to 600 psi and 390˚F for three to six minutes.

In addition to the steaming, soaking, veneer peeling and high-pressure processes, the raw material used to fabricate 

wood structural panels is elevated to temperatures above 212˚F at least twice during the manufacturing process. Most 

organisms die at 165˚F and physically break down at 212˚F, the boiling point of water. Therefore, it is the opinion of 

the APA that the manufacturing process for wood structural panels effectively eliminates insects from the manufac-

tured panel. It should be obvious, however, that it is possible for infestation to reoccur after manufacturing, whether 

in storage or in situ.
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