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6. CUTTING & MACHINING

Introduction
Medite Exterior can easily be cut, shaped, routed, moulded and bored with conventional wood
working equipment and tools.

Tool wear rates on Medite Exterior are similar to wear rates on interior Medite and lower than wear
rates on particleboard. In general, Medite Exterior is denser and slightly more abrasive than common
hardwoods. As steel-tipped tools dull quickly, carbide-tipped tools are recommended for normal work
on any scale. Diamond-tipped tools may be best for very high volume operations. The greater cost of
these cutters is offset by less re-sharpening and more consistent cut edges.

Cutting
Saw blades used for particleboard are normally satisfactory. Compared to saw blades for solid wood,
all types of MDF saw blades require higher clearance and increased tooth angles (Consult tool
suppliers for further guidance).

External mitre joints on plinths are not recommended. This is due to the difficulties encountered
when sealing and coating the apex of these joints and the complication encountered when allowing
the recommended spacing for linear expansion. Edge to face type joints offer a similar aesthetic
effect, with improved coating and edge protection. Please refer to figure 3.

Figure 3: Preferred jointing system

Machining
One of the prime features of Medite Exterior is its clean edge and face machining characteristics.
Contoured designs are almost unlimited. However, care must be taken in the selection of profiles, as
the presence of sharp corners or narrow sections will alter the uniformity of paint coverage and
reduce the resistance of profiled edges to impact damage (see figure 4).

Figure 4: Machining Medite Exterior MDF

Avoid mitres

Edge to 
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When machining Medite Exterior, as with any MDF, cutter angles are important (see figure 5). A large
hook angle is required to ensure clean cutting with minimum wear of the cutting tip. A large
clearance angle prevents the back of the cutter from rubbing against the machined edges. The
increase in both these angles is limited by the requirement to maintain adequate strength at the tool
tip.

Cutters for all types of MDF are normally supplied with angles in the following ranges:

Cutting (hook) angle: (a) 10 to 20 degrees
Clearance angle: (b) 20 to 22 degrees

Figure 5: Cutter angles

To minimise sanding after machining, feed speed should be selected to produce at least 8 cutter
marks per cm. This can be compared to 6 cutter marks per cm which would be acceptable in a typical
solid wood machining operation. Achieving the recommended cutter marks per cm is a function of
material feed speed, the number of cutters and the rotational speed of the cutting block. The optimal
feed speed for each cutting block can be calculated as follows:

RPM x No. of cutter edges

100 x cutter marks / cm

At lower feed speeds, the cutters will compress and abrade the MDF. The resulting high pressure on
the tips and increasing temperature due to frictional heat will reduce the life of the cutters between
sharpening. At higher speed, a greater spacing between cutter marks will increase roughness, thereby
necessitating more sanding to achieve the required level of smoothness before finishing.

Dust removal during machining
Efficient dust removal for all cutting and machining operations helps to prolong tool life, by reducing
potential overheating of the cutting tool. A minimum air velocity of 23-30 m/sec is recommended for
dust extraction.

Feed Speed (m/min) =
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7. SANDING

Carbide-based abrasives are generally recommended for sanding MDF. A modified “closed coat”
abrasive is also recommended. This combines the smoother finishing properties of “closed coat”
systems with resistance to fine dust clogging of “open coat” systems.

Face sanding
Medite Exterior is shipped with a 150 grit final factory finish. This provides an excellent smooth
surface, ideally suited to the direct application of most veneers, plastic foils and painting. Scuff
sanding, with the object of increasing adhesion may be detrimental to surface quality. Deep sanding
of the faces of Medite Exterior with the object of reducing thickness is not recommended. Heavy one-
side sanding should also be avoided to prevent warping.

Edge sanding
Cut edges may require sanding with a 150-240 grit paper. This sanding is useful for cleaning up “fibre
nap”. Sanding before sealing can reduce the amount of sealer required, but “fibre raise”, or
imperfections caused by incomplete dispersion of solids in the sealer, may call for a subsequent 
de-nibbing.

Dust extraction during sanding
During the sanding operation, Medite Exterior produces a very fine light dust, in common with all
MDF material. As with all fine dusts, a common sense approach to safe working conditions must be
adopted.

An efficient dust extraction system is essential during automatic sanding, both for performance and
life of sanding belts and operative comfort. A minimum air velocity of 23-30 m/sec is recommended
for dust extraction.

During hand sanding, the wearing of dust masks is recommended, to protect the operative from
inhalation of fine particles.

Please contact Medite Europe sales office or technical support staff for further information.
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8. SEALING AND PAINTING OF MEDITE EXTERIOR

Introduction
Medite Exterior, in common with natural woods, will maintain a moisture equilibrium with
atmospheric relative humidity. In sustained high relative humidity conditions, moisture is absorbed
and some swelling will occur. This tendency is regulated by correct sealing and painting to control
moisture uptake.

Sealing and painting correctly maintains dimensional stability, minimises panel movement and
moisture variations and provides the required decorative finish. It is strongly recommended that all
finishing materials be obtained as a complete coating system from one supplier. Please note, before
applying a new paint system to a large area, it is recommended to experiment with a sample of
Medite Exterior. Follow the paint manufacturer’s instructions and if in doubt, seek further
information and advice.

Board preparation
Virtually all paints have a tendency to draw away from a sharp edge or corner and weathering will
consequently cause cracks in the paint film at these points. Therefore, radius all corners and ease all
edges to a rounded profile of at least 3mm by machining or light sanding to enhance paint retention.

Panel surfaces have a 150 grit factory finish and generally do not require any further sanding. Any
dirt or grease marks should be removed with light sanding, using a 150 grit or finer paper.

Paints & Painting
Paint dries in stages. This drying process is necessary to achieve the quality you expect in your
finished product. The first stage is “Tack free”, which is the point where the paint film no longer feels
sticky to the touch; however, a fingerprint pushed into the film will remain visible, even after the film
completely dries out. The second stage is “dry to touch”, at which point light handling will not result
in fingerprinting of the film. “Dry to sand” or “dry to recoat” is the third stage and “dry-film cure” is
the fourth and final stage of drying. It is of vital importance to differentiate between the last two
stages. Even though a film appears dry enough to allow sanding and recoating (with the same paint),
it is usually not ready to proceed further until the film has achieved dry film cure.

One fairly simple test to determine adequate paint dryness and adhesion is the “cross hatch” test. On
a test sample, use a sharp knife (or Stanley blade) to cut four parallel lines, spaced approx. 1.5mm
apart. Rotate the test sample one quarter turn and cut four more parallel lines also spaced approx.
1.5mm, across the first set of lines. Next put a piece of fairly sticky tape over the cut lines, press down
well and remove tape with a quick pulling motion. Both adhesion and drying are complete if this does
not result in removal of any of the little squares of paint. If any squares are removed, let the sample
dry for a further day and try test again. If after the second test the squares are still being removed,
check if the primer is loose from the sealer or the top coat is loose from the priming coat.
Allow each coat to dry thoroughly. Too heavy a coat or premature re-coating may result in bubbling,
cracking, peeling or poor adhesion between coats etc. Painting on Medite Exterior generally requires
longer drying time due to its smoother engineered dense surface and the slower penetration of the
solvents into the Medite Exterior panel. Adequate time must be allowed for the panel to “breathe out”
the excess solvent. A thin coating will dry much faster than a thick coating. Therefore, adequate time
must be allowed for each paint coat to cure.
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Sealing
The edges of Medite Exterior are more porous than the panel surfaces and can be likened to end grain
on a piece of solid wood. Absorption is greater as a result, and care must be taken to ensure adequate
sealing in these areas.
All edges, machined, carved or sandblasted areas must be sealed and sanded before application of
primer and top coats. Most primers do not provide adequate sealing. For a more effective, longer
lasting and durable sealant, it is advisable that one of the following be used as a basecoat, whenever
the core of the Medite Exterior is exposed:

1. An epoxy coating or other suitable adhesive.

2. Unthinned exterior wood varnish with a minimum solids content of 48 %.

Low-solids sealers, or penetrating sealers for decks or masonry, are not recommended. Edge sealing is
critical. Medite Europe recommends the sealing of all edges and machined areas first, in addition to
the paint manufacturer’s exterior coating systems. It is important that sealing and coating systems
are compatible. Refer to paint manufacturers for details.

Priming
A good quality priming coat will improve the durability and weather resistance of the finished
product. It will also improve the coverage and quality of topcoats which must be applied later.
Priming coats are not designed to provide extended protection against exterior weathering
conditions. Therefore primed Medite Exterior must be top coated before exposure to exterior weather
conditions, 

A light sanding is necessary after sealing to eliminate raised fibres. Wood, wood products and many
paints are susceptible to degradation from fungal growth and ultraviolet radiation.                                     

Dry film thickness (build) is critical to performance of a paint coating. Simply applying enough paint
to hide the colour of the substrate is not adequate. The primer should be applied to achieve a
minimum of 50 microns dry film thickness.

Top Coating
Properly primed Medite Exterior may be top coated with most high quality, exterior coatings for wood
products. The top coat should be applied to all surfaces and eased edges, attaining a final dry film
thickness of minimum 50 microns. Again it is recommended that the paint must be applied in several
thin coats, rather than a single heavy application. Each coat must be allowed to dry thoroughly before
application of the next coat.

Automotive type lacquer primers are not recommended for use on Medite Exterior.



9. FIXING RECOMMENDATIONS

Screws & Fasteners
Use corrosion resistant screws and fasteners as appropriate. Screws should be of parallel core type.
Pilot holes are required to 85-95% of screw root diameter, unless self piloting screw types are used.
Pilot holes are of particular importance when screwing into board edges and should be drilled a
minimum of 1 mm beyond the depth of the screw into the board.

Elastic type fillers that are not water-based are recommended for the filling of countersunk fixings. A
number have been shown to work particularly well with Medite Exterior. Panels should be fitted with
spacers and not fitted flush to any masonry or brickwork. Expansion gaps MUST be fully filled with an
elastic sealant (suitable mastics or silicone) at the time of fixing.

Screws should not be located too closely to the corners of panels. In general, a screw driven through
the face of a board should be at least 25mm from corners and at least 75mm from corners on the
edges (please refer to figure 6). Where
other methods of fixing are not
practicable, small diameter nails can be
used successfully provided they are not
closer than 70mm to a corner when
inserted into board edges. They should
be spaced at least 150mm apart to
reduce the risk of core delamination.
Improved holding power in the edges
can be achieved by using ring shank
nails and inserting them at a small angle
to the perpendicular.

Fixing Centres
Medite Exterior is a non-structural panel and therefore the distances between the supports can be
crucial to its ultimate performance. It is essential that in the design, an allowance for a small degree
of movement of up to 5mm per 2440mm length be provided. Maximum recommended spans between
fixing centres are shown in table 2:

TABLE 2 - RECOMMENDED FIXING CENTRES
Thickness Recommended fixing centres
6 - 9 mm - 300 mm
12  mm - 450 mm
15  mm - 600 mm
18 mm  & over - 750 - 1000 mm

Panel jointing
or thick attachments Thin attachments

Parallel core
satisfactory

Traditional
wood screw

less satisfactory

75mm
min from corner

12mm min
from edge

25mm min
from corner

Figure 6: FIXING RECOMMENDATIONS
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Mounting
Medite Exterior should not be mounted flush to any wall. There should be a minimum of 6mm
spacing with furring strips or galvanised washers.

Signs and other applications, exceeding 1500mm in any direction should be mounted with oversized
mounting holes / slots for fixings to accommodate expansion and contraction.

These holes must be filled with a silicone, or other elastic sealant for long term protection.

When mounting two or more panels together, either horizontally or vertically, it is important to
apply a bead of caulking (e.g. silicone) so that on placing the two edges together, there is a squeeze out
on the front and back surfaces. Allow the squeeze out to dry prior to trimming.

Where caulking is not used, sufficient spacing must be provided between the panel edges, to allow
maintenance of the coatings.

When fastening large panels to supporting framework, fix the centre first and work outwards, or
work from one end to the other.

Signs should not be mounted with cantilevered (one end only) attachments, or with fasteners which
penetrate through the sign edge. Hanging signs should only be attached securely through the sign
face using a clevis and pin arrangement (figure 7).

Medite Exterior should not be placed in continuous contact with the ground, soil or water. It is
recommended that Medite Exterior MDF be installed at least 100mm above ground level.

When using Medite Exterior in a fascia or 
soffit application, the details as shown in 
figure 8 must be adhered to.

✓✗ ✓✗

Figure 7: Mounting

(Roof finish)

(Rafter)

(Gutter)

(Roof�
Ventilation)

Figure 8: Fascia detailing

Seal all fascias
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10. SPECIAL NOTES

1. It is important that boards are allowed to condition before use. See p.6 for further details.

2. All uncoated edges and surfaces of prefabricated components must be fully coated prior to
assembly or exposure to weathering.

3. To aid with edge sealing, all edges must be rounded to a minimum 3mm radius.

4. Solvent-based sealers are particularly recommended for initial coating of the board. However, if
a water-based primer is used, it should be force dryed to maintain the smooth quality of the
board surface, before applying the subsequent coats.

5. Certain transparent or clear stains / topcoats are not recommended due to their potential for
degradation by ultraviolet light. Exterior coatings with UV inhibitors are available and must be
used. Paint manufacturers should be consulted as to suitability.

6. Design of assembly must be such that any lodging of water on any area or section is avoided.

7. Sealing and painting of one side only is not recommended as the unpainted side of the panel
will be unbalanced by the painted side. This will allow direct access by moisture into the
unpainted side of the panel creating conditions for warp, expansion and buckling of the panels
‘in situ’.

8. All fasteners must be corrosion resistant.

9. Mitre joints are not recommended due to the difficulty in coating sharp edges. Edge to face type
joints offer a similar aesthetic effect, with improved coating and edge protection.

10. It is strongly recommended that a coating maintenance programme be adopted. Refer to coating
manufacturers’ recommendations.

Fire
Medite Exterior is expected to achieve Euroclass D classification in accordance with the new European
Standard EN 13501-1.

Authority
Medite Exterior is manufactured under an NSAI registered I.E. EN ISO 9001 quality management
system and CE marked. For more information about our CE mark, see page 3 in the Medite product
brochure.
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APPENDIX 1

European Standard EN1087-1 1995

The European Standard EN1087-1 1995 Modified procedure specifies a test for evaluating the
moisture resistance of wood based panels, intended for use in humid conditions according to
option 2 in tables 3 and 5 of EN 622-5.

The principle of this test is that of tensile strength, perpendicular to the plane of the board
(Internal Bond) determined using test pieces, which have been immersed in boiling water.

The test method is as follows:

1. Test pieces are placed in a water bath, ensuring that they are separated from each other and 
from the sides and bottom of the water bath by the least 15 mm.

2. The specimens are covered with water, which is then heated to boiling (100°C) over a period 
of 90+/-10 mins.

3. After 120+/-5 mins in boiling water the test pieces are removed and immersed in water at 
20+/- 5°C for 60+/-5 mins.

4. Following step 3, the pieces are removed from the water, dried with a paper towel and 
placed, with their faces horizontal, in a drying oven at 70+/-2°C for 960+/- 15 min.

5. Finally, the test pieces are removed from the oven, allowed to cool to approximately room 
temperature and bonded to internal bond loading blocks. The internal bond (EN319) of the 
samples is then determined, and results must be equal to, or in excess of, the minimum 
requirements. 
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APPENDIX 2

BS EN 3900 Part F3 Resistance to artificial weathering

BS 3900 Part F3 describes a procedure for determining the resistance of coated films and coat film
systems to artificial weathering. A substrate is coated with various coatings and exposed to
weathering cycles. The artificial weathering has been designed to mimic the natural weathering
conditions in the U.K. There can be no direct precise relationship between the test and natural
weathering conditions. 

As a good general guide, 12 weeks of continuous exposure in the artificial system will expose film
failure. Such failure is equal to three to four years of exposure to natural weathering in the UK. It will
also expose failure of the substrate in the same manner.

Medite Europe has tested Exterior boards with various coatings in these conditions and compared
Exterior’s performance with other substrates. It has also tested uncoated Medite Exterior boards
versus other uncoated substrates.

All results indicate positive performance.
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