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Abstract: The goal of the present study was to develop a low-density thermal insulation board using
wood fibers and a bio-based adhesive as a binder, which was prepared from a crude glycerol and citric
acid mixture. The physical and mechanical properties of insulation boards manufactured using two
ratios of crude glycerol and citric acid (1:0.66 and 1:1 mol/mol) and two adhesive contents (14% and
20%) were evaluated. The results show that the insulation boards with a range of density between
332 to 338 kg m−3 present thermal conductivity values between 0.064 W/m-K and 0.066 W/m-K.
The effect of adhesive content was very significant for certain mechanical properties (tensile strength
perpendicular to surface and compressive strength). The tensile strength (internal bond) increased
between 20% and 36% with the increased adhesive content. In contrast, the compressive strength
decreased between 7% and 15%. The thermo-mechanical properties obtained of insulation boards
such as thermal conductivity, traverse strength, tensile strength parallel and perpendicular to surface,
and compressive strength are in accordance with the requirements of the American Society for Testing
and Materials C208-12 standard for different uses. The results confirm the potential of crude glycerol
and citric acid mixture to be used as an adhesive in the wood fiber insulation boards’ manufacturing
for sustainability purposes.
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1. Introduction

The building industry faces great challenges, such as the reduction of energy consumption from
construction to the demolition of buildings [1]. Globally, buildings account for about 40% of the
total primary energy requirement and contribute to more than 30% of the CO2 emissions [2]. Thus,
construction companies are continually searching for ways to improve the insulation performance
of the building envelope [3]. Insulation materials are defined as construction products and are
meant to fulfil the building-physical features of thermal or sound insulation. Building insulation
materials are commonly manufactured using materials obtained from petrochemicals or from a natural
source processed with high-energy consumption [1]. Materials such as fiberglass, mineral wool,
or polyurethane foams have good thermo-mechanical properties (e.g., low thermal conductivity,
good moisture protection, and fire resistance), but can be hazardous to human health and to the
environment [4]. These materials emit high levels of carbon during production and cannot be reused or
recycled [3]. Different types of insulation materials are available, the ones made with polymeric foams
and the ones made with fibers. Those made with fibers can be classified into two subgroups: Inorganic
(e.g., glass fiber, amorphous fiber (rock wool), ceramic fiber) and organic (e.g., hemp fiber, cotton fiber,
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wood fiber) fibers [5]. Recently, the use of natural, sustainable, renewable, and environmentally friendly
materials has gained interest because of increasing environmental awareness. The research in the field
of insulation materials in the building industry has been focusing increasingly more on the use of
natural, local materials that are nontoxic, are recyclable, and can assure good thermal insulation [1,6,7].
Insulation products incorporating natural fibers are available on the market. These products have
promising properties in building applications [8]. Asdrubali et al. [1] report some building insulation
products made of natural unconventional material, which show good thermo-acoustic properties such
as reeds, bagasse, cattail, corn cob, cotton, durian, rice, etc.

The raw material for wood fiber insulation boards’ manufacturing is typically the chips and
shavings recovered as waste from other wood manufacturing processes. The two processes currently
used in the insulation boards manufacturing are a wet process and dry process. On the one hand,
the wet process, which is widely used, involves the use of water for mixing the wood fiber pulp,
paraffin, with latex as a binder. The mix forms a fiber mat, while the water is removed through pressing
and vacuum pumping. The insulation boards are dried in a dryer and sawed. On the other hand,
in dry process, the dry fiber is sprayed with paraffin and polyurethane resin as a binder. The fiber mats
are placed in a press where the resin is cured through exposure to a mixture of air and water vapor.
Finally, the insulation boards are sawed and milled.

In the last few years, researchers analyzed different insulation boards with bio-based adhesive as
a binder or binderless [4,9–12]. These researchers investigated the physical and mechanical properties
of some insulation boards with low thermal conduction. Crude glycerol is a major by-product of the
biodiesel refining process derived from vegetable oils [13,14]. World production of biofuels and, hence,
of crude glycerol has been rapidly increasing in recent decades, making imperative the development
of sustainable processes for the use of this by-product [15,16]. Heating a blend of glycerol and citric
acid can form a three-dimensional polymeric structure, where only water is produced and could
be easily removed by evaporation during the reaction [17,18]. Previous studies have shown that
esterification of the citric acid and glycerol mixture yield polymer networks of varying complexity,
depending upon the reactant ratio and esterification parameters used [17,19]. The temperature and
polymerization time are the most important parameters in the curing process [14]. In previous works,
different temperatures and curing times, such as 100 ◦C, 140 ◦C, 160 ◦C, and 180 ◦C during 60 or
120 min, were used to polymerize crude glycerol with citric acid. The results showed the presence of
ester bonds and cross-linking levels, according to the catalyst and citric acid content used and related
to the curing time and temperature [14,18,20].

The aim of the present study was to develop a wood fiber insulation board from a dry process
using a crude glycerol and citric acid mixture as bio-based adhesive. The study evaluated the effect
of reactant ratio and adhesive content on thermo-mechanical properties of insulation board such
as thermal conductivity, traverse strength, tensile strength parallel and perpendicular to surface,
and compressive strength. Finally, the study carried out a characterization of the bio-based adhesive
and wood fiber insulation boards.

2. Materials and Methods

2.1. Materials

2.1.1. Wood Fibers

The low-density thermal insulation boards were manufactured with 40% softwood fibers and 60%
hardwood fibers obtained from Uniboard, Mont-Laurier, QC, Canada. The wood fibers were dried to a
2–3% moisture content.
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2.1.2. Bio-Based Adhesive

Crude glycerol (CG) was obtained from Rothsay Biodiesel, Guelph, ON, Canada, and was
filtered with filter papers (Whatman, grade 4, China) before use to remove ashes and solid residues.
Anhydrous citric acid (CA) was purchased from Univar, Canada, p-toluenesulfonic acid (p-TSA) was
purchased from Sigma-Aldrich, St. Louis, MO, USA, condensed tannins were supplied by Silvateam,
Ontario, CA, USA, and pure glycerol was obtained from Fisher Scientific, Canada. All those four
chemical compounds were used as received without any further modification. The cellulose filaments
were generously provided by Kruger, Montreal, QC, Canada.

In order to determine the optimal ratio of crude glycerol and citric acid. Two ratios of reactants
were used in the formulations (1:0.66 and 1:1 mol/mol). The ratios were based on the results obtained
in [14,18]. Crude glycerol has become an environmental problem because of the large amount generated
by the production of biodiesel. Finding a way to reuse crude glycerol would decrease the impact on
the environment [15].

Initially, the crude glycerol, the condensed tannin, and cellulose filaments were mixed at room
temperature (Table 1). Then, the mixture was heated at 120 ◦C before adding citric acid, and it was
vigorously stirred during approximately 120 min until complete solubility of the citric acid. Finally,
the mixture was cooled down to 100 ◦C and the catalyst (p-TSA) was added. Before using, the mixture
was preheated at 60 ◦C and it was mixed with water.

Table 1. Composition of the bio-based adhesive formulations.

Formulation

Reactants Content (g)
Condensed Tannins

Content (wt.%) 1

Cellulose
Filaments

Content (wt.%)

p-TSA 2

Content (wt.%)Crude
Glycerol (CG)

Citric Acid
(CA)

CG1:CA0.66 92.09 126.81 2 0.01 1.33
CG1:CA1 92.09 192.13 2 0.01 1.33

1 Percentage by weight; 2 p-toluenesulfonic acid.

2.1.3. Insulation Boards’ Manufacturing

Wood fiber insulation boards with a nominal density of 350 kg m−3, 8% moisture content,
and thickness of 13 mm were produced. The wood fibers were placed in a rotating-drum tank with
pneumatic atomizers for the uniform diffusion of the adhesive. The bio-based adhesive mixed with
water was applied to wood fibers (Table 2). The wood fibers englued were passed through a screen
refiner (Model PSKM6-350, Pallman, Zweibrücken, Germany) to avoid fiber packets or balls. The fiber
mat was hand formed using a mold of 460 mm × 560 mm. The fiber mats were pre-pressed at room
temperature in an in-house-built cold-plate press using a pressure of 80–90 MPa. Subsequently, the fiber
mats were hot-pressed at 200 ◦C for 13 min, using a hot press (Dieffenbacher, Alpharetta, GA, USA).
The wood fiber insulation boards were cut in panels of 400 mm × 500 mm. Finally, the insulation
boards were conditioned at temperature of 20 ◦C and at relative humidity of 65% until their equilibrium
moisture content was obtained. Table 2 shows the bio-based adhesive content and water content used
for each insulation board type.

Table 2. Wood fiber insulation board manufacturing parameters.

Formulation Bio-Based Adhesive
Content (%) Fiber Content (g) Water Content (g)

CG1:CA0.66 14 976 67
CG1:CA0.66 20 923 52

CG1:CA1 14 976 67
CG1:CA1 20 923 52
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2.1.4. Characterization of Glycerol

To support the using of crude glycerol instead of pure glycerol, both compounds were characterized
and compared. First, to determine the glycerol content in crude glycerol, quantitative analysis was
performed with the Glycerol GK assay kit from Megazyme, Wicklow, Ireland. The pH was measured
with an Accumet Basic AB15 pH meter from Fisher Scientific, Waltham, MA, USA. Then, to obtain
the density, a 1-mL aliquot of each glycerol sample was pipetted and weighed. Finally, the viscosity
was determined at 25 ◦C isotherm with a ViscoLab 4100 viscometer system from Cambridge Applied
Systems (Cambridge, MA, USA) using the range piston of 50–1000 cP. The mean values were calculated
from the characterization of 10 samples from different batches for the crude glycerol and three samples
from the same batch for the pure glycerol. The mean value of each analysis is showed in Table 3.

Table 3. Characterization of glycerol.

Pure Glycerol Crude Glycerol

Concentration (%) 99 ± 1 88 ± 3
pH 5.0 ± 0.3 3.1 ± 0.1

Density (g/cm3) 1.262 ± 0.002 1.254 ± 0.003
Viscosity (cP) 800 ± 20 180 ± 10

From these results, crude glycerol contains around 88 % of pure glycerol with a mixture of water,
ash, and other organic compounds, such as methanol, ethanol, fatty acid, etc. The lower pH value of
crude glycerol could be attributed to the fatty acid presence. The lower density and viscosity of crude
glycerol could be related to the water content.

2.2. Methods

2.2.1. Bio-Based Adhesives’ Characterization

Thermogravimetric analyses were performed using a TGA/DTA 851e Mettler Toledo instrument
(Columbus, OH, USA). Approximately 10 mg of sample was placed in an uncovered 70-µL alumina
crucible to determine mass loss during heating. Thermograms were recorded using a heating rate of
10 ◦C/min in a temperature range from 25 ◦C to 800 ◦C. Nitrogen was used as specimen purge at a flow
rate of 50 mL/min.

The FT-IR spectroscopy was used for characterization of the functional group of the bio-based
adhesive. FT-IR measurements were performed by using a Spectrum-400 spectrometer from
Perkin-Elmer (Waltham, MA, USA), which was equipped with an attenuated total reflectance (ATR)
crystal. A resolution of 4 cm−1 was chosen for each analysis, with 64 scans being recorded to reduce
noise. All the spectra were recorded over the range of 4000 to 650 cm−1 in absorption mode.

Glass transition temperature (Tg) was determined by dynamic mechanical analysis based on
the maximum of the tan δ peak, which represents the ratio of storage modulus to loss modulus [17].
The tests were conducted by using a Q800 dynamic mechanical analyzer (DMA) from TA instruments,
New Castle, DE, USA. The tests were carried out in single-cantilever mode. First, the adhesive
formulations were cured on a Teflon board at 200 ◦C for 13 min and were pressed in a cold plate press
to obtain a polymerized adhesive sheet. Then, the specimens were cut from these sheets using a laser
machine at a dimension of 35 mm (length) by 13 mm (wide) with a thickness of 1.7 mm. Ten repetition
were carried out for each formulation. The analyses were conducted at a frequency of 1 Hz and an
amplitude of 30 µm. All specimens were initially conditioned at 25 ◦C in the DMA chamber, and then
dynamic heating scans were performed from 25 to 120 ◦C at 3 ◦C/min.
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2.2.2. Determination of Properties of Insulation Board

Four low-density thermal insulation board for each reactant ratio (1:0.66 and 1:1 mol/mol) and for
each bio-based adhesive content (14% and 20%) were manufactured. The insulation boards were placed
in a conditioning room at 20 ◦C and 65% RH (Relative humidity) until a constant mass was obtained.

• Density profiles’ tests

The insulation board density profiles along the thickness were carried out using an
X-ray densitometer system QDP-01X (Quintek Measurement Systems Inc., Knoxville, TN, USA).
Twenty specimens of 50 mm × 50 mm for each insulation board type were prepared. The specimens
were placed in a conditioning room (T= 20 ◦C and RH = 65%).

• Thermal conductivity tests

Thermal conductivity measurements of each insulation board used in this study were carried
out using a FOX 314 heat flow meter from TA Instruments-LaserComp, USA, equipped with a
ThermoCube cooling apparatus from Solid State Cooling Systems, USA. The thermal conductivity tests
were performed according to the American Society for Testing and Materials C518-17 standard [21].
Twelve specimens of 200 × 200 mm2 for each insulation board type were tested. The measurements
were taken at an average temperature of 22.5 ◦C. The temperature of the upper plate was set at 10 ◦C
and the temperature of the lower plate was set at 35 ◦C. The WinTherm32 software calculated the
thermal conductivity and the data was recovered when the system had reached equilibrium. Prior to
conducting the tests, the specimens were conditioned to a moisture content average of 12 ± 3%.

• Mechanical properties’ tests

Mechanical properties were determined according to ASTM C209-15 standard [22] using a MTS Q
Test/5 Universal testing machine (MTS System Corporation, Eden Prairie, MN, USA) equipped with
a load cell of 5 kN. Traverse strength (modulus of rupture) was determined by applying a load in
flexion to the specimen of 76 × 381 mm2 at a crosshead speed of 152 mm/min until failure occurs.
The modulus of rupture was calculated using the Equation (1).

MOR = 6P/tˆ2 (1)

where MOR is the modulus of rupture (MPa), P is the traverse load (N), and t is the thickness (mm).
The tensile strength parallel to surface was measured by applying a rate of separation of the jaws of
51 mm/min. The specimens were prepared in accordance with Figure 1. Twelve specimens of each
insulation board were tested.
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Figure 1. Specimen for determination of tensile strength parallel to surface.

The tensile strength perpendicular to surface was measured by pulling the specimens (51 × 51 mm2)
apart in the cross-section direction, at a crosshead speed of 51 mm/min. Both side surfaces of the
specimen panel were mounted onto the testing accessory with speed bond resin.

The compressive strength was determined by following the Procedure A of ASTM C165-07
standard [23] using a MTS Alliance RT/50 (MTS System Corporation, USA) Universal testing machine
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equipped with a load cell of 50 kN. The compressive resistance of test specimen of 150 × 150 mm2 was
calculated using the Equation (2).

S = W/A (2)

where S is the compressive resistance (Pa), W is load at specified deformation (N), and A is average
original area (m2). Prior to conducting the tests, the specimens were stored in a conditioning chamber
at 23 ◦C and 50% RH until a constant mass was achieved.

2.2.3. Morphology Characterization of Insulation Boards

Microstructural analyses were performed using a Micro Computed Tomography (Micro-CT,
model 1272, SkyScan, Kontich, Belgium). The analyses were conducted to evaluate the microstructure,
porosity, and pore size distribution of the insulation boards. X-Ray micro-tomography is based on the
attenuation of an X-ray beam by matter. The sample is scanned at different rotation angles by X-ray
beams. The attenuation of the X-ray beam intensity is measured by a 2-D detector, which acquires a
collection of projections. Then an algorithm reconstructs the 3-D specimen from the 2-D radio-density
images. For this purpose, Skyscan 1272 software version 1.1.17 and NRecon software version 1.7.4.2
were used for image acquisition and reconstruction. There were 321 images of 1344 × 2016 pixels
generated of each sample of 10 mm of diameter obtained of low-density thermal insulation boards
studied. For porosity analysis, a volume of interest of 5 mm × 5 mm × 5 mm was selected from each
sample. The images were separated into two-phase (segmentation): (1) Wood fiber and bio-based
adhesive (white pixels) and (2) voids (black pixels), in order to calculate the pores’ percentage.
The images, using a CTAN software, were analyzed.

2.2.4. Experimental Design and Data Analysis

A factorial design was used in this experiment. Factors were the ratio of crude glycerol and
citric acid (1:0.66 and 1:1) in the formulations, and the adhesive content in the wood fiber insulation
board manufacturing (14%, 20%). The Statistical Analysis System (SAS) 9.4 was used to analyze
the thermo-mechanical properties. The influence of each factor and their interaction were analyzed.
An analysis of variance (ANOVA) (ρ < 0.05) was performed.

3. Results and Discussion

3.1. Insulation Board Manufacturing

The wood fiber insulation boards were manufactured in the laboratory (Figure 2). The water vapor
pressure and temperature parameters were measured using a probe (Press MAN) placed at the center
of the insulation boards. The curves of both parameters during pressing time are shown in the Figure 2.
The temperature at the center of all insulation boards showed the same trend. The temperature was
greater than 160 ◦C, reaching 195 ◦C at the end of pressing time. Prior studies have shown that crude
glycerol and citric acid were cross-linked at temperatures from 140 to 180 ◦C [14,18,20]. The temperature
at the center of the insulation board was greater than 160 ◦C during 7 min. Previous studies mentioned
longer polymerization times of 60 or 120 min [14,18,20]. The determination of the mechanical properties
of the insulation boards will confirm the effectiveness of the pressing time used. This polymerization is
an esterification reaction that produced water as a by-product [17,18], which could cause an increase of
vapor pressure during pressing time. Figure 2 shows a vapor pressure of 5 kPa to 10 kPa. This pressure
did not cause any problems, such as delamination of the insulation board.
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Figure 2. Wood fiber insulation boards and evolution of the temperature and vapor pressure at center
of insulation board during pressing time.

3.2. Characterization of Bio-Based Adhesive

The thermal degradation curves of both formulations cured at 200 ◦C for 13 min are shown
in Figure 3. In general, both cured adhesives showed the same trends, although there were some
differences. The specimens decomposed at 150–460 ◦C, which presented a significant mass loss between
70% and 71%. The cured adhesives presented mainly four degradation steps [18]. The first step occurred
in the temperature range of 60–140 ◦C; the mass loss was mainly due to water evaporation and volatile
compounds. The second step occurred in the temperature range of 150–270 ◦C. According to Figures 3
and 4, the mass loss in this second step was due to the degradation of acid citric at 150 to 230 ◦C [24],
the degradation of crude glycerol part (180–270 ◦C), the degradation of tannin (220–280 ◦C), and the
polymer chains. The third step occurred in the temperature range of 280–460 ◦C. The mass loss in
this step occurred due to thermal degradation of the remaining polymer chains, fatty acid methyl
esters impurities, and carbonization [18]. According to thermo-gravimetric (TG) and Derivative
thermo-gravimetric (DTG) curves at 375 ◦C, the CG1–CA1 formulation showed lower thermal stability
in comparisons with CG1–CA0.66 formulation, although the difference in mass loss between both
formulations was only 0.35%.
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cured at 200 ◦C for 13 min.

The fourth step occurred between 500–800 ◦C. The mass loss occurred due to ashes and coke,
attributed to the thermal cracking process [18]. The ashes are considered as the char created during
the heating at high temperature and as some residues in the crude glycerol formed during the
biofuel process.
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FT-IR spectra of CG1:CA0.66 and CG1:CA1 formulations cured at 200 °C for 13 min are shown 
in Figure 5. The FT-IR spectra of CG1:CA0.66 formulation was moved in the absorption axis for a 
better view. In general, the FT-IR profile of both cured adhesives was similar. The main peak shown 
in Figure 5 of both cured adhesives and their corresponding functional groups are indicated below. 
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Figure 4. TG and DTG curves of citric acid, crude glycerol, and condensed tannin.

FT-IR spectra of CG1:CA0.66 and CG1:CA1 formulations cured at 200 ◦C for 13 min are shown
in Figure 5. The FT-IR spectra of CG1:CA0.66 formulation was moved in the absorption axis for a
better view. In general, the FT-IR profile of both cured adhesives was similar. The main peak shown in
Figure 5 of both cured adhesives and their corresponding functional groups are indicated below. In the
region between 4000 and 2500 cm−1, both cured adhesives showed absorption band at 3550–3200 cm−1,

attributed to the free O–H groups’ stretching vibrations. The absorption band at 3000–2850 cm−1

corresponded to symmetric and asymmetric stretching vibration of C–H groups [25]. It could be
observed that the FT-IR spectra of polymer CG1:CA0.66 presented a higher absorbance at 2950 cm−1

and 2856 cm−1. This may have been due to higher CH2 stretching vibrations. This could be explained
by a different polymer reticulation caused by the lower quantity of citric acid used in the formulation.
In the region between 2000 to 1550 cm−1, the main absorption bands were due to the carbonyl group.
The high-intensity stretching vibration peak of ester groups (C=O) was observed around 1717 cm−1

for CG1:CA0.66 formulation and 1718 cm−1 for CG1:CA1 formulation. These peaks indicated the
presence of ester bonds in both cured formulations. In the region between 1500 and 600 cm−1, the peaks
around 1600 cm−1 and 1400 cm−1 characterized the aromatic compounds of condensed tannin [26].
In the absorption band at 1300–600 cm−1, different peaks corresponded to the substituted benzene
rings [26,27]. The reaction between OH groups of glycerol and OH groups of condensed tannin formed
ether (C–O–C) bonds that corresponded to the 1170–1070 cm−1 range.
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DMA was used to analyze the glass transition temperatures (Tg) based on the maximum of the
tan δ peak. The Tg for CG1:CA0.66 formulation was 77 ◦C, while for CG1:CA1 formulation was 73 ◦C.
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The increase of glass transition temperature was directly related to an increase in cross-linking density.
The results confirmed the presence of cross-linked network between crude glycerol and citric acid.
However, there were statistically not significant differences between the results of Tg for CG1:CA0.66
and CG1:CA1 formulations.

3.3. Density Profile of Insulation Boards

Figure 6 shows density profiles along the thickness of the insulation boards. The insulation boards
showed a density profile flat, although the density values were higher in the center and the surface,
as shown in Figure 6. This profile type would improve certain mechanical properties such as tensile
strength perpendicular to surface of the insulation boards. The decrease of density values near the
surface could improve through optimization of close time of plates of the press. The effect of reactant
ratio and the bio-based adhesive content according to the ANOVA analysis was not significant for the
density values.
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and CG1:CA1) and the bio-based adhesive content (14% and 20%).

The average density values of wood fiber insulation boards were between 332 and 338 kg m−3

with a coefficient of variation (COV) between 4% and 7%. The density values of a cellulosic fiber
insulating board with a thickness of 11 to 76 mm were between 160 and 497 kg m−3, according to the
ASTM C208-12 standard [28].

3.4. Thermal Conductivity

According to ANOVA results, the interaction between reactants ratio and adhesive content was
statistically significant (Table 4).

Thermal conductivity values (λ) of insulation boards manufactured from wood fiber and bio-based
adhesive are shown in Table 5.

Table 4. Effect of parameters in the thermal conductivity (λ) of insulation boards.

Source Degree of Freedom F Value Pr > F

Design
Reactants ratio 1 3.81 0.0594 NS

Bio-based adhesive content 1 5.49 0.0253 *
Reactants ratio x bio-based adhesive content 1 4.37 0.0444 *

NS: Not significant; *: Significant.
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At 14% of adhesive content, the thermal conductivity values of the insulation boards manufactured
with CG1:CA0.66 formulation were slightly lower than those manufactured with CG1:CA1 formulation.
The decrease of λ values could be explained by higher glass transition temperature of CG1:CA0.66
formulation, which led to an increase of cross-linked network. In contrast, at 20% of adhesive content,
the λ values were similar for insulation boards manufactured with both formulations. For the insulation
boards manufactured with CG1:CA1 formulation, the thermal conductivity values decreased with the
increase of 14% to 20% of adhesive content. However, for insulation boards made with CG1:CA0.66
formulation, the values seemed to be identical even with an increase of the adhesive content, as shown
in Figure 7.
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Thermal conductivity values of the insulation boards were between 0.064 to 0.066 W/m-K. Usually,
a material can be considered as a thermal insulator if its conductivity is lower than 0.07 W/m-K [1].
According to the ASTM C208-12 standard [25], the thermal conductivity maximum is in the range
0.055–0.072 W/m-K, depending on the use of the insulation board (e.g., roof insulation board,
wall sheathing, ceiling tiles, and panels). Therefore, manufactured insulation boards meet requirements
for a roof (grade 2) or wall sheathing insulation board (structural).

Table 5 compares thermal conductivity values of the insulation boards manufactured with
CG1:CA0.66 and CG1:CA1 formulations with other thermal insulation materials. The λ values for
insulation boards are close to that of the coconut husk insulation boards, bagasse insulation boards,
larch bark insulation boards, kenaf-fiber insulation boards, and corncob particleboards, which have
a similar density range [4,8,10,11,29]. In comparison to synthetic materials (e.g., mineral wool,
polyethylene foam, and extruded polystyrene foam), the values were higher, although the density
values of synthetic materials were lower in comparison to wood fiber insulation boards.
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Table 5. Thermal conductivity values of insulation boards manufactured with bio-based adhesive in
comparison to other insulation materials.

Insulation Boards/Materials Density (kg m−3) Thermal Conductivity (W/mK) Source

Board-CG1:CA0.66–14% 338 ± 19 0.064
Board-CG1:CA0.66–20% 338 ± 13 0.064

Board-CG1:CA1–14% 332 ± 23 0.066
Board-CG1:CA1–20% 332 ± 24 0.064

Coconut husk insulation board 250–350 0.046–0.068 [4]
Bagasse insulation board 250–350 0.049–0.055 [4]

Larch back insulation board 250–500 0.069–0.093 [10]
Kenaf-fibers insulation board 0.069–0.087 [8]

Corn cob particleboard 171–334 0.101 [28]
Cotton stalk fibers 150–450 0.059–0.082 [11]

Mineral wool (fiberglass and rockwool) 24–200 0.025–0.047 [30]
Polystyrene (closed cell foam) 16–35 0.034–0.035 [30]

Extruded polystyrene foam (XPS) 24–42 0.026–0.035 [30]

3.5. Physical and Mechanical Properties

The ANOVA showed that the effect of both parameters was not significant on MOR values
(Table 6).

The effect of the reactant ratio and bio-based adhesive content in physical and mechanical
properties of wood fiber insulation boards is presented in Table 7.

The maximum MOR value was 1.13 MPa, while the minimum value was 0.85 MPa for insulation
board density of 332–338 kg m−3. According to the results, the MOR values of the insulation boards of
13 mm of thickness meet requirements of ASTM C208-12 standard [28] for roof insulation board of
grade 1 (0.97 MPa), although MOR values were lower for the categories of wall sheathing regular and
structural (1.90 and 2.76 MPa) and roof insulation board of grade 2 (1.90 MPa). The MOR values of the
insulation boards were also close to other insulation boards [4,7,10], which presented similar or higher
density values.

Table 6. Effect of parameters on the mechanical properties of insulation boards.

Source Modulus of
Rupture (MPa)

Tensile Strength
Parallel to Surface (kPa)

Tensile Strength
Perpendicular to

Surface (kPa)

Compressive
Strength to 10%
Thickness (kPa)

Design
Reactants ratio 0.8455 NS 0.0045 ** 0.5830 NS 0.6222 NS

Bio-based adhesive content 0.0515 NS 0.1067 NS <0.0001 ** 0.0005 **
Reactants ratio x bio-based

adhesive content 0.0587 NS 0.0256 * 0.2497 NS 0.1562 NS

**: Very significant; NS: Not significant; *: Significant.

The effect of parameters on the tensile strength parallel to surface was also evaluated. The ANOVA
showed that the interaction between the reactants’ ratio and the bio-based adhesive content was
statistically significant (Table 6). For 14% of bio-based adhesive content, the values of the tensile
strength parallel to surface were not significantly different, while for 20%, the values were significantly
different. Table 6 shows also the effect of parameters on the tensile strength perpendicular to surface
(internal bond). According to the ANOVA results, the effect of bio-based adhesive content was very
significant on the internal bond values. The increase of bio-based adhesive content increased the
tensile strength perpendicular to surface values. The tensile strength values of insulation boards
meet requirements of ASTM C208-12 standard [28] for the mechanical properties for cellulosic fiber
insulating board. The internal bond values meet requirements for roof insulation board (grade 1 and
grade 2), wall sheathing regular and structural, and ceiling panels.
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Table 7. Physical and mechanical properties of wood fiber insulation boards.

Insulation Board Density (kg m−3)
Modulus of

Rupture (MPa)

Tensile Strength
Parallel to

Surface (kPa)

Tensile Strength
Perpendicular to

Surface (kPa)

Compressive
Strength to 10%
Thickness (kPa)

Board-CG1:CA0.66-14% 338 (6) 2 0.92 (22) 672 (17) 113 (21) 1142 (10)
Board-CG1:CA0.66-20% 338 (4) 1.10 (25) 692 (10) 154 (25) 1062 (13)
Board-CG1:CA1-14% 332 (7) 0.91 (29) 651 (18) 117 (18) 1206 (8)
Board-CG1:CA1-20% 332 (7) 1.13 (23) 575 (32) 141 (30) 1030 (10)

ASTM C208-12 1 160–497 0.97–2.76 345–1379 23.9–38.3 100–105
1 Property requirement; these values represent minimum and maximum values for each property according to the
use of insulation board indicated in the American Society for Testing and Materials C208-12 standard. 2 The values
represent the coefficient of variation in %.

The effect of both parameters on the compressive strength was also evaluated. The effect
of bio-based adhesive content was very significant in the compressive strength values (Table 7).
An increase of 14% to 20% of adhesive content produced a decrease of the compressive strength values.

3.6. Microstructural Analyses of Insulation Boards

Figure 8 shows the results of the study of spatial microstructure in the wood fiber insulation
boards. The image (Figure 8a) shows the reconstruction in 2D of insulation boards. The fibers and the
bio-based adhesive can be seen as grey shades, while the voids are represented with a black tonality.
From the reconstruction of the 2D images, using the CTAN software, a 3D model of the volume of
interest of 5 mm × 5 mm × 5 mm (Figure 8b) was achieved. The total porosity and pore size distribution
were obtained from the 3D model.
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Figure 8. Micro-CT micrographs of wood fiber insulation board. (a) Identification of wood
fibers, bio-based adhesive, and voids from insulation board. (b) A 3D model of volume of
5 mm × 5 mm × 5 mm of insulation boards.

Table 8 shows the average values of total porosities for the wood fiber insulation boards.
The total porosity showed a decrease as the bio-based adhesive content used in the insulation board
manufacturing increased, although the decrease was not statistically significant. In [31], the authors also
reported a decrease in porosity percentage of particleboard, although the increase in adhesive content
was higher. The porosity percentage was lower in comparison to that reported by [32]. Nevertheless,
the technique used for porosity determination was different. The effect of the reactants’ ratio was
significant in the total porosity of insulation boards. The porosity was greater using CG1:CA0.66
formulation. The total porosity influenced the thermal conductivity (λ) values of insulation boards,
which decreased as the porosity increased [32]. The thermal conductivity (λ) decreased as CG1:CA0.66
formulation was used in insulation boards’ manufacturing (Figure 7).
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Table 8. Percentage of porosity of wood fiber insulation boards.

Insulation Board * Total Porosity in %

Board-CG1:CA0.66-14% 54.27 (1.82) Aa
Board-CG1:CA0.66-20% 51.57 (1.79) Aa

Board-CG1:CA1-14% 48.57 (1.53) Ba
Board-CG1:CA1-20% 46.36 (1.18) Ba

* The values represent the average of three samples for each insulation board. In (), the values represent the standard
error. Data with uppercase and lowercase letters were not statistically different at a 95% level of confidence.

The pore size distribution using the CTAN software in each sample of wood fiber insulation boards
was also calculated. Figure 9 shows the distribution of pore size in millimeter ranges. The highest
percentage of pore size in insulation boards was determined between 0.072 to 0.024 mm.
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4. Conclusions

The aim of the present paper was to develop a wood fiber insulation board from a dry process
using a crude glycerol and citric acid mixture as a binder in order to prevent fossil-based additives.
The effects of reactant ratio and the bio-based adhesive content in thermo-mechanical properties of
the insulation board were evaluated. Furthermore, a characterization of bio-based adhesive and
morphology study of insulation board were performed. Wood fiber insulation boards using two
formulations as a binder were manufactured. Insulation boards at 200 ◦C for 13 min were pressed.
The thermal conductivity values of insulation boards were between 0.064 W/m-K and 0.066 W/m-K.
The values were similar to certain sustainable thermal insulation materials, but higher than synthetic
materials. The microstructural analysis showed a direct relationship between total porosity and
thermal conductivity.

The mechanical properties of insulation boards were evaluated. The effect of bio-based adhesive
content was very significant for properties of tensile strength perpendicular to the surface and
compressive strength. The tensile strength values (internal bond) increased between 20% and 36%
with an increase of 14% to 20% of adhesive content, while the compressive strength decreased between
7% and 15%. The effect of both parameters in the module of rupture of the insulation boards was
not significant, while the effect of the parameter interaction in the tensile strength parallel to surface
was significant. The mechanical properties of wood fiber insulation boards confirmed the potential of
crude glycerol and citric acid mixture as a binder to be used in the insulation boards’ manufacturing
for environmental sustainability purposes.
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