
Minutes of the ECOTAN meeting – 3 -- 
Held at Foreco  and  at Dingeman de Jong   27th-28th April 2004 
 
 
 
 
 
27th April ’04: 
 
 
Present: 

Peter Charlton   (Charltons) 
Peter Swager    (Foreco) 
Berend Jan Horstman  (Foreco) 
Dingeman De Jong   (De Jong) 
Bôke Tjeerdsma   (SHR) 
Waldemar Homan   (SHR) 
Dennis Jones    (BRE) 
Morwenna Spear   (Bangor) 
Callum Hill     (Bangor) 
Steven Wright   (George Barnsdale) 
Andrew East   (Easts) 

 
 
 
Agenda: 
 
12:00  Arrival at Foreco – Welcome (Peter Swager) 
12:10 Demonstration treatment batch part 1: filling and heating up  (Berend-Jan Horstman,  

Peter Swager) 
13:00 Lunch  
13:45 Overview design and building of the pilot plant installation (Berend-Jan  

Horstman, Peter Swager, Bôke Tjeerdsma) 
14:15 Work at BRE (Dennis Jones) 
14:45  Work at SHR (Boke Tjeerdsma  
15:10 Coffee / Tea 
15:40 Work at Bangor university (Callum Hill, Morwenna Spear) 
16:10 Demonstration treatment batch part 2: cooling down and opening of the reactor, inspection  

of the treated timber  (Berend-Jan Horstman, Peter Swager) 
17:30 Close of first day 
 
28th April ’04: 
09:00 Work by other partners 
09:30 Planned work for next period (Peter Swager, Boke Tjeerdsma + all) 
10:30  Tea / Coffee 
11:00 Mid-term report and cost statements (Bôke Tjeerdsma, all) 
11:30 Travel to Dingeman de Jong 
12:50 Lunch 
13:45 Tour of Dingeman de Jong (Dingeman de Jong)) 
15:00  End of meeting 
 



MINUTES 
 
 
 
Before the start of the meeting, Peter Swager welcomed everyone to the meeting. 
 
Boke Tjeerdsma gave an overview of the construction and development of the treatment plant. 
The insulation of the tanks was carried out with 10cm thick rockwool. 
 
The first treatment trial with wood was planned for when the meeting was ongoing. Tests had 
already been carried out with water. 
 
The reactor has a 900L capacity, and can take timber lengths up to 2.7 metres. It is intended to 
create test material for trials by the various partners (including outdoor exposure). 
 
The risks associated with hot oil treatments were discussed (e.g. the fire at MenzHolz) – this was 
explained as being due to an electrical fault, and not linked to the hot oil process. 
 
The amount of oil used in the treatment will depend upon the wood species being treated and the 
impregnation levels (for spruce can expect figures of up to 40 kgm-3). Beech and pine will both 
have very high uptake figures. 
 
Andrew East asked about the capital cost compared to a traditional preservation plant (e.g. 
Tanalith), and Peter Swager said that it was more expensive. Much of the costs would depend 
upon the vacuum system and heating requirements, if these are already in place then there will be 
a considerable reduction in costs. It was suggested that the set-up costs were around €1 million. 
This compared to the original Plato treatment plant, which cost around €20 million to set up. 
 
Boke Tjeerdsma gave a presentation on the work at SHR. Among the items discussed was the 
work ongoing with pre-cooked linseed oil. It was hoped that this would be capable of polymerising 
quicker than ordinary oil, and SHR were looking into this. The samples under test were 
impregnated with linseed, and Callum Hill asked if there was likely to be any problem with mould 
growth, especially in winter. 
 
Work had also been carried out whereby ENV807 samples were cut from larger blocks, so that it 
would be possible to look at the level of treatment through the larger blocks. 
 
It was reported that the treatments with UZA showed shrinkage results comparable to untreated 
wood (12% mc), that is 2% radial and 4% tangential shrinkage. The use of PEG can reduce these 
shrinkage values. 
 
There was an interest in abrasion tests, and it was asked if this could be done at BRE (should be 
possible). 
 
Morwenna Spear then spoke of work at Bangor. Results on the extraction of uradil suggested that 
higher molecular weights were noted compared to the original material. When oils such as linseed 
or rapeseed were used, the molecular weights were unchanged. 
 
It was also suggested there may be a problem with the treatment of high moisture content 
samples causing collapse (samples seem to be susceptible to pressure). 
 
Dennis Jones then spoke of the work at BRE. Durability testing was ongoing and there was the 
intention of getting more material treated by SHR for subsequent testing. Samples of finger jointed 
material that had then been hot oil treated were shown. The adhesive line had survived the 
treatment, and this offered great potential to all partners. 



 
Stephen Wright then indicated the requirements of Barnsdales. There was a high interest in 
joinery, and it was suggested that profiling prior to treatment would be more practical (less loss of 
treated material, and ensuring a thorough and equivalent ‘all-over’ treatment). It was suggested 
that for some joinery uses, there would be only a limited risk of damage. As for which species to 
use, it would be interesting to consider several different species (Boke Tjeerdsma also pointed out 
that cost aspects should be considered). The presence of knots would depend on the aesthetics 
of a given product. At Barnsdales, there is a trend to use redwood heartwood (finger jointed) for a 
majority of joinery products. 
 
East Brothers has a lot of interest in fencing, reported Andrew East. Currently, this tends to be 
made from Corsican pine, though Douglas fir may also be used. 
 
Peter Charlton said that the main interest for Chaltons was with gate manufacture, and 
Scandinavian whitewood tended to be the main material used. The major criteria for gates was 
the appearance, if the customer was not happy with the appearance, then sales would diminish. 
At present there was no real concern over timber species used for gate manufacture. However 
there could be an issue with posts used for mounting gates, as these had to be made form a more 
durable material than the gates themselves. It was suggested that there could be a variation in 
material used. 
 
It was suggested that Silver fir could be a material of interest. This was available in large amounts 
form FSC / PEFC sources. However, whilst there was a lot of material on the market, it was not a 
durable species. Because of this, spruce tended to be more favoured of the two species. 
Currently, Foreco have a supply of fir that may be considered within this project. 
 
The issue of the treatability of pine heartwood was raised, as was the treatability of poplar. 
Stephen Wright said that poplar was used for window frame manufacture. Stephen Wright asked 
Andrew East about the quality of Corsican pine used, and it was pointed out that finger jointing 
could be employed. The presence of high resin content should not be an issue, as this should be 
removed during the hot oil treatment. As for the overall cost, there were a lot of factors (e.g. 
amount of finger jointing, oil uptake etc.). 
 
The idea of using lower quality oak for gate manufacture was discussed. There should be no 
concerns over durability of material, and the treatment should help to reduce any movement. For 
gate manufacture, the largest cross sectional dimensions of timber currently used by Charltons 
was 75 x 125mm. 
 
For the work programme, it was recommended that 3 different products be produced: 

- Joinery 
- gates 
- Garden equipment. 

 
These should be produced using 3 different timber species. 
 
The following actions were recommended for the industrial partners: 
Easts: supply of Corsican pine for use, some material to be finger jointed. Material supplied to be 
in clean and blue format. 
Dingeman de Jong: material for door frames and cladding, or supply material requirements. 
Charltons: send spruce in cut, pre-formed and machined formats. Also to send some Austrian 
(silver?) fir. Could also send some oak 
Barnsdales: send joinery profiles 
 
Will be necessary to check availability carefully. The issue of stickering in the treatment plant may 
need to be resolved. 



 
The following materials were suggested for specific uses: 
 
Norway spruce: gates 
Austrian fir: fencing, playground / garden equipment 
Corsican pine: fencing 
Redwood heartwood: joinery 
Sitka spruce: maybe for cladding 
 
Material to be sent out as soon as possible (suggested in meeting by end May) 
 
There could be a way of co-ordinating transport (esp. from UK to Netherlands). 
 
 
In the afternoon of 28e of April all the partners travelled to Dingeman de Jong in Noordeloos. for a 
tour at this production location. Mr de Jong gave a tour at his company, showing different 
production lines of wooden sheds and other prefab building elements.  
 
End of the meeting. 
 
ACTION LIST 
 
PARTNER Action Wood species Period 
    
Foreco test trials  with pilot installation several, spruce, silver 

fir, birch 
July -august 

Easts supply wood for test runs Corsican pine August 
Easts supply wood finger jointing Corsican pine August 
Dingeman wood testruns - cladding Spruce + ? August 
Dingeman wood testruns – wood frames Spruce + ? August 
Charltons supply wood for gates Spruce, (Austrian 

Silver fir, Oak 
August 

Barnsdale  pre-profiled joinery beams for 
treatment 

Scots pine + ? August 

    
SHR, Bangor and 
BRE 

Meeting to plan research 
activities coming period 

 August 

SHR  test trials  with pilot installation at 
Foreco 

several, spruce, silver 
fir, birch 

July -august 

BRE Material testing  treated samples July to …. 
Bangor  Analyses of treatment oil treated samples May to  … 
Bangor  small scale material testing treated samples May to  … 
    
    
    
 
 
 
 


