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Technical Topics

Wood Structural Panels  
and Phytosanitary Control
The export and import of wood products creates the potential that unwanted organisms, such as insects, are also 

transported, thereby creating a risk of infestation. To reduce this risk, various national and international regulatory 

bodies develop phytosanitary control measures for the import/export of woody materials.

The possibility of insect infestation from wood structural panels, such as structural plywood and oriented strand board 

(OSB), is greatly diminished by the manufacturing processes. The result of the various wood structural wood panel 

manufacturing processes destroys organisms that may be present in the wood before processing. This destruction is 

assured by a number of severe environments that the raw materials experience during the manufacturing process. 

These environments of typical manufacturing are briefly described below:

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

veneer cutting or strand generation process.

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

are cut. The strands used in OSB are cut by a series of high speed knives that slice off strands that are approxi-

mately 0.025 inch thick.

• Veneer is dried at temperatures between 325°F and 350°F. The veneer stays in the dryer for 6 to 15 minutes. Strands, 

on the other hand, are dried at temperatures of 600°F to 1200°F as it passes through a rotary or screen dryer.

• The veneers are then assembled into plywood blanks and pressed at 150 to 210 psi at press temperatures of 325° to 

375°F until the panel is elevated to a minimum of 220°F at the core of the panel. This temperature is maintained 

for a minimum of two minutes to ensure adequate glue bond. Similarly, OSB panels are pressed at 500 to 700 psi 

and 375° to 400°F for three to six minutes.

During production of structural plywood and OSB, the wood used to fabricate the panel is elevated to temperatures 

above 212°F at least twice during the manufacturing process. Literature indicates that organisms die at 165°F and 

physically break down at 212°F, the boiling point of water. Therefore, the manufacturing process for wood structural 

panels mitigates the risk of insect or fungal infestation of the finished panel. Of course, infestation may occur after 

manufacturing whether in storage, transit, or in situ (installed).
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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 for product performance or designs as actually constructed.

PHYTOSANITARY REGULATION ISPM 15

The Regulation of Wood Packaging Material in International Trade developed by the International Standards for Phytosanitary 

Measures, also known as ISPM 15, describes phytosanitary measures that reduce the risk of introduction and spread 

of pests associated with the movement in international trade of wood packaging material made from raw wood. The 

standard is widely adopted internationally because the standard is considered to significantly reduce the spread of 

pests and subsequently mitigates their negative impacts on forests and the environment. The standard specifies heat 

treating or treating with methyl bromide as primary means of meeting the standard. 

Because of the aforementioned manufacturing conditions involved with manufactured panels, ISPM 15 provides the 

following exemption applicable to structural plywood and OSB (emphasis added):

2.1 Exemptions 

The following articles are of sufficiently low risk to be exempted from the provisions of this standard: 

• wood packaging material made entirely from thin wood (6 mm or less in thickness) 

• wood packaging made wholly of processed wood material, such as plywood, particle board, oriented strand 

board or veneer that has been created using glue, heat or pressure, or a combination thereof 

• barrels for wine and spirit that have been heated during manufacture 

• gift boxes for wine, cigars and other commodities made from wood that has been processed and/or 

 manufactured in a way that renders it free of pests 

• sawdust, wood shavings and wood wool 

• wood components permanently attached to freight vehicles and containers. 

In summary, structural plywood and OSB are exempt from ISPM 15 due to the manufacturing process that has rendered 

the product to be considered low risk.
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