22 72858 VENEER MANUFACTURI NG PROCESS This invention rel ate?ﬁo?ﬂ@ﬁ@ss
for manufacturing veneers, particularly on a conmmercial scale, for use in -

t he manuf acture of plywood or other preducts which utilise veneers. A
veneer is a thin |ayer of tinber of uniformthickness which is often

produced fromfine grained tinmbers for decorative purposes. |ndeed, veneers,

are often attached to other, cheaper, tinbers to create an appearance th

t he cheaper tinbers are thensel ves of the type of wood of the veneer.
Veneers are also comonly used in the rranilf acture of plywood which is
board consisting of a nunber of thin |aye

|l og is | oaded between the chucks of a lathe-like machine so that the |
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s of wood (of which one outer
| ayer is in this case, they %Eﬂ@£§@g§§§§#ifﬂ§i&i&gﬁgn@ﬁsﬁ the grain of each
| ayer is at a right angle t5-tt . process for

manuf acturi ng veneers is a process simlar to wood turning where a conpl ete

og

may be rot at edThisdnyention rglates tora pracessigr manydadtaring veneeds, plasthgnlatigon ul |

o the log as §Eopsariel SEIE bt bEin R ol Bpcti BF iBol pr dihetprofinb ™o

cont i nuous shewhichfutilivsetyemests f ace of the log along its full length. This

operation is sonetines referred to as 'shaving' the | og. However, this
process is limted by the dianeter of the chucks as to what dianeter t

| og may be cut ,d o; [ e t b b sed ar engr.al
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pl ace. This thprodiced &loasfihé gtaihédtifibees fof deberativg putposesiilndedd, veneers

are often attached to other, cheaper, timbers to create an appearance that

the cheaper timbers are themselves of the type of wood of the veneer.

Veneers are also commonly used in the manufacture of plywood which is a
board consisting' of a number of thin layers of wood (of which one outer
layer is in this case, the veneer) glued together so that the grain of each layer

is at a right angle to its neighbour.

A traditional process for manufacturing veneers is a process similar to wood
turning where a complete log is loaded between the chucks of a lathe-like
machine so that the log may be rotated about its axis. A cutting blade is
located along the full length of the machine, the cutting blade being capable
of being introduced to the log as it rotates to cut a thin layer of timber,
usually in a continuous sheet, from the surface of the log along its full length.

This operation is sometimes referred to as 'shaving' the log.

However, this process is limited by the diameter of the chucks as to what
diameter the log may be cut down to. In this respect, the logs utilised are
generally very large and thus require large diameter chucks to be held

securely in place. This then dictates that the size of the log remaining after

he

Iy
in

%




2 the operati.on is:reasonably significant and a | arge portion of the tinber
of the log is thus wasted. An object of the present invention is to seek to
provi de a veneer nanufacturing process that overcones, or at |least partly
alleviates, this difficulty. According to the invention there is provided a
veneer nanufacturing process, said process conprising placing a log within
a rk station, the work station having chucks at either end thereof for
rel edsably engagi ng respective ends of the log such that the log is
rotatable about its longitudinal axis, and_then rotating the |og about its
axis such that the rotating | og my be broaght I nto engagenent with a bl ade
system the bla system .extendi al g ubstantially.the.enti.re | epgth
of “the vork st athe PEHOR S AernaPH ks AR HseaPPYion P BoREDetEh t hat
a.rel atively thitRe ¢opisi thi®Wastegyer of timber of substantially uniform

t hi ckness is cut therefromas the log rotates, the blade system. ncl uding
retractabl e end sections that nay be retracted prior to the bl ade system

striking the ch , ab:hus al Lowi central blade section to,continue
engagensnt i ¢ n Aeoliel® o8 8 pRehefh Pn, 0T sk B BreRad X B ks,
According to a frdndfactutiagesocess fhae over@iidsOdr tdteledst paRlyoxllsiasteqPRAS at us
for a veneer manufacturing process, the apparatus including a work station
havi ng chucks atdiffictier end thereof for rel easabl y engagi ng the respective
ends of a log such that the log is rotatable about its |ongitudinal axis,
thEHa]tppar atus also including a blade system | ocated along the entire length
of

e work st atAeordihgeo tHedteerftioai thereie phayidetbavertes enammfdcdurisg gmeésl e of
novenent into and, out of eng ema&t wth the | og when at the work station

. gag 2 : ,
such that a rel AB1ARIOFCSSIFORPIIEG RIACing 198 vathin ATk staipay ther werkngiationf
uni form having chucks at either end thereof for releasably engaging respective ends

of the log such that the log is rotatable about its longitudinal axis, and then
rotating the log about its axis such that the rotating log may be brought into
engagement with a blade system, the blade system extending along
substantially the entire length of the work station and engaging' the log
during rotation thereof, such that a relatively thin continuous layer of timber
of substantially uniform thickness is cut therefrom as the log rotates, the
blade system including retractable end sections that may be retracted prior
to the blade system striking the chuck, thus allowing a central blade section
to continue engagement with the log to a diameter less than the diameter of
the. chucks.

According to a further aspect of the invention there is provided apparatus for

a veneer manufacturing process, the apparatus including a work station

- having chucks at either end thereof for releasably engaging the respective

| ends of a log such that the log is rotatable about its longitudinal axis, the
apparatus also including a blade system located along the entire length of the

work station, the blade system being adapted so as to be capable of

movement into and out of engagement with the log when at the work station

such that a relatively thin substantially continuous layer of timber of uniform



3 thickness is cut therefromas the |log rotates, the blade .system i ncl uding
retractabl e end sections that nay be retracted prior to the bl ade system-
striking a chuck, thus allowing a central blade section to continue
engagenment with the log to a dianeter |ess than the dianeter of the chucks.
In a preferred form the invention may al so include a neans for scoring the
| og about the circunference thereof between each retractable end section -
and the central blade section. The presence of such a scoring neans
suitably assists in providing a snooth transition fromthe production of a
veneer having the full length of the log3to a veneer of the length of the

t bl ad i |y. . Thus, h t t ahl d tiQ |
Fetracted. thdBEEBRRS SHEHETSHAMERS BieoIgHEothitbotin BAYENTReTR INaRaREr end
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bet ween which the central blade secti may oper a 0 renov
| ayer of ti nbetriking ai chuck, sthuse aHpwingciaatcertrahdsladdrese¢ibgeto Védntinueavel

t hrough appar at us_enbodyi n tGF i nvention after being cut framthe log to
be passed to &NPARTETINATITS B0 Tamelfidee e the Aberetes of ther gy,
rolled in a continuous length so as to be ready for further processing as

necessary. A method and apparatus enbodying the invention are hereinafter
descri bed, by lndyprsferssdifigrme thejiinventiohenanalso imclndea aveamsifonydorngthew ngs.

_However, it w er.st ood that ..t he .f.ol | owi ng . description is not to
lint the gené{)élalg&;}yg} f‘%‘%e“%%&?féced@'%‘?qf&qtﬂﬁ?n efgh setractable end secBRRof a .
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assists in providing a smooth transition from the production of a veneer

having the full length of the log to a veneer of the length of the centre blade
section only. Thus, as the retractable end sections are retracted, the scoring
means may be brought into engagement at either end of the central blade
section, creating shoulders at either end of the log between which the central

- blade section may operate to remove the thin layer of timber. -

It will also be appreciated that the veneer will travel through apparatus
embodying the invention after being cut from the log to be passed to a
-veneer handling section where the veneer is preferably rolled in a continuous

length so as to be ready for further processing as necessary.

A method and apparatus embodying the invention are hereinafter described,
by way of example, with reference to the accompanying drawings. However,
it will be understood that the following description is not to limit the

generality of the above description.

Fig.l is a side view of a log as loaded in a conventional veneer

manufacturing system;

Fig.2 is a side view of the log of Fig. 1 after the process has been completed;



Fig.2 is a side viewof the log of Fig. 1 after the process has been

conpl et ed; 4 Fig.3is a side viewof the log of Figs. 1 and 2 after
further processing by the veneer manufacturing process according to the
preferred enbodi nent of the present invention; and Fig.4 is an end view of
the centradl blade section of the enbodiment of Fig. 3. Illustrated in Fig.1
Is the work station of a traditional veneer manufacturing process. Located
wit¥h the work station is a |l og 10 that has been felled and rermains in an
untreated formw th the exception of the freshly cut ends 12 and 14. Each
of the ends 12 and 14 of the log 10 is helf by chucks 16 and 18 in pl ace

wi-t hin the worki station., Thys, the aratus. of the veneer manufacturing
process is abl el'ﬁg?’rl%?é’t ‘ﬂﬁ‘@#%ﬁff’@%{@g& Lig 45&3‘1 ChATOCER$ILSE g%e

i ndi cated by arr, hdd #T?{w{ﬁ\g Ad; as
illustrated in E?ge% mgﬂ%qagﬁé gg’q?%éég?ﬁ%g@ggﬁh n ki g(? %’b@?gﬂ%ﬂ%ﬁ? 0 euced
al ong the ent.ir epressmgtilventioh; & | og 10 as the log rotates, to engage the

| og and cut therefroma thin continuous |ayer of tinber of uniform
t hi ckness. Thus, the log 10 is 'shaved' until it reaches a dianeter which

appr oxi mat es t o gipg iflhaGdSiew 0\ Seiteamiladebdotionbffthd embodiMent of Fize
bl ade 20 being of "a I ength that overlaps beyond the | ength of the | og,

ext endi ng beyond.t he chucks 16, the operation nust be discontinued once the
di aneter of the |og approaches that of the chucks. Therefore, when

o Ilustrated in Fig.1 is the work station of a traditional veneer manufacturing
process. Located within the work station is a log 10 that has been felled and

remains in an untreated form with the exception of the freshly cut ends 12
and 14.

Each of the ends 12 and 14 of the log 10 is held by chucks 16 and 18 in place
within the working station. Thus, the apparatus of the veneer manufacturing
process is able to rotate the log 10 about its longitudinal axis as indicated by

arrow A,

In the traditional veneer manufacturing process as illustrated in Fig.1, a
blade 20 (as illustrated in Fig. 2) is introduced along the entire length L of
the log 10 as the log rotates, to engage the log and cut therefrom a thin
continuous layer of timber of uniform thickness. Thus, the log 10 is 'shaved'
until it reaches a diameter which approximates to the diameter shown

- schematically in Fig. 2.

Due to the blade 20 being of a length that overlaps beyond the length of the
log, extending beyond the chucks 16, the operation must be discontinued
once the diameter of the log approaches that of the chucks. Therefore, when
chucks having a diameter of, for example, twenty centimetres (20cm) need

to be utilised in order to support a log of particular weight, the diameter of



chucks having a dianeter of, for exanple, twenty centinetres (20cm need to
n order to support a |og of particular weight, the dianeter -of
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It will also be appreciated that due to the differing lengths of logs which are
utilised in such processes, it has not been possible simply to provide a shorter
length blade. This would cause difficulties in removing the outer rough layer

of the timber, and also in providing an acceptably neat edge for the veneer

-.produced. C

Therefore, apparatus embodying the present invention includes a blade
system as illustrated in Fig. 3. The blade system utilises a central blade
section 22 and retractable end sections 24 located at either end thereof. The
blade system also includes scoring means 26 in association with each end of
the central blade section 22.

In this embodiment, the central blade section 22 and the two retractable end
sections 24 may be arranged as one single length during operation of the
veneer manufacturing process of a log from the state indicated generally by
Fig. 1 to the state indicated generally by Fig. 2. However, once the diameter
of the log has been reduced to a point close to the diameter of the chucks,
the retractable end sections are retracted and the scoring means 26 is
introduced, so as to continue the operation to reduce the diameter of the log

to a diameter significantly less than the diameter of the chucks.

f alog
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of the | og has been reduced to a point close to the dianeter of the chucks,
the retractable end sections are retracted and the scoring nmeans 26 is
introduced, so as to continue the operation to reduce the dianeter of the
log to a dianeter significantly less than the dianeter of the chucks. 6
It can thus be seen that a far greater volune of the log may be utilised
for produci ng veneers according to this manufacturing process, and the ends
of t¥e veneer as produced after the retractable end sections are retracted
are clean cut as provided by the scoring neans. In this enbodinent, it wll
be appreciated that the Iength of the centPal bl ade section 22 may be of a
| ength that is rtaipn to be w,thin the absol.ute | th of each.of the |ogs
which are Iikel tcénﬁg“%g%ae‘?ﬁrlmv{h@ﬁé‘r@ SEeALer volime Oﬁgd% fngy Pﬁg%ed £0f
génerated are a goaféing9Bhedr9A0&TdinAd thiemERhEMKinE!REGesS Shld OB s dehe
only significant anount of |oss w be during that “portion of the

oper ati on wher e thaeeneer acprasiueed afics tha rasractable endsecttonsdare Antragtedpre of
the type of clarﬁiaﬁggﬁr#an e gtbf r the central blade section 22 of the
enbodi ment il ust¥ SP V]?é VOV G SCPHBE Sy in Fig.4. In this Figure
there is provided a body 28 having a cl anpi ng nenber 30 adjustably secured
thereto by screws 32 and 34, for securing therebetween the central bl ade

section 22. The ladhisreambadimgat, dtowill heappreciaigdahaighp dength of theccentral bladensi on.

beyond t he body . 1 g\ l.e scr. \ . h [i.Ng
means 26 is provsl%gtégylzg Wef gfr?n [0 .L&ghf%l?rllso?cr “g\géégg(% ﬁlé?g%f :§1,bs @‘&%ﬁg%gtgt t he
top—end of the hefcbacBflilie Vogs which arelikelTberesusdd iante $Pocess. Thus, even if

the logs generated are a great deal longer than the central blade section 22,

ar

the only significant amount of loss will be during that portion of the

operation where the retractable end sections are retracted.

An example of the type of clamping arrangement for the central blade
section 22 of the embodiment illustrated in Fig.3, is illustrated-in Fig.4. In
this Figure there is provided a body 28 having a clamping member 30
adjustably secured thereto by screws 32 and 34, for securing therebetween
the central blade section 22. The central blade section 22 may also be
', adjusted for extension beyond the body 28 by virtue of adjustable screw
~ member 36. |
The scoring means 26 is provided in the form of a minor blade adjustably
secured at the top end of the body 28 by way of screw members 38 and 40.
The scoring means 26 is configured so as to be capable of being brought into
and out of engagement with the log at a predetermined period during the
operation of the process. This predetermined period is that period during

which the retractable end sections 24 (as illustrated in Fig. 3) are retracted.

It will also be appreciated that as the central blade section 22 cuts through
the surface of the rotating log 10 (not shown in Fig. 4) the thin layer of



The scoring nmeans 26 is configured so as to be capabl e of heing brought
into and out of engagenent with the log at a predeterm ned peri.od during -
the-operation of the process. This predetermined périod is that period
during which the retractable end sections 24 (as illustrated in Fig. 3) are
retracted. It will also be appreciated that as the central blade section 22
cuts through the surface of the rotatlng |l og 10 (not shown in Fig. 4) the.
thin | ayer of 7 tinmber which is 'shaved' therefrom passes over the to‘p‘
inclined surface 42 of the body 28 to b@ passed to the rear of the
apparatus and preferably to be collected for storage and further treatnent
i f necessar y tinghep shjch is i shaygd’ thesefrom passes averdhe toptinelined surfage 4Qa>fahdner
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cl ai ms. 8 férstbriake indfurﬂﬁr‘tﬁﬂﬁih’ntﬁ'lﬁﬁ&és% ring process, said pr 00355
conprising placing a log within a work statlon the work station having

chucks at either end thereof for releasably engaging respective ends of the

| og such tha&;rr}aﬂg I?g‘{’hf t;eo é@a%dﬁg?ax {ef]élll‘}%gt 'y ﬂﬁn?@&% and t hen

rotating the about 1ts s suc r ought
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substantl ally the entire length of the work station and engagi ng
of the present invention as defined by the claims.



the I og during rotation thereof, such that a relatively thW
| ayer of tinber of substantially uniformthickness is cut tﬂ -he
I'og rotates, the blade systemincluding retractable end sec IMWW’I
be retracted prior to the bl ade systemstriking the chuck, thus altl ow "
central blade section to continue engagenent with the log to a di aneter
Iess“i;;t‘,-han t he diameter of the chucks. 2. A veneer manufacturing process
according to Claim1l, the process including using a neans for scoring the

| og about the circunference thereof betwedeh each retractable end section
and the central blade section, such that as the retractable end sections
ar'e retracted, the scoring neans may beChAIMSht into engagenent at either
end of the central blade section, creating shoulders at either end of the

| og between which the central blade section nay operate to renove the thin

layer of tinbery, 3. Aveﬂeéﬁﬂﬁﬁffadfﬁ'i‘x&g FdckSs! Sld PERESSSorprisiag! plagink & fogai M 1
or Aaim2, wherein the veneer trave g from t.h;ﬁbl ade s ste%baftgr lggi ng
cut fromthe | owithin dwopstation,ttbe avork station havidg ichucks &t either endahereofhforveneer

isrolled in a conti.nuous length so as to.be ready, f ur.t her. processing
as necessary. re?‘?sﬂ’?y engaﬁggggﬁeﬁgvefg}d.s ?%ﬁg%ﬁucﬂé?ﬁ}?é%{oﬁl‘f’ Fﬂja‘ﬁ@%‘é%‘g, t he
apparat us i ncl uf4 fagRudiBd 'axf! aid ®Bn FaxinEothe fits Blid Sivh 1 thd fogitipgf for
rel easably engagi ng the respective ends of a log such that the log is

rotatabl e about logtmay dedproughtriato engagementewith sablade sysi¢mo thenbladelisygea bl ade
SyRLEM |05t ed ol i U g Ml RO bl A 1, o e
engagement Wi t hyhbhgg Idaging6ttion thereof, such that a relatively thin continuous layer of

timber of substantially uniform thickness is cut therefrom as the log rotatés, the

blade system including retractable end sections which may be retracted prior to

the blade system striking the chuck, thus allowing a central blade section to

continue engagement with the log to a diameter less than the diameter of the

chucks.

2. A veneer manufacturing process according to C.laim 1, the process
including' using a means for scoring the log about the circumference thereof
between each retractable end section and the central blade section, such that as
the retractable end sections are retracted, the scoring means may be brought into
engagement at either end of the central blade section, creating shoulders at either
end of the log between which the central blade section may operate to remove
the thin layer of timber.

3. A veneer manufacturing process according to Claim 1 or Claim 2,
wherein the veneer travels from the blade system after being cut from the log to
be passed to a veneer handling section where the veneer is rolled in a continuous

length so as to be ready for further processing as necessary.



at the work station such that a relatively thin substantially continuous
| a uni formthickness is cut therefromas the log rotates,~
thﬂ'ﬂlmmmmmncl udi ng retractable end sections which nmay be retracted
pridr to thé blfad® systemstriking a chuck , thus allowing a central bl ade
section to continue engagenent with the log to a dianeter |ess than the

-di aneter of the chucks. 5. Appar atus according to Caim4, including é‘,

..

means for scoring the | og about the circunference thereof between each i

retractable end section and the central tg ade secti.on. 6. ~Appar at us
according to Claim4 or Claimb5, wherein“ach scoring neans is a bl ade

whi ch i dj bl t t abl ecur ed.adj acent .t he ends .,of. the ;
celn'f r a: Sb?ajdgsis'gct ?%ﬁﬁ%&?%ﬁ?%v%éeeﬁg\;ﬁgg f%B? OFFNighe ABPRGUS IBEINEANE g at a

singl e ci rcunf ik istdtioROdving Bk it et @ha aRtRBE ?oﬁfég%&tﬁgfy'ﬁiﬁﬁff,e

retracted. 7. A veneer manufacturing process accor

substanti al | y B¢ mspestivedesds idfed logt buchefthate thee log iFi ptataBleanbiout is. An

appar at us accoy dj . .ai stantially as ,herein described, with

rof er ences t Oojﬁﬂg@'gd@gl&%g tHe %ppﬂ‘é?us 2% 1nclu3/1ng a ande system ocated along
the entire length of the work station, the blade system being adapted so as
to be capable of movement into and out of engagement with the log when

at the work station such that a relatively thin substantially continuous layer

of timber of uniform thickness is cut therefrom as the log rotates, the blade o

system including retractable end sections which may be retracted prior to the
blade system striking a chuck, thus allowing a central blade section to

continue engagement with the log to a diameter less than the diameter of the
chucks. '

5. Apparatus according to Claim 4, including a means for scoring the log
about the circumference thereof between each retractable end section and

the central blade section.

6. Apparatus according to Claim 4 or Claim 5, wherein each scoring

' means is a blade which is adjustably and retractably secured adjacent the
ends of the central blade section so as to be capable of scoring the rotatable
log at a single circumferential position when the retractable end sections are
retracted.

7. A veneer manufacturing process according to Claim 1, substantially

as herein described with reference to Figs. 3 and 4.

8. An apparatus according to Claim 4, substantially as herein described
with references to Figs. 3 & 4.



