D100829PC MR/ ABB Process for the manufacture of a
veneer The invention relates to a process for the

wouromsioagi7ur e of a veneer, to a process for thePCI/EP2005/012118

10

15

20

25

manuf acture of a beamlike block of wood from which

said veneer is manu factured, to the veneer and the
beam | i ke bl ock per se whi ch- hre produced by neans of
said processes, as well as to a device for carrying

out said processes. In said processes, particular

adhesi ves based on a pol yurethane may be used. As is
known, the manufacture of veneers is a pradue@d208C MR/ABB
techni que for the manu facture of decorative,

hi gh-quality surface materials nmade fromreal wood.
Thereby, in the conventional manufacture of veneers,

| ogs are decorticated, or "de-barked," then said | ogs

are sawn into halves, thirds, quarters or other parts

of alog (so c "dlid ches” nd e subsequentl|y

wat ered, as a ?il:}fog,gssftfgft eel\}lé‘flﬁacg'é TR VRS ner eased
tenperature, in order to prepare themfor the

subsequent cut ting to veneer, the so-called slicing.
Then, said slicing process results in veneers having a
dilihe dpesntion Fileirniosspropess ferhamanuiastise pEa Hendengo a process for
t R ckness | st ehby, . fdependent
ogﬁeﬁﬁ‘e cu%ttﬁfen(gﬂoigpg%}é%%? h?#}ékt (gfe‘%(c)) al‘)ﬁggﬁlﬁ ?os’ b(f:l ACGhe hanu-
difathireduiosthe svenedraminthichigcagplikabloel 5 seesthi¢RnNe€hroduced by
(horizogtal or vertical_ slicing), the so-called peel ed

v 8Ha8S Of s Brapesses. @ el rioradevatedpr 6eryiag eBheaid pecesses. In
g i e

vertically slicing, is presented in the Fig. 15 to 17.
Fig. 15 shows a bisected log 10 which is sliced al ong

the .direction of the wod fiber. On_the other hand

F§.1S FBAWE: e mangifchre P? PGS IS AREQdction yeqhpiqudor fhgapanu-

Sk 1 YRR DL 5oL sk el ARt ot
" Bhetebnginbther abhventional manufacture of veneers, logs are decorticated, or
“de-barked,” then said logs are sawn into halves, thirds, quarters or other parts of
a log (so called “flitches”) and are subsequently watered, as a rule, for several
days at an increased temperature, in order to prepare them for the subsequent cut-
ting to veneer, the so-called slicing. Then, said slicing process results in veneers
having a different thickness, for example veneers having a thickness of approxi-
mately 0.5 mm, whereby, dependent on the cutting process, in the obtained prod-
uct, one distinguishes between the so-called sliced veneer (horizontal or vertical

slicing), the so-called peeled veneer (rotary slicing) or the staylog (eccentrical

rotary slicing).

Schematically, in perspective views, the widest spread slicing, the horizontally or
vertically slicing, is presented in the Fig. 15 to 17. Fig. 15 shows a bisected log 10
which is sliced along the direction of the wood fiber. On the other hand, Fig. 16



bei ng shown in Fig. 17. For technol ogi cal reasons,
sai d backi ng board cannot be processed to a veneer

woeowmuse74 he nmountings in the cutting equi pnenPCTaBRs®54a12118
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wast e which cannot be further processed. Subsequently,
the so obtained raw veneer nostly having thicknesses

of fromabout 0.45 mmto 2.52mm preferably of from

0.45 mMmto 0.8 mm is dried within sone m nutes,
preferably at tenperatures above 100 OC. In case of
sad by slow rudiaingdranscarselp b Riei figr dirsetiah. Wahesguentgto said slic-

additionally suhjec to .a pressing step. " . "
Stsaron § Jrasterhoaf Tl semafs FRBEH" s tfhep oo gpaing foard
| Beifi@sh&Wn ¢ £ d7NBor Rckidd %ca*l ir84s0nd; @hidSEHclingU daird) garinot be
size, high material |osses have to be accepted, which
cpmvckwsed ffo taova@RenbecRase tiermRentsrgs tihdhe cpiiag, et (G@pse a
cutting.to siz ]ilpésrelrl abl ect veneer i s generated

h g5t grcts eApgLe MPE IPCRSE oxi mately 0.6 m. This
problemw th the manufacture of a veneer which is a

preci se, however conplex and highly wasteful process,

is intensified by the fact that the starting mate rial
" Golsgquenslyp dlae iso eabjaingd: s veseer mastly Apvigsdfiskpesses of from

Ther as le, | ' , t :

| BB 4R b GRf Bl P 68 e RN Atin
aBoraé aERhRb)| @efctdd aplcageiuree tigee. 100f *Gitinahase obsttong corru-
very experienced wood purchasers are capable of .making

r ez ab [ YuckBag. seif yepreads dddiimelly subjReied FOYBSESIng step.
quality. Inelusions, linb rudinments and inperfections

in the log are nost often unrecogniz able, and

therefore result in defects in the raw veneer that

f SeBsegnédtly, tandiddd dae eneearis edt foovizd 4rel i§ sottéeaccording to quali-
processing. Al this results.in u 0 85 % materi,al,.
wiiss. 98 SaINAUEHE Tor 5k 1 A HLoges 26V g’gb% AcGeBteflyWhich can
fi,pal, (PEeIyct veneer, which has to be accepted in said

manufacturing process. A conventional subsequent
wor ki ng process for the manufacture of a conpl eted

Per stroke of the slicer, and after cutting to size, a (sellable) veneer is generated

having a surface area of approximately 0.6 m®.

This problem with the manufacture of a veneer which is a precise, however com-
plex and highly wasteful process, is intensified by the fact that the starting mate-
rial "wood" respectively "tree" is a natural product. Thereby, as a rule, it can not
be predicted, whether a log being used for the veneer manufacture results in an
acceptable final product veneer. If at all, only very experienced wood purchasers
are capable of making reasonably realistic predictions of end product quality. In-
clusions, limb rudiments and imperfections in the log are most often unrecogniz-
able, and therefore result in defects in the raw veneer that frequently cannot be

accepted for its further processing. All this results in up to 85 % material waste
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wO2feioadartg factory, "

surface consists in the assenbling of severa

i ndi vi dual veneer sheets in an assembly factory, or
and in the subsequent tri poTmg2mE5/012118
said assem bl ed/ spliced veneer surfaces. As a rule,

the assenbling/splicing of the veneer sheets is

carried out by gluing i ndi virdual veneer sheets, and,

in fact mostly by sinultaneously applying heat and
pressure, using so called, |ongitudinal or cross feed
sginetdtiog frams ithaves mmhl@g upt teethg fimphprodecttveeearhivhichrus to
Q eMAt gnghh veneer sheets which cannot be

easﬁcepfﬁaﬁn 61}1811%8@:@%6 conmpl ex, and no

strlated thin, linear |ooking veneers can be
nanufactured because, for achieving an adequate

gl uing, the veneer sheets to be assenbl ed have to have
aAcaonventiong siibsedueni Wpﬁﬂngﬁmqq@e& fesrthe manufactualof a completed

azgx%acé )%(‘élns?%?s 1?‘1[ g g%tg %rﬁ&qg 0;18:63/% al 1 (g\él\ﬁgi%uve%ﬁ%fpﬁg%é 1ensan assem-

@tdryf, ar tficipofacidry’ aben Qid@bbéliuﬁhﬁtnmmmg of sa1d assem-
Su uently, the obtained veneer can be applied
gb! aﬁif 1G9t YPngels s §acesat As asuéﬁ the apsembing/splicingapt therﬁ@neer

SRR 1 SRl A 1 BRRRS R Vi RIS B delpay by
f amultheeonslyufppbyting heabfandqﬁasn&, ulsmgaibOctaﬂiedi léggtadinahbr cross
pr o t he sp-call ed "AﬁJan nethdg sai d raw veneer,

Pleod 5phéing dnachings. AP ERYes etﬁlmélﬁpﬁ ? Hhinemy thergiit, sensitive
EneE: SheBtsMRichNch&lot tbgeeaQB/ H LBPLDE, 6L c&ﬁglex and no

edges engt hw se the st s eets of veneer are
asmiaﬁeé,dthunﬂmea' lsukmg rvanearbyambarmsarmfacgiwd becaubd) Sot ychlevmg

PEALRIS At TR “berts £ bepareerbied (Ha* artébe pgarsi

t REUARE Fid RN Farth&fekd, Sthé ﬂoéa@\’é{ﬁﬁh@i‘cﬁ)ﬁ  offBeak féﬁn rh%gteﬁm wood
si zes do not necessari | ¥ mat ch” the size of the plywood

plsmpertleséfpnemmﬂ thet opllag),ind e pese rgluramusstdetremore in the region
r SAHL Ie i ntegrated process. The veneer
0 ue Jomt

Subsequently, the obtained veneer can be applied by gluing onto a substrate, such

as a particle board.

The above described process steps are comprised by the so-called "European

method" or "North American method" for the manufacture of veneers.

In another technical process, the so-called "Asian method", said raw veneer is
obtained in a thickness of approximately from 0.1 mm to 0.8 mm. After the op-
tional clipping of the edges (lengthwise), the still wet sheets of veneer are applied
onto a substrate by means of gluing. Mostly the substrate is plywood. Then, the
customers buy the “fancy plywood” and cut out the part of the panel that they
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after the slicing of the flitch / block has a high
hum dity content (above the fiber saturation point).

waoaeeansingg7i he sheet laying for a little while cPeatE®s005/012118

nol d and deterioration of the veneers making them
unusabl e. No storage or transportation over |onger

di stances i s possible. Onl y'énce the veneer is pressed
on the substrate, the product can be

transported/ handl ed. The val ue of the substrate is

ceaedi dbisapsulis|inwey yidkdsn as e nesdedsizés de bt ndasmadhyymateh the

venee roduct. can be economcally trans ported
s?%%?#iihgg %f’dfpzﬂ;l?lher than a fancy plywood product.
This is particularly important with increasing
transport cost. The precision required to produce
these extrenely thin veneers is only possible with

edaif gadan styleay V@awrtwuﬁmmrjngoneqdmwean 'gg@mtg@ growlss. The ve-
' o F Us. i
SRS ReP G U B bk o b AEREREo AR 5% e

stibgeawesidnpoia) IRaviskitkesheefRYinBr 8llitld @hils sfedtes mold and
pat ent suggests adhesives such as epogy resin,
Qi

phdeisrpidont ek fhe vemaers araking them weuspble. Naij siorage 91 gBasPRsBtion
. . . - .
S AP IE RS Dl 8 5539 pg st

athd psedygesdishe watishoged/IngrdWdo The prlne @Fshe subsPAE iBE@ERIdeYably
keep the hu mdity content of the wpod on or above the
tiomer thanhe ¥enesnitisdh hberebyya yraeer rradurt gar bergspnomically trans-

- Q. 1 i il I . . S
R o BB R AR PLIGY PRI AEERR, K p By im
praytes withiibcrbasng toadspors tostct | y paid attention that the
hum dity content of the wood is not decreased, also

not short-terned. Finally, said veneer having a
t hi ckness between 0.1 and 0.8 nmand a hunmidity

CPRY Br¥kistin FERLBed RAProliNG iHeBEExFAhAY RhinORnBYsNE off s{)&%ible
wood ["ai d and gl

I's overlal ued ontoasgb Strate. The U
3vBb zqEsmedi thel mwdypitdlly gbduaedessfthand stheetsemmadinkte.
pi eces of wood fol |owed by slicing, whereby the
gluing is carried out by the application of a special
Further, the US 3,969,558 discloses the gluing of short pieces of a wooden beam,
which subsequently can be sliced. For the gluing, said patent suggests adhesives
such as epoxy resin, phenolic resin and resorcinol resin. Said US 3,969,558 aims
to avoid the heating/boiling process to be applied in the conventional manufacture
of veneers, and suggests, during the whole process, to permanently keep the hu-
midity content of the wood on or above the fiber saturation point. Further, said
document suggests that no heating/boiling process takes place prior to the cutting.
Therefore, during the whole process, it has to be strictly paid attention that the
humidity content of the wood is not decreased, also not short-termed. Finally, said
veneer having a thickness between 0.1 and 0.8 mm and a humidity content of
more than the fiber saturation point of the wood is overlaid and glued onto a sub-

strate.
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pol yur et hane adhesi ve which al so cures in the presence
of humdity. US 3,977,449 discloses a process for the

waoamsfoagi7ur e of wood veneer having a | arge ar eRCam#2005/012118

el abor at e desi gned wooden patterns adaptable for

mass- production. In said process, a log is sawn or
sliced into a plurality of F Adi vi dual flitches which
are snoot hed on the surfaces and are subsequently

| ued by an adhesive to forma conposite flitch. The
ngpH& $V,89’f,ﬁ$1t disclosessilie sghving rmif| shos] beasatlike rfienemod wood fol-

f W de eneer which be..ql ued to a .
SRR Pt R A S ENaT Y PR AR lne o poci
Tpolpuehans adHesivp WaE@Sdso @lrbs MitBO fredde GXLNHMAHyO UL
while the wood is maintained at a humdity content at

or above the fiber saturation point of the wood. Al so
the hum dity content of the obtained veneer is kept at

SURY %WM‘Qh séli)&%‘ fa a]gr%géjs% a}‘éllf a xﬁ%ur}écmr%egttxggg%ggﬁeer having a

convéntt onal manufacture veneers, so-

tiegbnraadndvetateedts dadignadl weodeA Patternk AdAFRERIE &6t idsRFoduction.

sai d veneer type, it is aspired to achieve a constant

Juaridiproesse: aa%ailﬁ% Qfrdiced Hie p pbirality ofipdividual fhischgp mérich

t j ISt f fl:

58 S 801 SR Rl 13T R CELs o

compesite ditah. Theremmpasiit fliet ipsabsdustehesiced t6 bR sheet of
after a pretﬁeat nt. such as dyeing or baking of

L)
?Wlf% Sagdeeneruhigh may Receluertte pethsiategia togersty means of an
QRhé&dine dl"lﬁﬁﬁg{oiu@lthé oS %‘ﬂuﬁgﬁ(ﬁ Eraer Sirfikd O&F w}ﬂ—llget'hg B¥ood is

a veneer surface cah be creat ving a nost Yy
prateined nitre dusidifyacenterttratodruateye dhel fthiee samtationapoint of the

wast.e ,gan .be reduced. er, .the so obtajned veneers
AP AR et diontebl B Heobotbipen Sonmen st ks dbpes the
ibeRsAuRdbARbiny.eneer surface, because the obtai ned

final product has an artificial aesthetic, and does

not give the inpression of real wood. It is also

obvi ous that such processes are conparatively

| ex.. The invention is based on the bl em.t
AR B, s L Bn RE Vsl s olied e veneers are
also known. In manufacturing said veneer type, it is aspired to achieve a constant
quality and a dimensional accuracy in order to be able to better predict the char-

acteristics of the final product veneer.

In this context, for example, conventionally manufactured peeled veneers, option-
ally after a pretreatment such as dyeing or baking of structures, are glued to each
other, and the so obtained material is subsequently re-sliced. Thereby, a veneer
surface can be created having a mostly predetermined surface structure, and the
material waste can be reduced. However, the so obtained veneers are, concerning
their surface, by no means comparable with a normal veneer surface, because the
obtained final product has an artificial aesthetic, and does not give the impression

of real wood. It is also obvious that such processes are comparatively complex.
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ture of veneers currently known such that, starting
fromthe original enployed raw material wood, a high

weoizadeth7ed74t he hi gh-quality final product veneerPCTtam26/012118

achieved with m nimal conplexity. Thereby, on the one
hand, the process should be kept as sinple as

possi bl e, and on the other h&nd, the further

processi ng of the obtained veneer should be
facilitated for the user, for exanple, the

nBiuFeRtigrels baseds on Wietueempaimpraviedhe pracasseh éortbmaenyfac-

t ' t d | d shoul.d be .
oA, EFLIEH Sy Ko Rien G2 oHEM BB Mo Siginglamployed
stagnhategiak b highofieldnsT thb MOREQIRIEY Yingl ¥RIABE! veneer can be

manuf acturing process, in particular slicers allow n
stchigveg Wicammphcanplesity. Jhembyseie theonsdrand; tha peocesashpuld

' i S: S e act ure of
O 66 o SioRfe Y6 Horh1d o BTRE oBl pAMC TR B Hro s R of ine
bobtsihed cexwdiee ehdudd be @Edilytategd fotltheSiet] foF ¢ 2B GRdrAifRGurer
to. ¢laim 35. Further, the solution of said object
d igge. Fidheraers 481the evepeera threasriidtice ob) the kised repd owood
f . . .\ r 0 i .
 Hould e BRMREL I SaAlod it PRPHE REEH IS Hed Randard gquipment
bdfob& Bofopsaostyfrevense manufaotakimgprooessniaepeticdnt slictmialiowing

33 respecti.vel y cl ai 30 or 32. Particularly
ﬁi‘@#’@r#’%‘&éﬂﬁ%@ﬁ@ﬁé(gs‘i’c?Ftstpﬁ‘émi"PW%nti on are defined in
t he dependent clainms. Wth this, the entire wording of
all clains is incorporated into this de scription by

reference. In the process for the manufacture of a
Visné ebjealcis solved iy agprodess farventriaonfactnoao O véeer hivdng the fea-

S deofnt flafin ) 350 by BSaRSE iE piralis R s prodess ac-
hopdiells ty cla@n3B D Fafhéd R Lafdh Of saP nglect%n?%@g?% Sbnufac-

wood I's cut along a defined section plane
viareedr a heararlidiebdoakooft weod forghe invmpfachue lof arvenedrenchbmag to

e GRS e eBho PR e st 054 per se ac-

poediag &dindepeéhdent claim 33 respectively claims 30 or 32.

Particularly preferred embodiments of the invention are defined in the dependent
claims. With this, the entire wording of all claims is incorporated into this de-

scription by reference.

In the process for the manufacture of a veneer according to the invention, board-
like, plane pieces of wood are firstly holohedrally glued with a glue/adhesive that
also cures in the presence of humidity to a beam-like block of wood. Said block of

wood is cut along a defined section plane to a veneer.



carried out at an increased tenperature, preferably at
a tenperature of > 60 C, nore preferred at a

woenp@red7yre of > 70 C, in particular at a tenperaros/012118
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between 75 and 85 C. A tenperature of approximtely 80

OCis well suited. Said watering and/or tenpering is

carried out over a period of -greferably several days,

in particular over a period of nore than two days, in

particul ar over a period of two to three days. The

veAemrdimgato the invehtaom el Bdiaimmhkabﬁ)chaﬁ'rmd)dd(ﬁ; whteel sat/or tem-
C |n is dried in order to

%‘E ¥P o, i %H(t?’g’;& c‘?ﬁlrﬁr ﬂr?ewﬁﬁ% &nd/op érmgeertngr prefegably is
p od e butt z?ceanV\ﬁleféaséar ﬁfi‘fg)@%}é ?%?@aﬁy e Al b %ﬂgg %‘g @080 °C,

the dried veneer is nor e refer
60moge preferied mba éerppeaitora &> B P@wm}iart%uldr rat pagrhperttuge hetween

or 01 411G e leBerariied aPpto et RSl Sdedeen o

and 20 % Said fiber saturation point deflnes t he
point in the drying process of wood where said wood
predom nantly contains no "free" water however only
" beaidl sdteringtand/or teinperingiacerriedout roviehe peeibdl of puiftrakly several
and "bonded" |s | the cell walls
ot ran 8518 pen R, ke oy B4Rl over a period
aaﬁnﬁdu@gnb@dgkN 52 183. O her deternrnatlon nmet hods
may al so be used, such as electrical nethods (neas
urenment of the ohnrc resi stance) or the deternrnatlon
via reflection of infrared radi ati on. However,

admi s e ove S cal i bra

ok 0 Sy TR SR8 o B e
priag)is deled iib oficiRd redice tthe himiRt ddifent BRI ﬁfeoﬁl?e?ssaturatlon
for . the manufacture of a veneer conprises steps (i)

(iPejat qfithe yroginbrefaably- thedemigity sentpiteefcthe dhednr@meebys below
n%n%, RlorPr ARG 168 o2 still more preferred below 40 %. In particular,
the water content is below 20 %. Very particularly preferred veneers have a hu-

midity content between 5 and 20 %.

Said fiber saturation point defines the point in the drying process of wood where
said wood predominantly contains no "free" water however only "bonded" water.
"Free" water is in the cell cavities of the wood, and "bonded" water is in the cell

walls of the wood.
The humidity content is determined according to DIN 52 183.

Other determination methods may also be used, such as electrical methods (meas-
urement of the ohmic resistance) or the determination via reflection of infrared
radiation. However, it is advisable to use the above DIN method as a calibration

method in order to obtain comparable values.
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beam | i ke bl ock of wood, (ii) watering and/or
tenpering said beam|ike bl ock of wood, (iii) cutting

woeaim/oeam | i ke bl ock of wood to a veneer, (i VPCuUEPR012118

said veneer obtained in step (iii) until the humdity
content is below the fiber saturation point. In a
preferred enmbodi ment, per stBoke of the slicer which

is used in step (iii), a veneer is obtained in step

(iv) where one surface area preferably is of from1l to
4nne pradfereedermbatimet off thé iroentord stid [Bo&esafor tha nsanufacture of
preferred enbodi ment éhe | ength of the veneer
obVHICREEPTRFSE 85PF (1)/50 ¥sen tially corresponds to the

| ength of said block of wood. The drying in step (ivV)

Is carried out at an increased tenperature, preferably

at a tenperature of > 40 C, nore preferred > 70 0C5in
p@y ti cgluarg boak@Qike, plnefpiscablof, waddebygrmeang ofsarc adhdsent to a
out di ectg¥ si} r.said cutting in step (iii). In

anot hePcagr-lke Plogk ofR98%i nent , sai d process furt her
conprises one or nore of the foll|ow ng steps (v) to

()i ) : Weteripg jaad/ot tpmnedps 641y bepmdikieddodt ofiveeat one

surface of said board-like pieces of wood; (vi) prior

t @it eputfing paid peasdike pleckiod oedre hivkeeds] ock of wood;
(vii) prior to step (vi): stacking said board-1ike

PlEr esdfing\aidivenBBeobtavied irnstep (1HY entilehei@itlityhahtenb i below
processes_according to the invention allow the

manuf atedtsr satuatipR pgidt.vari ety of various veneers

having a first-class quality in an econom cal manner.
Advant ageously, in said processes, the conmonly used
machi nes and devi ces can be applied. By neans of the
chngiptdfertéd gmbbeiptens o ktlblagof thet dlieecvhichcikarsed imetep (iii), a

portion of claim1, a cutting of the veneers results
t ey is obtained in step (iv) where one surface area preferably is of from 1 to 4

m?, more preferred of from 1.5 to 3.5 m’.

In a preferred embodiment, the length of the veneer obtained in step (iv) essen-

tially corresponds to the length of said block of wood.

The drying in step (iv) is carried out at an increased temperature, preferably at a

temperature of > 40 °C, more preferred > 70 °C, in particular > 100 °C.
Preferably, the drying is carried out directly after said cutting in step (iit).

In another preferred embodiment, said process further comprises one or more of

the following steps (v) to (vii):
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particularly snooth, and that has a high quality,
which, also for a |l ow thickness of the veneers, does

waaboeassse cracks. Thereby, in the context of PO®EP2005/012118

present inven tion, it is indeed possible, however not
mandatory to keep the humdity content of the wood
permanently on or above t he-Pi-ber saturation poi nt for
the duration of the whole process with the exception

of step (iv). In this manner, the processes ac cording

t @) t heprionviersi¢ro ():aplaniog ettdast eiengyiriate ed saidrpmrdtke pieces of
the prior.art, for ex anple conpared to the process as
disclog38¢in the US 3,969,558. At the same tine,

h ver, accordi.ng to.the process ccording to the
s entPlafﬁ,tow@aégﬂyraﬁswgéﬁlg&)emwﬁﬁaﬁmﬁw Jan

excel lent quality and econony. By applying as starting
nviidr i pHoOTAA Steg K@gi sﬁ@cm@aa%bnaé@lép prcehofiweodr esence

of humidity, arbi trary pieces of wood can be enpl oyed
wi t hout prior conditioning, for exanple in a drying
chanber for the adjustnent of a certain humdity

CDiY BiventoRy hiRadsteddéd tHAE tHR}B1BBSEMCac8brdimPto the invention allow
hi gh-quality and stable glue joints result w thout

athe armnfagturh ef ¢ e varjtypeyaricus verasrs v Brshylaseguglity in
i . - o
RS PR KB R atob y ROBNEPDEoRESfsbridhy veed

ombélthes dndalevireesn basppirdpBohsaas of thetdoaduieaingateps accord-
di mensi ons that ,can be adapted to the subsequent proc .
c@gite fhe dyractaizingRoriiar phclaun i 4 cwiing @f throreagess results that is

¢ . . bt ‘
RS o, SRNARE s e Nibl 00k RS hichile of
ntha wehesrs, uloes abt vause orsky Tierdbyt i the cantkxs bf thet wdsent inven-

thin, linear | ooQki veneers. Thereby, th i eces of
WY 18 i“ngeﬁ §’8%Pﬂ§§»r}g‘1‘%er"?¥ e Wé%?oy kgep tg%g 1Hﬁ@6é’§tem of
R by ddaYRhinANS dh®:r TBEvARe BBAT GRuratVFHE! for iHA&Bation of the

shoul d be no reStriction concerning, for exanple, the
t whelk meeeess egihetbiei exeentivnt dfestemn(je). dh thiairdarmendbs podcesses ac-

I f | e,..t I f id
o ae % tho3efen b8! oBHETRAR D CoPRh do o bl for
PiBFIe ToRipaaad thelhiBcsis BB diBPIRSddas theoUs BoFoesHs: | | ke
bl ocks of wood which are

At the same time, however, according to the processes according to the invention,
veneers are also provided having an excellent quality and economy. By applying
as starting material an adhesive that cures also in the presence of humidity, arbi-
trary pieces of wood can be employed without prior conditioning, for example in a
drying chamber for the adjustment of a certain humidity content. By means of the
extensive gluing, high-quality and stable glue joints result without affecting the
veneer properties (for example by heat), and without the necessity to remove ex-
cess glue in the region of the joints. Furthermore, from the outset, the veneer can
be produced in the desired dimensions that can be adapted to the subsequent proc-

essing, so that the waste is minimized, because a trimming is no longer required.



obtained in carrying out the process. Also here, there
shoul d be no restriction concerning the di nensi ons of

woheosroesygect i ve bl ocks of wood. Further, it haBCTmPRh®5/012118
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considered that, in the context of the present

i nvention, the veneers are cut, however not sawn or
otherwi se formed in a fiber T¥hoving (nma chining)

process. Said cutting is frequently also terned as
"slicing" and relates to the formati on of a veneer by
melaass buf net lkast.fibe paodsbad ecardingdo Ith&mveipon alke allow the manu-
creation.of. vari ous surface. erns according to the

" oG oo Y sRuc S pR RS B st ioking etk of

wood is cut to a veneer can be freely selected. Here,

it is possible, by appropriate selection of the

section plane, also to carry out a rotary slicing or a
st Hyarehy, preopiesss. ofawoed beihg usqt af gadivigymatetiali ae such pieces that

pr d.in nne at _onge cut.s nsversely, in .
AR B BOR o fefeibnld GhRe Feshierareoheamine.
byfot barasib eeic ARick@ess r&spedivieab TR 'Ea/g% Of d e 40REAd, ¥s long
according to one enbodi ment of the invention, it is

pra§v fexample; thenlengoafi seidl ripeascafi wepdeistlenges than the thickness of

er)sglgﬁ }Sfe:c]:és%fywz)ood. t'[tﬂ% sgllng gﬁql?eig lrtci? ?}{engegglgalaelt @glegsirﬁgx?godo Jvhich are

particular "esse

Whahitaihgd inhearnset o thaproesds.i Alsp hefeg thatd shoul Ren@tdselctibA con-
a pl ane whjch includes the |ongitudinal axis of the

bl GERNS the dhmgnstomiad faereapgofive P%"?l‘h@f Veetbesses

according to the invention, arbitrary pieces of wood

can b e enployed. So, for exanple, such pieces of wood
can be enployed that are glued to each other from

vdiuythey isbas th booshspierédsthatidneletontedt dfsthe heesbRt iheehtion, the
that said gi eces of wood are solid wood boards. Such

bIEPERS &FoeUhor APETICY N RS A bR Wiseoierard fiep diver vasenying (ma-
U Yifising)b&dds. SR bRBAL iy fre@lBup RBG | C%“%li&ﬁg'ﬁ?ﬁ&relates to

flat sides. As nentioned above, the 't ness, -or

" ghgyrmetios afh versler by weans dfeckdfe, b bladobor dreliliecal f or
the process according to the invention. According to
one enbodi nent of the invention, it has proved to be
particularly

For the creation of various surface patterns according to the invention, the section
plane along which the block of wood is cut to a veneer can be freely selected.
Here, it is possible, by appropriate selection of the section plane, also to carry out
a rotary slicing or a staylog process. As a rule, preferably, it is processed in a
manner that one cuts transversely, in particular perpendicularly to a plane which is
defined by the adhesion layers. Alternatively or additionally, according to one
embodiment of the invention, it is provided that the section direction extends
transversely to the fiber direction of the pieces of wood, in particular essentially
perpendicularly, whereby the section plane is preferably in parallel to a plane

which includes the longitudinal axis of the block of wood.



econonmi cal that the solid wood boards are waste boards
whi ch are produced in the conventional manufacturing

wonromasss7ef veneers. Said so-call ed "backi ng beara®2005/012118
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are boards having a thickness of several mm which, for
techni cal reasons, how ever, cannot be further sliced,

t hough the wood of said board$-has nostly a very high
quality. Said high-quality naterial can be used in a

si npl e manner by neans of the process according to the

i FueddmortallylHnghe spr@u&mmta&g:&dimg tofthe heveitionj adpitwargtpgsces of
resul.t fromt of th? bl qck, because herg it

i Wﬁg%na?a?m% " Tofrfekapiples RCly Biepsict! ipok 68 be emmployed

SHiqk 2Rl B1RBES L€a§l§ oﬁfe? o @%ﬁ%ﬁlidc‘!vl?&d @5]1% HSH&Hek O is pre-
pl ane) Ccan be made regardin e medull ary rays not

béirreg thrtesradpidces oﬁwoedasml stoihdqup@lrimards whtle hoands e normally

ot her bstant i m ni t he .ecaonom c

A Boigs HPTS dhE ouaek hBeb e (RBEERE S plifed B one or
t BethPil 8 GefesOA s WR@fioAsEaliRe! the rmﬁclhha@& oi‘f‘%a%@’p@ﬁtcﬁqohd wood
fromthe center of a |log, or "+ oundwood’ y cl eavi ng

t heardp i nqscatiealdbr fie proress acrerlsns tokheiveritan. ons.

First, the use of such green log sec tions has the
advantage that the wood is still essentially

untreated, and the probability is decreased that in

t mcéﬂdmgw oY e®B6diiegt 65 eRdiaSerion] ttehaafqirswda{o b patkicularly
such as staining. Furthernore, sections fromthe

c eernomiedl that|thgysclisveoadhoasdscze alasty boamls Whichsare@roduced in the
mg&ﬁdeﬁﬁgr}%qgarg@?#éﬁ%ﬁ%)c%% fa\}'ege&%rga{ﬁ % 1é/d qfa\éﬁ n%po %rds"

conven

v ereclirasds havieg atthizRiess ioff stVegals@mp@hich, fd‘retecﬂﬁﬁica&E @€sons, how-
i nvention, the center sectjons of a lo g of which the

s ¥RTcPaigF he tuharistiped, dhaush tanwend of swdthoardsis ety ddvery
t v, [

B CRRRGE Sak AR by ofoifil caR B AR 3 A RERRARE b]lrfoans
voﬁ ithod pmmessaaecomdingvtbs&lbliﬂvemtioal Irh1s| in ddvastagankeXithe slicing

accordi ng,t enbodi sent . invention,
" aries FORItEP e FERPeR DRI bogrE BECat isBEh updy wood,
eaREM i RHIRE Préd s YhitdblS BehdiRS (ﬂ%" e PRI Gicing angle/section

plane) can be made regarding the medullary rays not being present in the resulting

veneer, which would otherwise substantially diminish the economic value.

According to one embodiment of the present invention, the pieces of wood are
sections that are separated from the center of a log, or “roundwood” by cleaving
the log, preferably, in at least three sections. First, the use of such green log sec-
tions has the advantage that the wood is still essentially untreated, and the prob-
ability is decreased that in the further processing changes of the material result,
such as staining. Furthermore, sections from the center of a log have the specialty
that in said sections the medullary rays are particularly developed which more
clearly come forward in conventional veneers. In contrast, in the scope of the pre-
sent invention, the center sections of a log of which the semicircular sections are

cleaved, can be manufactured to veneers by a suitable processing having appro-
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cl eaved fromthe border ranges of a |og by cleaving
the log preferably in at |east three sections, whereby

weabw/eswenti al |y sem circul ar sections are gl BewEP2005/012118

each other with their flat side, and subsequently,
preferably, are essentially cut parallel to the plane
which is defined by the adhelion |ayers. Here, it is a
conpl etely novel manufacturing process, in which

firstly the mediumsection of a log is taken and is

porite semidnasiamsn in el thbauedullary raysgre hiardly visdhle fparage not
t he ordﬁr sections of the log can be glued to each

otifile #3llor der to allow the slicing of said border
sections having as little waste as possible using
standard equi pnment for conventional ve neer

manuf acturing. Preferably, in the processes accordin

t In thisecontexg raceadingd ene smbbdimsntiobthe peeacpl iByewidalilh glrther

tively hi | ati . d_.hun.di - This: .
S SO RS o FpliCh e Sho ORI bV b
WbHRAtHE ROFoier RBe&UST 4 RiKatIkyving Se 10g\tRefdradlydin at least

wood humdity. Accordingly, the pieces of wood bei ng[
gihuesdsdction evhiarduesaid sessoiially gemisitenler serjions jagh glued o each

ti l.y sh l.ati i.di .
Cobos it o pariide, Apd SiRbIGuh BRI ek s R oyt pacallc
PR tAE plaAE asciPR ldeRaal BPh¥athesiéh Myere) Hedeyit iswosinpletely novel

hum dity dependent on the wood species. In such situa .
t inenwfactising psesiess, Wowhich dasthy tis medium $ectiog qf o%}setélfpn and is

Lﬁ%ﬁggﬁseg\ég g’fep{igneél%gge,;\%}ﬁg %1{ g%futﬂer%dttﬁ@ﬁérd&h@ctions of the

stored ‘not I'n comparison, was
ORfgi AR Vel glust toreach othky inf @demtosdiiont theistieing Of said border sections

average, such green | ynber, has relative hu mdity of
Aoy Piifla aglo asPoRRbIP PR HAAIL A HRHEY 167 CpRyentional ve-
p ding to the invention, the enpl oyed
p?%%géﬁgiuhoo%'are gl ued having very high wood

hum dity (wet), whereby, forexanple, said high wood

hum dity can al so be achieved by watering said pieces

?fgreggrg‘g]é(, \Ii,ﬁr;g%ug?fgﬁq?sé%stj %:tclg%riﬁg ggﬁz%) i%@én&o%, %?e%gsrrgf gvood are em-

ployed having a comparatively high (relative) wood humidity. This is an advan-
tage for the subsequent slicing process, in which the wood to be cut typically must
have a high wood humidity. Accordingly, the pieces of wood being glued in the
process according to the invention, particularly have a relative wood humidity at
and above the fiber saturation point. The fiber saturation point varies between 60
% to 90 % relative wood humidity dependent on the wood species. In such situa-
tions then, said wood preferably is so-called green lumber, that is, wood from
freshly cut trees that either was stored not at all or, in comparison, was optionally
stored only for a short time. On an average, such green lumber has a relative hu-

midity of approximately 80 %.

In further embodiments of the processes according to the invention, the employed

pieces of wood are glued having very high wood humidity (wet), whereby, for



in particul ar between 50 % and 80 % or even above 80
% As already nentioned above, in the process

weaeewrod9atlg to the invention, the boardlike, pl2a®EP2005/012118
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pi eces of wood are glued with one another by neans of
an adhesive, preferably holohedrally. In said context,
it is understandabl e that saild-adhe sive/glue nust be
able to provide a fixed, stable conposite between the
gl ued pi eces_ of wood. Furthernore, as discussed |ater,
t fEamge 4id digh meod bynidity san alsabaechicrdd hhwatetiog kaidfieces of

al ned, by, t he adhesi on pri to.the 0
oot b SRR BREnRY o bl ~ i =k Brpdpriatiiet T 50 %,
asin Paittic@Rik BEfMceR50Hand 80 OR6r dRAkbYASIYE ai ned af t er
the cutting (for exanple a treatnment by drying).

Finally, the adhesive nust ensure a reliable adhesive
joint, if, for exanple, pieces of wood having a high

i di Ly ' | ued h. ot her .
riare Ty o Py ® IR ol o TR STRC i s g o

| dkst plaaé F)ie%bé yf Habdl iatd 1quB@ Wi ortd 10R6kr Sl AiRBNdrS adhesive,
and.that [ead to_an_at | east satisfying adhesive

c o¥FsEbhb holnbedialy. Iheaaldi eemextofit Wosaderpiandatdethatl said adhe-
! . ; N
ol S B2 OGP BRSPS AP bt tuc

agiess vé svood NFineheeniole) e disoadsBd &er) ARCAIRRGINE Mhust resist a treat-
adhesi ves and two-conponent adhesives. The so-call ed

t R tsoblpek peieas dhal dtas sbiaacdney thel adhegien prior to the cutting
pf{féﬂe&%ﬂnﬁ[é y tﬁgﬁﬂéﬂi 'ngvat@ﬁnéggaskxpa‘f\@s aqgeeagr?lﬁqg%eketﬁg veneer that

pol yur et hane adhesives are plied as
prgd uhtginedh eftehihet duttimdifes exeenple metseatinest MWAUEfing). Finally, the

ingpluble resin b s qQf its content of isocyanate

o PO SEG ST E ToPHE aqhesiEdRih R (B (SRemRlE GRecst REavood
P Ol g AP H0bE hﬁﬂndieit]@' SAERIdIVR 1l 14RQh other.

Two- conponent pol yur ét hane adhesi'ves are applied from

two different ingredients, and also cure by means of
the wood hum dity. For exanple, a commercia

- dhesi ve product .i h
o%leerg,% 28 y(? gtseﬁgsl It ;{d‘fltesqegsels own that aP {east partlallsy %ult%ll the men-
tioned requirements, and that lead to an at least satisfying adhesive comnection

between the pieces of wood.

Particularly suited for the process according to the invention are the so-called
polyurethane adhesives, whereby said adhesives can be employed both as one-
component adhesives and two-component adhesives. The so-called thermal polyu-
rethane adhesives may also be particularly preferred. As is known, one-
component polyurethane adhesives are applied as a single product, whereby the
adhesive cures to a water insoluble resin by means of its content of isocyanate
groups which react with the wood humidity and/or other polar groups being con-
tained in the wood. Two-component polyurethane adhesives are applied from two

different ingredients, and also cure by means of the wood humidity.



adhesi ve Prefere 6000 of the conpany Dynea, Norway, or
Col l ano RP 2501 of the conpany Col |l ano AG

weehdcanesd7and. Thermal pol yur et hane adhesi ves (BoTERRI0SM12118
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"hotnelts"), such as offered by the conpany Henkel,
Germany, are applied in a hot form and nust be quickly
proc essed. Al so here, the cuding takes place by neans

of the wood humidity and/or other pol ar groups being
contained in the wood. In the curing process, said
hdiorekemplehargmniarcind end-twenpeiehepdlycretana adhes1ve product is the

th se a For the_invention, the hea
+ eEhERe b0 Folne pamprmrpyRos Nopyahar CoBAGRP 2501 of the
ayaphAgEolIFAE! 8RlitYer1fae- conponent pol yur et hanes
av?ﬁbﬁg 8ontent o?ﬁc?gﬁgte groups are those which are
di scl osed in the US 3,897,581, the disclosure of which
i's incorpo rated into the present invention by

preferred to apply pol yuret hanes

WGPy aRe GRSy Hoor Mk HRNmBRS S it by ered by the
p‘ébﬁﬁ@ )‘él nylt Geﬁ'i‘ar@r?l oga&fp'h@& ¢ BRLY FRCHRNALS: be quigkly proc-

Pr ef er the reac s carried out 1na way
s@ﬁ@dpdﬂ%ﬂl laye,ytha aung salxp placecbyi mean$d>ﬁathehvmﬂa‘hﬁmmaiy and/or
ur Ius in ord r to ensuﬁﬁia con i spcyanat e

POl Brohps belng ¢qrgn fymee‘v ﬁ%?uraaaqpv@éess said hot-
a‘i*ﬂldlt%tcﬂdnéecfrérﬁ% tREARPIdsYic rt@glﬂhé'rﬁﬁ?é‘cﬁﬁ% Qfatd 26r leAfiker®on, the

wood to be glued. Preferred polyglycolfs are
prstaesistrraedhafirguidts fiom j$o¢ gfwastiilarmvaitggonl . Particu
larly, said polyglycol is polypropylene glycol.
Preferably, the polyisocyanate is sel ected from the
group consisting of hexanethyl ene diisocyanate,

XY’k@ﬂ:I%BB_/ dhé-soepedat folyuftdnes ﬁaﬂh% %%ﬁ fbLeyanate groups are
d| phen _met hape diisocyanat e, di i socyanate

ag disclonechip thelUsah 80 H5 81, ghm@aaﬂgalgc; of which is 1ncorpo-
h¥2ﬁécfg1§€ﬂ%ﬁ)?esstgfg 1§b§rg%ndol r%ge%( ?]& rlse%r%{ gg&%l%@olyurethmles
r Mmh Wmemrqﬁmm by thedicpdisnyd s iapR pﬁlyg,ﬂ?@dl 311t &n appropriate

or dr ogenat ed di phenyl net hane
po ylsocy ate. Preferably, the reaction is carried out in a way that said polyiso-
cyanate is applied in a stoichiometrical surplus in order to ensure a content of iso-
cyanate groups in the resulting polyurethane that can be adjusted to the property

requirements of the block of wood to be glued.

Preferred polyglycols are polyethylene glycol or polypropylene glycol. Particu-
larly, said polyglycol is polypropylene glycol.

Preferably, the polyisocyanate is selected from the group consisting of hex-
amethylene diisocyanate, xylylene diisocyanate, tolylene diisocyanate, diphenyl-
methane diisocyanate, dimethyl diisocyanate, hydrogenated diphenylmethane di-
isocyanate, hydrogenated tolylene diisocyanate, hydrogenated xylylene diisocya-

nate, and mixtures thereof.



di i socyanate with a polyglycol is particularly
preferred, particu larly with polypropyl ene glycol.

wenos/ogeod properties are achieved if a pol yur eCnamre0s/012118
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adhesive i s enpl oyed, which conprises the reaction
product of di phenyl net hane djjsocyanate with a polygly
col, in particular with propytene glycol. In a
particularly preferred enbodi nent, said

di phenyl net hane dii socyanate conprises a m xture of

dThn senetipp mredist of diphenylmsthran sHisocnalg; addaryhydsegeaaed di-
2,4 - dilsoc o 1t-4s f Qr (s 0
RSB ERCHRRE g ek bofbbED G, e pticn
bmﬂlﬁmﬂpﬁw?ﬁppﬁhéghmbbo conpri ses nodified

di phenynet hane dii socyanates, such as hydrogenated

di phenynet hane dii socyanates, or honol ogous

i socyanates. Preferably, the isocyanate content in

s@i 0 - 2 :
o PSR 0A e BBch A G A BRI uRingRs Shiyed, which
mesrapiides ftks readtibieptodeatirofldiphendiméhife diddocymatawit a polygly-
bet ween 13 and 16 %_The above nenti oned pol yuret hane
atled RAstigulgawth pigpylens Byeok he conpany Dynea or

Col | ano are based on di phenyl net hane dii socyanate.

Green wood or other wood that may be used in the

process according to the invention and that is sawn

i it 8 phorothrly feefermpd @andopineae ssaof diphad/lmethahadésayanate dom-
ity of approximtely 80 % I ui ng board-l.i ke ane, .
pPEteE S lafva&%zf%ﬁnx@%%ﬁ iﬁrﬂg@ﬂ% ﬁt&ﬁnflﬁllelzﬁ%ﬁ% ane 2,4
t bei ng bound in the wood can

d?gﬁﬁ@éﬁﬁ%geously affect the binding properties of the

appl i ed adhesive/glue for certain spe cies and for
short open tinme of certain glues. Thereby, said

¢ e Finfe hford ths SPUEATY Sory B A RREP BT GURTO P o
dB&sEn2At otdrally Elsg REmPasdsBsli SR BiphbdymetPMHiRbayRaEK Such

cannot be accepted in _
as hydrogenated diphenymethane diisocyanates, or homologous isocyanates.

Preferably, the isocyanate content in said polyurethane may range between 5 and
25 % by weight based on the total amount of said adhesive, more preferred be-

tween 10 and 20 %, particularly between 13 and 16 %.

The above mentioned polyurethane adhesive types from either the company

Dynea or Collano are based on diphenylmethane diisocyanate.

Green wood or other wood that may be used in the process according to the in-
vention and that is sawn into board-like, plane pieces of wood may have a humid-
ity of approximately 80 %. In gluing board-like, plane pieces of wood having such

a high humidity content, the water being bound in the wood can disadvanta-



the manufacture of a veneer from such a beamli ke
bl ock of wood. Accordingly, the humdity of said

woaeneth7937ke pi eces of wood to be gl ued shoul d beThmek®doi2118
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50 % preferably clearly below 50 % Board-|i ke pieces

of wood having a humdity be low 40 % are particularly
suitable for the process acedbdi ng to the invention

for certain species and short open tine of certain

glues. Particularly well suited beam|ike bl ocks of
wgeohistyaffedt ehq)bmdhrgqarapﬂdeﬂbﬁ@etapplidflbadhemeeztgiwfoﬁ agrtdde spe-

P o B BRRR 50T el B by S8 o n
We&dt HPtHREIbE ?hagﬁ&”aﬂdoth@ ahﬁig?cﬁf Al the ‘?eQﬁﬂﬂ%"bQ&n@ )$ke block of
e glued in order

(jj) heating the surfaces to
v &ppodidpes noteexhittitthe lde$1rﬁg1 shabeltynSudhndrawbadks eaniaft bs ac«:bpted in

C e DRV Gt SRR R0 tlebla w TP R of TG, detiteipety

s gidhbeiaitg o ke b@hﬂﬂm@ﬁb@@@%t‘%o\w& Belofhicd sﬁsﬁﬁ*ﬂelﬂéﬁ)w 50 %,
bl ock of wood. Prefer in step (j) said surfaces

ap@f@r@blyecdeaabvwm 8 %eBp@li‘dahlm pieenst dohaimgna hurb@dity be-

e,f Ve C.,and -6 0C, in pariicul ar
o 0558 Bt Gb 2 5 R g aS5optiBadf iy eion for
pbm Speosescaaarsh@fﬂ opeH tiind ofl c&:@42h gh@s.chanber . The
heating in step (jj) may be affected by radiation,

preferably by infrared radia tion or UV radiation.
However, it is also possible to apply hot air. In

aﬁglttﬁﬁfarl élf{]lflég b%%qﬂ{eqﬁ&;ks VJO%% for %?;%ﬁ'gf%?? gécgredmg ¥ the

process ure o a veneefr
Simqaﬁtnﬁrvcan Ye @odudedbly dprocdss comptisipg (le followirig steps:
cooling the surfaces of board-I1i1 ke plane pieces of
wood to be glued to a tenperature below 0 0C5 (i x)
heating the surfaces to be glued in order to vaporize

t h? V\@Jo?ihgk?ﬁé RE£RES 3L ard-like plane pieces of wood to be glued down to

a temperature below 0 °C,

(j) heating the surfaces to be glued in order to vaporize the water being present

in the area of said surface within the wood,
(jji) subsequently applying the adhesive onto the so treated surfaces,

(v) gluing said board-like plane pieces of wood to a beam-like block of wood.

Preferably, in step (j) said surfaces are cooled down to a temperature between 0
°C and -10 °C, preferably between -2 °C and -6 °C, in particular between -2 °C
and -4 °C.

Preferably, said cooling process is carried out in a cooling chamber.



in the area of said surface wwthin the wood. For the
cutting process to veneer, the obtained beamlike

wohoewk7ed74 wood shoul d have a rel atively hi gh hearaireops/012118
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According to the invention, preferably, the beanmike

bl ock of wood has a relative wood humdity of > 30 %
prior to the cutting. In parﬂVCuIar, relative wood

hum dity of > 50 % have to be achieved; relative wood
hum dity between 60 % and 80 % are particularly, X
adwahbatiymoinstepl (ij) imnydwel dffecteddarrediation. nreferablp bitinfeased radia-
of . the neer. that is obtained i-hnit ses

adieB eGP Rb R by oD Gy B ARI SRS ed by

the selection of the section planes during the
cutting/slicing process. Mreover, in the scope of the
present invention, it is also possible that the podifi

c b ianothef prefeered embedinaent of teonpentigny hesiaw, pipgesselgr Hip manu-

ot 0r st e B pRPE pARES BB 1% e

enbodi nent of the present invention, it is provided
that the board-1ike, plane pieces of wood are glued to
each other such that their fiber directionis

egsicoelingy theasuafacesept berrdrike mianenpiecespyt wegAdodre glyedto 2
| ui ?; b f act d havi
a g uL[n : \(/?fppré?&{,og@’] e nanur acture aving a

m ni exi'ty’and havi ng a hi ghest accuracy,

whi ch_has the optic f od flooring in the nner
of(vé -hgwr}a&qu ngéqeﬁgﬂ g%sﬁw@?%ﬂ °f ?Oo%arROglée rﬁéen‘éfa&eﬂg?mg Rpesent
be aP@AP{% rB1RaR st b@PhRinHOSobat . Thereby, it is
particularly preferred that the pieces of wood, or at

| east sonme of said pieces of wood, have their ends
edgegl ued to each other. Furthernore, within the

o g oSHiRESrRIRoDTo P iech ot aeianiec - BEEE of Srddihouna

argyveh$0aR03$ hiphehunsiaity SLERFdh & fhe i@«éniaﬁ:qaefemmy, thé beam-
the present invention, it is provided that the )
bdilrecblodikef wenddrns apiclatizg wepd addisy ef gP0de PHAT ik cutting. In

Otpr;l?tricutla%, ?elﬁ%%%lc%d ﬁlﬂmtd%ai ofNEg Y, ﬁgveatoh[?é' achieved; relative wood
humidity between 60 % and 80 % are particularly advantageous.

It is self-evident that the embodiment of the veneer that is obtained in the proc-
esses according to the invention cannot only be varied by the selection of the sec-

tion planes during the cutting/slicing process.

Moreover, in the scope of the present invention, it is also possible that the modifi-
cation of the veneer can also be diversely varied by means of the type of the glu-
ing of the individual pieces of wood with each other. So, according to one em-
bodiment of the present invention, it is provided that the board-like, plane pieces
of wood are glued to each other such that their fiber direction is essentially paral-

lel to one another. By means of such a gluing, a veneer can be manufactured hav-



ri ngbone pattern. In such herringbone patterns, the
fiber directions of sone pieces of wood are in

woanwlored74t o each other, while the fiber direcPCom®205/012118
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ot her pieces of wood are transverse to each other,

what results in pleasing optical effects having a

m ni mum of conplexity. Accordi®rg to one enbodi nent of

the present invention being defined in claiml15,

pi eces of wood of different wood species can be gl ued

t dng achinmie of compleday ahdhaviegh dighesttdetieracsy wideh has the optics
vard ous veneers. veneer patterns.. In sgid manner, in
pait 4 ¥ead d9orng g dhe ARGt 2 eHIBYIoNg04F Plauk fRgrng” and that
v . ;

B B A T M BRIy prefopred tha
whhe hiecesoibroade onetleast soinpadssidipadces nf wped,. havb tiedverds edge-
th(i gcesses accor ding to the invention can be varied
irggéiWé?é}?gﬁznanner such that materials being

different fromwood are inserted or incorporated into

the bl ock of wood, which is obtained by the gl uing of

the pieces of wood. For exanple, this can occur such

t Harthateore, withineghe woniexbef the prespitcoesntion, withdestect ®atht mu-

0 erial.ts arranged bein ifferent from wood. .
Pl R 1 e Bk e BPRO0g T b1k S o paEbIE -S4, acconding
su6 nBneiodahent e he fedehe ifRhtibd, AMiMpRNiECHRafthel Riakd like,
or the like. Particularly, however, said materials are
alPdane(miencs of plopd propglanad opicacheetber toucharauat én Hed maysi 0f 2 her-

di d ' like t Leces of wopd, .
OB 2T SO0 Bl i e BhEERebat 8P s
picferd dear paaldd] torhed bibs WitletBe dibér diedctBhs bf 8ibr pieces of
wood, are then incorporated into the conposite of

piViRodare fraggyeise b9 eapbunther, Whriaeants in pleasing antiealsfiectabaving a

t e pieces of wood and the pieces of
w&?grla g@ @Pﬁgxg?fferent fromwood can be arbitrarily

varied. In this manner, novel veneer materials can be

created that consists not only of wood, but also

consi st of a comnposite od having said materials _

bg}cﬁar § toqne fm nt of the present invention being defined in claim 15,
pieces of wood of different wood species can be glued to each other in order to
create in this manner various veneers or veneer patterns. In said manner, in par-
ticular, also striated, thin, linear looking veneer patterns can be created, which
cannot be produced by means of the conventional technique, and which can be

termed as "industrial inlays".

Moreover, the processes according to the invention can be varied in a preferred
manner such that materials being different from wood are inserted or incorporated
into the block of wood, which is obtained by the gluing of the pieces of wood. For
example, this can occur such that above or below or between pieces of wood at
least one material is arranged being different from wood. Fundamentally, here, it
can also be thin layers of such materials being different from wood such as foils

or the like. Particularly, however, said materials are also (more solid) plane pieces



wood. As already nentioned above, as a rule, the
gluing is also carried out holohedrally, that is not

wonbos/ordsz4 pi eces of wood are gl ued hol ohedral | pcampo@®s/012118
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each other by neans of an adhesive however, the pieces

of material being different fromwood are also gl ued

hol ohedral | y anmong each ot herl%nd wi t h adj oi ni ng

pi eces of wood. Thereby, frequently, the sane

adhesi ves can be used as applied for the wood/ wood
adfexich matér(als bewgrﬁif&renthboraIwamldwhmh,n]ﬁka)mﬁqneces of wood, can

%y r et &P gil V%ﬁ%%f*“ g’lr]ﬁa\%lb%as tal}rz’grd??g}tdingtgggls being dif-
meferdnt ﬁbhﬁ)b&ad RS TR H Sratel Nn 1}%"’%{15 gl'gb@é&e C?fi#‘ig@e? mod by

al umi num al | oys have to be em phasi z
haiwngpwbﬂéb}amewrraagemmtmdahe bajuageedoffthe pimts bf wm)d and the

V\gﬁ%es f %ﬁétg%zf §,2>F1 ain(ﬁgt %ﬁg ﬁro%}s/ %ﬁtB )F%gd%yegrb rgy vaned. In this

C apfiingBioSeMehBerSH&Brifo bXPbe ticated thit BhiSE bl zrorf &¢bod, but
enbodi nents of the process according to the iInv

| talgos consiss jaf| & COWO@WpWde duvanghesd vueatarials| twirey] dlfferent from

ans, of .said nmethod,
R 8 ey o BB« MaC TR 3 HishesReted ut holo-
i ﬂméraﬂllypthat tuidt @nBO B Iiedes lof wdtvere %]‘Pl%aﬁdlcyl?edﬁﬂfye&héng each
can be achi eved whi ch enprace the col or of such

a iRemeess ohan adkesignowevisr.t the ierss wérmatetiali leeing different
PGl Bl d eaﬁg@tgldela?mﬁgﬂléﬁgalgf Pﬁ\r«}\g% C?%i‘lgSI Vetqtr@e}vgﬁtaéhommg

color of the enplfoyed pireces-o

t Ipéeceplobmvootl. Theretpy, dsgmently, i ermabdiiesiveg cah bé @k&Nhs applied
the | ayer of the adhesive does not

from.wood. . There

aiff BIE Vposivont B%%ﬁéqn der §>éanap154 ecalropn meptioned pglyurethane

Maghdsikg. di sturbing. On the other hand, the color of

t he adhesi ve can thereby be consciously selected in

contrast to the color of the enployed pieces of wood

respec tively pieces of naterial being different from
veneer, by nea

ﬁ?%er@gﬂf il%g%c?ntlgﬁg H’)glf;e%g erfz;&f ifferent frapy wpad are metalfs or metal

canesgs, aheteby here, in particular, aluminum or aluminum alloys have to be em-
phasized. On the other hand, preferably, as material being different from wood,
plastics of any type have to be mentioned, in particular polyolefins such as poly-

propylene or copolymers with such polyolefins.

In other preferred embodiments of the process according to the invention, it is
possible, to employ as adhesive a colored adhesive or a dyed adhesive. By means
of said method, in the manufacture of veneers according to the invention, quite
consciously, new decorative effects can be achieved which embrace the color of
such an adhesive. On the one hand, in this manner, it is possible to adapt the color
of the adhesive to the color of the employed pieces of wood respectively to the
color of the pieces of material being different from wood. Thereby, the layer of
the adhesive does not differ from the layer of said pieces what possibly might be
disturbing. On the other hand, the color of the adhesive can thereby be con-
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achi eved. For said purpose, optionally, also thicker
adhesi ve | ayers can be used as it would be required

woéanostongs7s echni cal function of the gl uing. AcceCUERZ5012118

the invention, it is self-evident that the idea of the
col or of the adhe sive can be extended to that effect
that also the materials beinfused for the pieces of

mat eri al being different fromwood are either col ored

or dyed. Accordingly, the respective enployed

& AifsiyaseedsEinnaintas ty thesslor of the dngployedi p1e¢e|s auf wyald'respec-

gﬁ#ﬁ@%@ﬂ%&ﬂ el GgeThei SR P 5 oy pieted
eﬁe&# k;}g@aﬂs 9@19% 8l cddt@s! ABEheP! RL6%1i0¢ é@%&g 1?%0%9010us1y

r the g uing is'not critical. The sane al so
amxhewed Far daldepurhosek nﬁwﬂaﬂmsmﬂuqkhea@ewe daysfs can be used as

materials being_different from wo at are incor
oRbs FRABER b - BB it SEdhe S)7BEosei ng
reasons, however, it is provided that the plane pieces
of wood or the pI ane pieces of materials being
different fromwood have a thickness/gage of > 5 nm
| Actdrdinzdo died mNenhcma rge selﬁavrdcmljhd rthqlldea of the color of the adhe-

t hi ckne ses/ t ha t
oﬂ{"F FA B CHRRCE éffaﬁ- ?tﬁlggtﬁ%}tg § 1 fﬁe&% pieces
P&]aéhﬁﬁﬁéiﬁg @iftedéntifont %o&‘@%ﬂh@ﬂ&ﬂbﬂeﬁ or @9&13 @(débﬂﬂngly, the
ength and the width of the pieces of wood

or
presp@mveferrmpwd atatdsisli gred et enlentestrictsh tpothgir "natural” color,

f h I
B cg e e S BB BRI
i s produced from pi eces of wood/ pi eces, (and to which

is expressively referenced) Accordingly, also the
di nrensi ons of the bl ocks of wood being obtained in the

glAtalah@aéY mee%lgnﬁﬁ fipdangsinisdbys thet thigkgessignge (o dhe plage diieees of
no 111C
r %78 é? ?q%%log/a(g%orr é@% gﬁlg%ﬁ a3l Qﬁtﬁfzﬂr 6 s (ﬁ%\%\gbsg ra%ﬂ@s to the

| ShighrRsy/ g%cbﬂtﬂe piet&uf rﬁht&’ﬁﬂsbﬂng dfffBrertt ifmnh) jvoo# tledt are incor-
wood that enable its processing, .that ist

C DOteIedgints) T TRPRTRRAS e JIPA PFOESRSIPE SRS B F YRGSt fpprovided
t lﬂﬁt ﬁ%%%?é fng@éél of 3BY or the plane pieces of materials being different from

wood have a thickness/gage of > 5 mm. In the so defined range, particularly,
thicknesses/gages between 5 mm and 120 mm have to be outlined. This facilitates
a processing on machines that already exist in the wood industry. Concerning the
length and the width of the pieces of wood or pieces of material being different
from wood, reference is made to the following explanations regarding the dimen-
sions of the block of wood, which is produced from pieces of wood/pieces, (and to

which is expressively referenced)

Accordingly, also the dimensions of the blocks of wood being obtained in the
gluing process of the pieces of wood and the like are not critical, that is they can
be varied within wide ranges as long as reasonable. Also here, however, it is pro-

vided to select dimensions for the block of wood that enable its processing, that is



facture of veneers. Accordingly, such beam|ike bl ocks
of wood of the process according to the invention

wonrefemretshy have a | ength of >l ,500 nm prefer ROTEP2005/012118
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2,500 mMmm Beans with a length up to 5,200 mm can be
processed on the conmmon cutting/slicing machi nes

wi t hout problens, hi particulbr, respective blocks of
wood have a | ength of approximtely 2,800 mm

Preferably, the width of the beamlike blocks of wood

i the>cubingfsticing ef éhabbually exd@ingrmachiesseloy tha convegtiemdl ynanu-
a_wi dt h_of FprOX|nater 150 mm has to be outli ned.
AERFERE 9 EDSS the hei ght of such beam|ike bl ocks of
wood is > 200 mm preferably > 500 mm Beans havi ng

hei ghts up to 1,000 nm can be processed. In

particul ar, helghts of approxi mately 600 mm have to be
eApbadinpd sublbbewudike lockshd woaskefsthe areensspegprdipg tipdhe in-

i nvention ferre th [

B cteranty havSe Tt RE 130l infm: BiardRes P00k Beams
| %ithad TdnBth 9;?‘% 320N 64EBS %Qodeﬁdéﬂﬁfrﬁﬂiér@nnhﬂn cuttmg/shcmg
parti cul ar a terrperature whi ch, dependent on_th

s p@chlmeSWdhoum@blemarmﬂwimﬁP%V@ ogkigio 1‘@90fb@vel%16ﬂgth

BbrdRg ey A0 g RRR b, e iRy blerblaBllice plocks of
UIWO_b@ i§ &V 80 dhmYipRaftRB1yas €1 28 Uinh, Ouvlméb}f partlaularly a width of ap-
satlsfactorgodrylng of the obtained veneer.

avrasimptely 190 i@ hasy Enbp gtliged. Advaaﬁagﬁ%{fhar% helgqlt of such
" %gflng rl{kgdmé&%t oft B5odk él/_ﬁng()()t LS @ge?%ﬁﬁz@ 566 thhh. tﬁrﬁlg thavmg

i ng process. nvert e detecte

t heightsape®sl,00) vin thebe popestd. Ve padiedirpheighis fod @psrogimately
t he board-1|ike, plane i eces of wood has, prior to the
gl699ﬂﬁnhav%@ﬂf§|ed@? a8KBFe i nportance in the scope of the
present invention. Due to said background, according
to anot her enbodi nent of the present invention, it is
provi ded that the

Moreover, in the process according to the invention, it is preferred to dry the ve-

neer that is obtained after the cutting/slicing. Preferably, this is carried out at an
increased temperature, in particular at a temperature which, dependent on the spe-
cies of wood, varies between 70 °C and 100 °C. In applying increased tempera-
tures, in particular applying temperatures > 90 °C, usually drying periods up to
several minutes are sufficient for a satisfactory drying of the obtained veneer.
Thereby, according to the invention, it is particularly preferred that the drying
takes place directly after the cutting process.

The inventors have detected that the processing of the respective adhesion sur-
faces of the board-like, plane pieces of wood has, prior to the gluing, a consider-
able importance in the scope of the present invention. Due to said background,
according to another embodiment of the present invention, it is provided that the
adhesion surfaces are planed prior to the gluing, and in particular by application of

a rotary machining tool. By means of the planing of the adhesion surfaces, on the



adhesi on surfaces are planed prior to the gluing, and
in particular by application of a rotary machi ni ng

woaale/07874 neans of the planing of the adhesi onPCT/EP2005/012118
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surfaces, on theone hand, optically pleasing
respectively hardly visible glue joints result, and on
t he other hand, a conpact an2k per manent connecti on

bet ween the respective pieces of wood. Thereby, it has
proved to be particularly advantageous if the

I e QPtlwﬂinpl@afmﬂghﬁsp@haély hasdtpivisiblg gluojoints result, and on
essenti al y extends pgra{)endl cular to the_ adhesi .
sthef efber hande2 spBwadstyl Peynansain SOBICCU) &’eﬁ’f?e&ng’@n‘i?ﬁ?‘?"“"e

gé&£§ﬂﬁn()%psadvantages can be avoi ded bei ng

S6TI%t'ed Wi th conventi onal , rotary planers. In
particul ar, any cor rugation of the adhesion areas can
be avoi ded, and the cell structure of the wood is |ess
damaged, mhereby an open %ftructure results ich

| 3hpAbY, L BISPYEdE e 1T vaRlegpUSIh e AGREON e %, 0f the
b?ot%&prlﬂc?@nﬁg tdd1 Bbsetidl S}“Sﬁa{ﬁggykg&ﬁhﬂcﬁlak Y iRl Ahesib® kidface to

her nor e, I's also particularly
WeE | proceistedld By siseahe rofhsaind drmment,aéttffemm disadvheiages, can be

t he arrangenent, of the rotatlo ax h
nav%lﬁ%b%g Fosopisied S et iA ebbHAn G b p SR oy cor
9@% ffdﬁ ork Qferecaw&%%ﬁ%@ afnarth@&eu ﬁmcwedffneh%od is
a manifold machining is avoi ded

Wﬂlﬂs elbmagedmglkfecbsdam abeil cely swhctnivercswtsl whish ia pertiquiarly well

séu tlpgfuggepggl@nacﬁ]p?lﬁ% too?e ?p\ﬁgireg Ff\e} Shie e?li]aatl%alill llnwalble joint
Wi tditd tdihesinoRe sidh & R6olNE esRNpariicMany well, sl di® for humid
principally regul ated by means of its conpositigon or

omqodnhas%twuangblebst the rgnggmer of eo@é@@inngams of the rotary ma-

Hﬁ%{gﬁo&k is %sgﬁntﬁ %eﬁ% nﬁ%ﬂa? Q? thd 5%1126%8%?%F§ kd PQ !p?ocessed

e f&"Bh Eimprbvell Ifides Qelﬁb%l kmO ﬁNhliZnhe a eﬁl&ﬁﬂOlﬂDﬂﬂChﬂlﬂgo tsmadoided,
t hat subsequently shou essed. In order to

prodicoby mgbertd%’éah}b%’rpftth‘?@oﬂ i gtilkpiose alvge S¥ifase e work-
n%ﬂgg esuﬂccordlng to one

The so-called "open" time of the adhesive being applied within the scope of the
present invention, can be principally regulated by means of its composition or
optionally also by means of the processing temperature. In some situations, it can
be desirable to have an open time being as long as possible, for example, if a large
stack of pieces of wood is formed that subsequently should be pressed. In order to
prolong here the open time in a simple and effective manner, according to one
embodiment of the present invention, it is provided that the adhesion surfaces of
the board-like, plane pieces of wood are pre-dried prior to the gluing, and actually
particularly by heating, preferably by irradiation by means of UV light or infrared
radiation. By means of the pre-drying of the adhesion surfaces, the open time of
the adhesive is prolonged because the wood provides less humidity for the curing

of the adhesive. The humidity loss at the surface of the wood is not important for
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enbodi nent of the present invention, it is provided
that the adhesion surfaces of the board-1ike, plane

woi2e@s9od wood are pre-dried prior to the gl upagEP206/012118

actually particularly by heating, preferably by
irradiation by nmeans of WV |jght or infrared

radi ati on. By neans of the b# -dryi ng of the adhesion
surfaces, the open tine of the adhesive is prol onged
because the wood g%%yides | ess humidity for the curin

othet fyetherd peospduae, eraupg thed hepiditys sondentt pfe they poad ds Jrlanced

t ' Lnportant forthe further procedure,
b&gg%@ggf}#@[eﬁ%?ﬁn%i ty content of the wood is bal anced

within the shortest tinme. In one enbodi nent,

preferably, the process according to the invention is

characterized in that the obtained veneer has a,

t 1 enerfaalodiment, proferabhy, therspessaBespring tonihe mvpntignels ciarac-
> . i .

RSV R 4 B0 el ey HAOE Skt o0 0 i, ellhny o

usinal A peeferred nascimbmy thivkaesbd@theedknbeoin 4 mem. Thus, with their

rocesses for v

conventional manufacturing p eneers. )
DIl S ER IPIERTp I BeSRER S ERETS AS (oK Br cbained
t BEm&hé ERA¥N A hﬁﬂﬁﬁcﬁﬁ%&?&édg&%s 4 Qike@b. wood for the

manuf acture of veneers. [ock is character ized
in that board-1like, plane pieces of wood are gl ued by
means of an adhesive (preferably hol ohedrally).

ncernin referred emhodi nents, it has particuylarly.
(BB ol HeRtpeieiboeBo 0 BrenubaPBPriS: Reeteedy derioned
PhREEHKOb10MR A WIRANSr (HRIMBIRIARIY PRk, IdeR1 BloBE fSctafacter-

a material being different fromwood and/or anot her .
t izp@ ithaivboatddike, planaprcaagetivehd ere giund parmeanglodran adhesive

Petab B holafatbar P RehrR prerpied shpndinatte, Vs pablbufarty

oA MBRINhAQMRHe b bEIBR drVREReh safd fibEsRITReR™SRsne, prefera-

according to the invention, to provide col ored or dge%yp
er €

it bopidelikg piceasdd e materelheangedifigeint iornivoeg rhd/ar anot

ISR st R B ) BBt Lo
each other and with said pieces of wood. Particularly, it is possible, as already
mentioned in the context of the processes according to the invention, to provide
colored or dyed adhesives in order to achieve additional optical effects. Also the
pieces of a material being different from wood can optionally be colored or can be

dyed.

Regarding the other preferred features of the block of wood according to the in-
vention, reference is made to the respective explanations in the previous descrip-

tion, and it is expressively made reference thereto.

Finally, the invention also comprises the veneer itself which can be obtained from

the process according to the invention or which is obtained by cutting along a de-



dyed. Regarding the other preferred features of the
bl ock of wood according to the in vention, reference

wO00srde374 0 t he respective expl anations in t hePOTEP2@®ES12118
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description, and it is expressively made reference
thereto. Finally, the invention also conprises the
veneer itself which can be -dldt-ai ned fromthe process
according to the invention or which is obtained by
cutting along a defned section plane fromthe ]
bt ddckién plade kroff thetrdm-darisiecknofngoodeCqreepsng ihegproperties
sai d_veneer accqrding@tp the inyentjon, also r%f%ﬁeﬂﬁﬁrt
i of srictiwenast BeROTHNE fie MRGMYERIEGH, BISPJRTErSleq 15 gmadg to the hithierto
expli.citl f e process
d@%g?ﬁ?%bX?%Rgig&ﬁﬁgéﬁgggﬁ%ﬁ?ﬁgkg?%ég'of wood bei ng
obt ai ned ac cording to the invention, and the veneer
bei ng obtai ned according to the invention have a

series of partjcul ar advant ages. ,For the sql.ution. .
aEboprioass #eSORdRE i ihenmventiony hie; hlpgk gt 3fldicing pigined ac-
procedur Wy ' indSadchMNERd ®AhS Bvention
TR BRI d e By Rt e Ty
defvienegtrips bbparticulatelvantagésng/ sl i cing, and is only
subsequently cut/sliced. An assenbling/splicing of the
conpl eted product is only partially necessary or not
necessary at all. So, one advantage of the process can

b?ofﬁ]t%ds%ﬁﬂt@ﬁ%wrg fhBehRinfioh "L ikiieNne deseried perddiie ac-
sor e h

he obt al ne neers according to their .
queddirtg teshe puiet drhiatinesaied sv das dhcsvanhersugen it bhepeufagiured is

b [ d | bl e.r . ' .
alrrady rarbpasTyp e Sl 458 i e SRsRE B88 stiosa. An
aqg'eﬁl!b‘ﬁﬁgﬂs%ﬁ&ﬁé’ bPMALdRPlcRl edidias oplyes@sially necessary or not

materi a eing different fromwood, the veneer
patdessarg ahradl. Soe onendeantageapf theeprocqsst ¢pnap prgdgpyjnantly seen

B e Ty

ron o ore
aghRe SindaBatanld Vet aish & néthiewvappbe tdmined info the isabdeiranges.

orIBydgs?t?g gl)esrflse ia‘?igg r\rztiistigltalparll)psertki)eesl :Qn glg.afﬁfti%g %Q&/or by the additional
incorporation of defined pieces of materials being different from wood, the veneer
patterns and the veneer qualities, with arbitrary selection of the section plane, can
be predetermined. By means of the application of colored or dyed adhesives and
by means of the application of colored or dyed pieces of materials being different
from wood, a plurality of further decorative effects can be achieved. By the fact
that a veneer is cut from a block of wood having defined dimensions, a wood ve-
neer having defined dimensions is created. Thus said wood veneer is a veneer

with mostly predefined quality and predefined dimensions; that means it is a real

technical veneer, whose aesthetics is similar to a natural spliced veneer surface.

Therefrom, the result is that products can be directly provided from the process

itself that are made to measure for the veneer end-user. A further freatment



fromwood, a plurality of further decorative effects
can be achieved. By the fact that a veneer is cut from

wa 2emats7ef wood havi ng defi ned di nensi ons, a RODAP006/012118
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neer having defined dinmensions is created. Thus said
wood veneer is a veneer with pnostly predefined quality
and predefined di nensi ons; tBar means it is a rea
techni cal veneer, whose aesthetics is simlar to a
natural spliced veneer surface. Therefrom the result

i Gorting, cpitivguassembhirg/siciig, end Itye BkD\dandg gompistelyeomitted or
procoes\g i%&e.f {iﬁa& are made to neasure for the veneer
eRdREF 0K FHPHHET treat ment (sorting, cutting,
assenbl i ng/splicing, and the |like) can be conpletely
omtted or is considerably sinplified. The veneers

bei ng obtained fromthe process according to the |

i Bhervenesss beingtobtaingd flem dervesase acesydingdo theifvgatien £an be
0 he veneger hi [_ex I . [ '
oFurtOF B TLAER 53 8 Sl R HAER R S ERGt LR BhHEDy the
S ifislicafld® of dpPropridiclpatschitded fereyr dReRhage oultstrate. Thie is par-
furni ture manufacturing because, in this way, quasi a

f hieplateadyangiegers indhe Benigis mansioiiingRecayssuindbis yayy quasi a
0 i .S v] dgnt i ff . ngex.

CabUS SHHE: st veopEFIA b AR Skt 8" RMETR sae
asvidetththat differeni wrser iypeofdetierent shyeids afivesd,\pattyms dronbeood

produced and, can be con_verted accordjng to custoners’

r é‘h‘ﬁpﬁ@ﬁmf@aﬁs aelerashor diied cdheiven PohoOPratdedt ard fn be con-
BLedd éblcérdfi)x? % udiohlcpd e8juifenmaood, novel surface
patterns and, therewth, a conpletely new nateri al

aesthetic can be created that enlarge the application
range of wood veneer. According to another purpose,

i P e Gon e Wi e frk ring S Sfent iy g novel
Wiriidag AR emde Bfetdwiat PERkpIERELRew ‘Qﬁkﬁéﬁeﬁyaeﬁtti@ti@@éﬂBg@ cre-

0

has the features being defined i'n clains 30 to 37.
met@ddhadfenksgedthd epplication ngpobewed @snegt.cor di ng to the
invention can be realized in a

According to another purpose, the present invention provides a device for the
manufacture of a veneer, in particular for carrying out the above described proc-
esses, whereby the device has the features being defined in claims 30 to 37. By
means of said device, the processes according to the invention can be realized in a
particularly simple and fast manner in order to achieve the advantages which are
discussed above. Concerning said advantages, explicit reference is made to the

above explanations.

Concerning claim 34, it has to be added that the provision of a plurality of ma-
chining elements at the rotational body of the rotary machining tool has the ad-
vantage that a particularly plane surface of the planed adhesion surfaces result,

whereby the damage of an individual planing element does not directly lead to a



particularly sinple and fast manner in order to
achi eve the advantages which are di scussed above.

wQan@7yda7Tmg sai d advant ages, explicit referenceCcraromdei211s
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to the above explanations. Concerning claim34, it has

to be added that the provision of a plurality of ma
chining elenments at the rotatdonal body of the rotary
machi ning tool has the ad vantage that a particularly

pl ane surface of the planed adhesion surfaces result,
Whetebinot dreme 35@ssing qamlityndhis pardbulpilnnippHeseifesire mhachining
does no? directly Ieag'po awor seni ng of the processing
qelatienty. havhi aitting edges| whicly aapgpscatially 11 ﬂ?@ralﬂﬁgm i gotational
el enen have ¢ ing edges which are essentially in
pgﬁﬁ?PéﬁwF%Bﬁﬁgﬁééwgtional pl ane of the rotationa

solid. Fig. 1 schematically shows a perspective view

of a beamli ke block of wood ac cording to a first
preferred enmbodi ment of the present inventjon: Fig. 2

s Eige reschematioplly shows a psespestiie We 0 beam-like blogk of pepod ac-
bl ock aqf Q ' ' | - 3.
etaety aanrpr e e Lo i prhen B tin, o ke
bl ock of wood ac cording to a second preferred

enbodi nent of the present invention;, Fig. 4

schemati cal | shows a section vie ft heam | | ke )
bFteeR sshemﬁésréﬂb Showss & BRARADIVIEEPY .S'c\ﬁlé ?’e?ﬁrlg?ekedﬁoéﬁ of wood being

sgh i.¢al]ly shows a perspective view of a beaml|ike
b%%%ﬁP%gﬁgb%d ac cording to a third preferred

enbodi nent of the present invention; Fig. 6
schematical ly shows another perspective view of the

beam | i ke bl ock of wood being sho in Fi : Fig. 7
shitgnd shewpiésllyisbogs etneb’sae?ﬂvgvylswvg}t?eg%@gﬁhﬂ i%lPéEItﬂ%d’&?Pd ac-
gg %%ﬁe?&ﬁgi’vﬁreh Rdbb@iment 8P he Pl 1fn$ent1on;

a perspective view of a beamlike
bl ock of wood ac

Fig. 4 schematically shows a section view of the beam-like block of wood being

shown in Fig. 3;

Fig. 5 schematically shows a perspective view of a beam-like block of wood ac-

cording to a third preferred embodiment of the present invention;

Fig. 6 schematically shows another perspective view of the beam-like block of

wood being shown in Fig. 5;

Fig. 7 shows a schematic section view of the beam-like block of wood being

shown in Fig. 5 and 6;



cording to a forth preferred enbodi nent of the present
invention; Fig. 9 shows a schematic section view of

woOheoshwegami | | ke bl ock of wood bei ng shown in Fi gCT&P2005/012118
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Fig. 10 shows a schematic top view of the beamlike

bl ock of wood being shown in Fig. 8, Fig. 11 shows a
schematic perspective viewot7a | og which is cleaved

into several sections; Fig. 12 schematically shows a
perspective view of a beamlike block of wood

aFigo8 dtingndtiwally Shéw a persp estive dviewriod @i breemt:lilof bipble of wood ac-

present inventian; Fig. 13 sh a schematic top view
ofordingde ?2 Bﬁ'egefrff‘él W&?ﬂﬁ‘&‘é‘%t&%&d?re%egﬂggfa%u%cor di ng

to a preferred enbodi nent of the present invention;

Fig. 14 schematically shows a perspective view of a

pl ani ng devi ce which preferably is used in the scope

OFigt Beshpmese sthammagiensection vievg of 18 bedneridei Wath pf stnodsbeing
a ersg tiyve view of a conventional process for the
nﬂﬁﬁﬁﬂ- i 0f a veneer; Fig. 16 schematically shows a
perspective view of a conventional process for the

manuf acture of a veneer;Fig. 17 schematically shows a
perspective view of a conventional process for the
nhigui @ shawsea sfhemalie e viewrpithe bgam-ltks blg:kaof wood being shown

s%n‘aé.i cally show a perspective view of a
c €nti onal device for the European style manufacture

of a veneer. Fig. 19.1 to 19.2, show perspective views

of a device to carry out the novel proc ess for the

manuf acture of a veneer. The described features and

f Bigt hbshdvene sehemase peripestiveainw oha deswhichfis gleryadeintopgeveral

sections;

Fig. 12 schematically shows a perspective view of a beam-like block of wood

according to a fifth preferred embodiment of the present invention;

Fig. 13 shows a schematic top view of a device for the manufacture of veneers

according to a preferred embodiment of the present invention;

Fig. 14 schematically shows a perspective view of a planing device which pref-

erably is used in the scope of the present invention;

Fig. 15 schematically shows a perspective view of a conventional process for the

manufacture of a veneer;

Fig. 16 schematically shows a perspective view of a conventional process for the

manufacture of a veneer;



| owt ng description of preferred enbodi nents in
conjunction wth the dependent clains. Here, the

wondicw7ebgal features can be realized each al oneCoEP2005/012118
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conmbi nation with each other. In the follow ng, a
preferred enbodi nent of a device 30 for the

manuf acture of a veneer accof®ling to the present
invention is described with reference to Fig. 13. The
devi ce 30 being shown in Fig. 13 has a processing

SBIpJeNGehdnnaicalls shdwas pergpetive yiaweahs cofiveatidaspeccess fe the
havi ng an arrow, whereby, along the dashed line, a

shiag P%K%RﬁQV@F?%g devi ce can be provided

continuously or in sections (not shown here). Thereby,

it has to be considered that, in the scope of the

present invention, there is no need for the device 30

t Bigon8Mi tde 8 dchednetiendiyi showrnd pérbgective vishooina tonvengonal device

At first, the device_.30 has an equi pnment 60 for the
cburtheE b“@ﬁ?ﬁﬁyepﬁl CEHepﬁév@EPfaces of board-1i ke,

pl ane pi eces of wood are coarsely planed, for exanple

by nmeans of a planer or the like. Said device is

joined by an equipnent 6 1 for the sorting, and an

efig. peHND 162, Sloow phsppntb'eséeszimgf oflewchyoscarmhet dlynovel proc-
Iace f said sorti.n U|pnent 61, frequently also

tPﬁlﬁ% © HEFotﬁg T.enpl oyed in orderto sel ect

such wor kpi eces fromthe delivered boards are suited

for further proc essing. FurthernDre t he device 30

has a pl ani ng equi pnent 63 for the "snooth planing" of
afTht elastribod deaunes avé fuftharHeatness pédhé Vvobtion ajesuitk%om the fol-

ane ece h sent enbodi
PSR g Bt bR TP SmPGeReS: Rt g gt thegtependent
V"ﬁlaﬁﬂs Hdde, 3hP RISRAED] f¥Rurék @ih bé FealiGOiBERhI alcilel o in combmatmn
presented in Fig. 14. As can be seen in Fig. 14, the

r otittgachathenxi s 63' of the rotary nmachining tool 63"
extends essen tially perpendicular to the surface of
the piece of wood 10 to be processed.

In the following, a preferred embodiment of a device 30 for the manufacture of a
veneer according to the presenf invention is described with reference to Fig. 13.
The device 30 being shown in Fig. 13 has a processing sequence that is illustrated
by means of a dashed line having an arrow, whereby, along the dashed line, a
suitable delivering device can be provided continuously or in sections (not shown
here). Thereby, it has to be considered that, in the scope of the present invention,
there is no need for the device 30 to provide all the equipment that is shown in

Fig. 13.

At first, the device 30 has an equipment 60 for the coarse planing, in which the
surfaces of board-like, plane pieces of wood are coarsely planed, for example by
means of a planer or the like. Said device is joined by an equipment 61 for the
sorting, and an equipment 62 for the processing of edges, whereby in place of said

sorting equipment 61, frequently also trained personnel can be employed in order
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Thereby, the rotary machining tool 63" has a
rotational solid having a plurality of cutting edges

wO3006/079d41@er eby said cutting edges each have a RQTfE@2005/012118

edge which es sentially is parallel to the rotationa

pl ane of the rotational solid, hi the scope of the
present invention, for exanp?%: the system "Rot ol es”

of the conpany Ledi nek- Tec, D Del nenhorst, can be
applied as such a rotary machining tool, though, it is
s&l feleny isden worlmeces Heonp itless deltverash/orrdsosrei witadtfor further proc-
r&gh{icted thereto. The planing equi pnent 63 is joined

by agdrying equi pnent 64 for the surface, which, in

t he present enbodi ment, is realized by an equi pnent

for UV radiation, hot air or infrared radiation. Said

equi pment for UV radiation or infrared radiationis

aF wiairgears dehdeviceo?Qbas & plaping wujpradns 6Bbothe 'jsirmntidplaning”
S f t e tive piece od 10 at its

B #25 B BT ORE R0 P WA BSRR oo, n the

epresanRMbodimény thichplagippl dquainhan 63 isad redhe fiavBinfig tool 63"
glue onto the planed and optionally pre-dried, frozen
anBiIche MR BIPCEHYS WEW, rschempatically praspied 1 Bige b4 ks oad. seen

| ig.ﬁ% Lﬁ,ﬁﬁg Eot?{ioﬁatﬂ Gxi 35?5 §Phe irgﬁéﬁp g‘l‘eatglgnintgﬂgola@ﬁl éx?e%trd')s/ Wsen-

equi or an adhesi Ve ¢ esicgned 1n"ve
diidlfye perpendianianes she amdacef of tlex pivet enf waod dONr bs @rocessed.

I I the ik However, it  has. proven .
[ gﬂ%@;i éﬁflf? %%wgﬁql Erara&gm 'éa'gfa%fsa xoﬁgtgoalahéoé@ma%}%m plagplity of
f 1 e i i 3 . 1
n%{;“z“f‘é]eg“?‘%% ﬁ@?%&??%gﬁ%?d%ﬁ egg‘ﬁlé%i 93%“?1%}%?&%%‘35%‘* o8-

heentijlly Eopdrellélrig the tgatibem] plend0f denptitoasl slist &cKiengope of
he of wopod h, ar.e, provi ded

equi pnent .66 f.or i eces i ch
v&%{irﬁssr?nﬁ&hveegf% b exE ey Fheksysmcﬁ@fe cs 6&?5 Fepgany Le-
f @hele188PDEDeIntentidRt, DEnAbE UpbBEd 128 9sucBPA oY IfiMEhining tool,
downwar d cycles or the |ike. The equi pment 66 for the
sthawegh, ilgis iselfewidenidhpithe preserd diveytion il nteestriadd thereta.he
re spective beamlike bl ock of wood. The equi pnent for
the pressing, for exanple,
The planing equipment 63 is joined by a drying equipment 64 for the surface,
which, in the present embodiment, is realized by an equipment for UV radiation,
hot air or infrared radiation. Said equipment for UV radiation or infrared radiation
is arranged such in order to pre-dry the before planed surface of the respective

pieces of wood 10 at its surface .

Furthermore, the device 30 has application equipment 65 for the application of an
adhesive or glue onto the planed and optionally pre-dried, frozen and reheated
surface of the respective pieces of wood. In the scope of the present invention, the
application equipment 65 for an adhesive can be designed in very different man-
ners, and, for example, can comprise rollers for glue or the like. However, it has

proven to be particularly advantageous if said equipment 65 for the application of



can be run hydraulically, pneumatically or optionally
al so with weights, and, for exanple, can be designed

waow/gm7eusel or as a |inear press. The pressPa@g/EP2005/012118
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equi pnent 67 is joined by a conditioning equipnment 68

for the wa tering and/or tenpering of the pressed
beam | i ke bl ock of wood. The3®kqui pnent 68 for the

condi tioning, for exanple, can be a heatabl e water

bath or a steam bath. Said equi pnment 68 is foll owed by
darPh@litisig 1eQud pieality68f fddzidsclor pheaapplication ssfomt hdlesive (not
side of the beamlike block in order to have it
phep@rtiege)nount ed on the cutting equi prent 70. Said

equi pnent 69 is joined by a cutting equi pnent 70

(veneer slicer) for the cut ting/slicing of the
respectively pressed block of wood to a veneer.

Thelleirg, aidbvigdPoempristd 4 stacltihg equiptnelmgléﬁl fomthcg pixaes of
be designed in venﬁ dlffe(ggt mann

nd
eXanp Maicho PBRVIgPd it adbsize Foh Pograle Bpcl af iood Hore,
f r r Th
<l Eeipte,tgah Bl GUSL Al e 2o B EA{ T HEs bPRIIke. The
deryuil@ﬁémaﬂﬁ fifr thé etachﬂngum goined byragpleqsmg ngmpmemh 6¢Hor the re-
for ex f‘% ow chanber. tha hot air Sges 1
s ot bk prock plirgpd: 156 papipioegt 1 tpp gresshie, for example,
C ‘@%& GAIRAG St hAINy BRRE vﬁqyal hts, and, fi
p?ggl\ggés]édna sclg{cgﬁfls@glhﬁl; il usrféri)at edlp}lln Fi g. elg S an o
1&xadplé,an be designesiatsi aonaadusplr ayge edingaciresh. ng to F| g.
18.1, a log 50 is decorticated/ debarked by neans of a
debarker 58, is then, for exanple, longitudinally cut
in halves by neans of a band saw 59, said halves are
Wethé {ﬁsmg e&ﬁbﬁfeh@m gqjéa&dr@nd chridtistiihg eqiipeefOEE RIFRAE wa-
68) and | ow ng, pass a pl ani ng equi pnent 69. The
ptealngdmﬂ@lr\t@spmngs@ﬁ t@e |pm§s beasurbike flasktafywead. ddig equipment

o Fardbe o liing BSRERE Ya) Bob BPahRY s HRE g bt
(prelfer;ably by neans of a pI aner from conpany
Rot ol es) .

Said equipment 68 is followed by a planing equipment 69 (flitch planer) to
smooth one side of the beam-like block in order to have it properly mounted on

the cutting equipment 70.

Said equipment 69 is joined by a cutting equipment 70 (veneer slicer) for the cut-
ting/slicing of the respectively pressed block of wood to a veneer. Thereby, said
equipment 70 for the cutting/slicing can be designed in very different manners,
and, for example, can be provided for a horizontal or vertical slicing, for rotary

slicing, or for eccentric rotary slicing.

A drying equipment 71 is installed downstream of the cutting/slicing equipment,

which, for example, has a flow chamber that hot air passes through.
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The resulting board-1ike, plane pieces of wood 10
subsequently pass a drying equi pnent for the surface

wo40(e®79334 UV, hot air or infrared radiati on) ROWERZ005/012118

appli cation equi pnent 65 for the application of an
adhesi ve 20. Subsequently, said board-Ilike plane

pi eces of wood being providedl with said adhesive are
stacked in the stacking equi pmrent 66 and are pressed

in the pressing equipnent 61 to one or nore beam|ike
bFimaRky infFigud@dl tH218.Bubs equientibnal psaticsk iseamparddewish dloknovel

of wood are tered in a canditioni equi pnent 68 (e.
GPrORESAF STCRAPFALY o tﬂ‘ftﬁ%{noﬁﬁefdpfg’pggzhum dity

content, and are subsequently planed by neans of a

pl aner 69 and are sliced in the cutting equi pnent 70

to a veneer 14. After the drying in the dry ing
ebuitireonvéhtionalh ereuese essorflong theFigandflactutog 60 & decorti-

vene agcqrding to.the ocess of the invention
ARG 0 MR AP o TG B e PTG SE AR out
t il KERRE Hy b AR B talishindaaw g, Q&I AR YatckéPASY kSR equip-
direction 74, 75 and may be processed by assenbl i ng

7@entTlsendit oning telqoipnesing O§k end, HellGwingppass a plenipigesquigneent 69.
cess such that..for all.surfagce.patterns that are
IR R ReiYes o 3hig 16F afksuphelb SRR The

subsequent manuf acturi ng step (the clipping/trimng of

t he veneer and the | abor intensive assenbling/splicing
proqesag beconmes obsolete. At the sanme tinme, it does
ntFig. £9.4t0 d82- a¢qopding e the navel radess, heetds dre planed by means

[ i_a. r i ven rface. as
PTG 0A DL B0 0 YRS S5l o
(Bs)L Gh8adsuttingi Hoyird> ke, @link: pidday bNgodd €0 weegliertifiRsk 4 Grying
a low humdity content allows the transport, and the

stvRBent dor the surkgrsddresgrly hckot gir o ivirapsd rpdiggon) and gnpppli-
. ' rv & . '
A R B G BeRA Ry o NS RERLA®, said

eren M
Clovdréhiks plaan pireegbiiedod bgap pesvidabiwith saiderdiiedide huerdierked in
bought. on the open_mar ket can be used together w th
f1RE SHFNE SARPPSALEP AT p1e IERBLT) fie PRESEgguPment 67 1o one or

more beam-like blocks of wood 12. Subsequently, said beam-like block of wood

are watered in a conditioning equipment 68 (e. g. a water bath) to adjust the
proper humidity content, and are subsequently planed by means of a planer 69 and
are sliced in the cutting equipment 70 to a veneer 14. After the drying in the dry-
ing equipment 71, the process for the manufacture of a veneer according to the

process of the invention may be terminated.

Optionally, the produced veneers may be trimmed in longitudinal direction and/or

transverse direction 74, 75 and may be processed by assembling 79.

The new method changes the European - style veneer process such that for all

surface patterns that are “plank match”, e.g. lumber-look-alikes, the subsequent
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30

walkbwwssx7me nmanuf acture of veneers to have an

process. It is also possible to mx different species
(and materials). Furthernore, the new process al so
PAViER2(D5@12118
glue line using a standard gl ue, while using standard
veneer slicing equiprent (in cluding watering/heating
and t he subsequent drying pri¥cess). The new process

all ows the manufacture of a veneered surface that can

be stored and transported, while providing a product
tinatufectariie stpp ¢thecdghping/ivindeingatf the vomsi cad ahé Yablodiweensive

e St ol ST A e S G R
‘éﬁ?ﬁ:_e-rlilge' 06 AGRR PRe S8R eth ﬂﬁ&ﬁe(?%ﬂce' REGnd %E&Eﬁfgg%?%e veneer

cing. The finished wooden surfaces are avai
afurface, tak ¢halvepeers anel ditidkbtoea standrod hewmddifyosontent (&6 % humidity

processing. before the applicgation.to the suhstrate. B
tSoBtae FHATing e Vat S8 de o Tvapniate SPGngaq_f%VSt ﬁ_ﬁ?@ trandport
| QRS bBRge bR hePYb IR QEARS HRYGE %?ﬁl%ﬁxgtih% d &iBskrakl ons

of prior art. Also financially, € new process has

maj or advant ages. The total manufacturing costs,
including the cost for the raw material is at |east 20

I A R e
ﬂﬁﬂﬁi@i&? GoehROdah B Blue@NEEdth Mndthr ARIBRS lunTht® BoAPht &4 the
productivity makeshuge i nprovenents. Per stroke of the

stnesanarkeingh by usedtagethet wilh freshlyesapmolyober | itgeasan sheshme

VAPRES o A ReS et P pip sl Bk AR MeBSEE hughore,

fthy @etvi presesh bigb allowd e Skinefadtgreas¥th eedis RE heek b RiNible Slue
far the nost_ expensive, .thereby the nost capital

b
Tnecnsng @ seyidiapshrahie, Prhileesingn ptapdardaienee cligingn gauprapnt (in-
f : I i i i

O LAAR kO 837 SIRTR Y QUG TSR, e

sdllomasrthe smanufzctuve dhie eehedred turéace uhgtuian Gl stored add tiansited,
progcess. dAs st an arq (tgr eeg | unper can be used the
oviatly providing a product that can be produced to order at a considerably lower

cost than the traditional process.

Further advantages of the new process are that the veneer pattern and the veneer
size can be selected and defined before the slicing. The finished wooden surfaces
are available after the dryer and there is no need for further processing before the

application to the substrate.

By the blending of the process steps according to the invention, the new process

overcomes the limitations of prior art.

Also financially, the new process has major advantages. The total manufacturing
costs, including the cost for the raw material is at least 20 % lower than in the
standard process (European - style process). It allows a quality of cut that cannot

be achieved without the conditioning process. The capital productivity makes
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fromthe highly efficient hardwood | unber industry can
be used as raw material vastly increasing the

weoabmrrdzak| y avail abl e resource conpared to usPA@/EP2005/012118

veneer logs. In addition the invention allows the use

of short cuts and sizes of |unmber that are not

comonly used in the | unber - $hdust ry, thereby turning
waste into a high value decorative product. The nost

I mportant advantage is that a real mooden surface can
b@&ﬁm@%@nﬁﬁs Fet sisekeper therglicon aeughik 39 meaf sellablt product is

a zt sub titut urfac
B L P e s A

npdrafoke oﬂglﬁbeﬁid‘@fe& to Tive $inkes higHer.CBleJ1iBIRUAR (ft?iﬁlg%ﬂﬁlpment

|ndustr of surface materials. In the following, th

nier 8ie Mest axpaRY Yea ey thewagss cemritad @ﬁénsevmmlmentmn the
Eﬁﬁﬁg %ﬂfacﬁﬂﬁxgoo@ﬁfnaﬁérﬁ Qh$ fforgﬁfﬂ %o ﬂleeve{s e?nl?l(:& glgl‘g# 1§ alsed ina

e I nvention, "nore specl

estoafica it mote tffieiept mgs’Sh@Ga:tpmdmﬁ@d ﬂlctahﬁ v @NthidRold the
a?r}]ggt he pro uct accordj ng[ to the invention are
Bl gpEsat As SGREd Brosn dEmbes mgbe wsed 4he putput

1 : I

poomphek “%T"&éfﬂe&%? SRR RBRE il SH060 AR AR Blieria

wiagtliin mcrdmnm‘th? poifenmilycetVamle répdfd6 ctmmﬁreﬂl&@ uﬁiﬂg Xeneer logs.
% boar oarsely planed in th

st (i EHOR RO iediss B Stk GHia end iger f byber that are

atienfoSy 8888 th@@lﬁnﬁ\&ri%dﬁéﬂ@s QH&E@‘ It&i'nﬁl%r &f@&e @' 2 high

exanpl e, manu ally or by neans “of t sorti
é@@ﬁvﬁﬁﬁﬂ¢@@Pﬂﬁhm@rmard a processing of the edges was
carried out in the respective equi pnment 62, whereupon
the | ater adhesion surfaces were planed in the planing
equi pnent 63. Dependent on the desired open tine of

tTie ﬁ@ﬁqﬁip\éﬁtantrw&/antbg&s'tﬁitear refBORESI A Sl e EALES pidtinldiat 2
boardsrép can optionally be pre-dried at the surface

iG9st pre Ay (hiahgpakes real wood again competitive with other, substitute surface
materials like low pressure melamine, high pressure melamine and others. This is

a break-through for the industry of surface materials.
In the following, the invention is illustrated by means of some examples.

1. Embodiment

The operation of the device according to the invention, more specifically, a first
preferred embodiment of the process according to the invention, and the products

according to the invention are subsequently described with reference to Fig. 3, 4
and 13.

At first, freshly sawn boards 10 from oak wood or beech wood were provided, the

dimensions (length x width x height) of which were 2,400 mm x 150 mm x 100
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equi pnent 64 for the surface, prior to the application
of an adhesive 20 onto the adhesi on surfaces in the

weqguiemmeaTd 65. As an adhesive, thereby, the preadumP2005/012118

Prefere 6000 of the conpany Dynea was used. Here, it

was a one-conponent pol yurethane adhesive for wood

construction with an adhesia® based on a pol yuret hane.

For the manufacture of the adhesion, said adhesive was

hol ohedral ly ap plied on one side of the respective

attie The Mostds fveze sombely bEnbd & de. egigymdrios, fot thepdoarse piening

nozzles, alsq a srizatul a or arpoller can be %lsed. TE’?
manu-

b ﬂaepbmrfeaéhaﬁm FRELAseS A sty SRS U B LACT 8 010y /B
987 yeMLaee (TESHAN. gl S0ORIEARL E R f e

vealgels (wak thrricleout éis tHet demgpctivereqepmast 62 rvgtdneupowithie kater adhe-
hei ght; 2, 400 150 X 60Q espectively, and
R Tag B O TR AR Uk IBRITE SRBRIeRt 61 por ot s et o

device 67, the curing of the adhesive was carried out,
whereby, in the present situation, a pressure of

approximately 1 NNmm 2 was applied for a pressing tine
dPermeppemxinntht desiredl dppurtine offthe adbewivs, aiome theblatamalihéseon sur-

bl ock of od, 12 from t.he gl ued soli od bpards 10, .
ragFszoElberieariont? ergoangLBhe PireiihetRaenEiace in the drying
RIRGRSSH: %2 1DF @RSsurfkbl, PMdRde thdappRaGaNSF hh @hdRBre 20 onto the
equi pnent 68, the glued beam|ike bl ock of wood was

resthesion surfaces & theapgiipgneat 62npe paadhasivef thepbyothierpaeduicy Pref-

<5t 00 b Sy PR ek oy E 0B e AR oty

abthale aaNdsived firy viboScdiBtrudtivnt Wih RhegiBtive ibhstdl b® A, polyure-

the cutting/slicing plane is selected perpendicul ar to

tthangy [Far dhevmasfactirel ef ithreerlisgionheaid rbesivhwrapelobedrally ap-

gi{h%d gic BHeaLild{\! ‘of 'tHe 're%ggétfv%dddﬂééio@ stk %? ﬂgé Hbﬁﬁs.bé&%s, in
wood, SO that regular ve neers resulte aving a

wilakiehofafozGIR6, a1¥o asphtalalceagbleroanhehi¥ednThe Jhepdieyd ,aniduat of

cutting directign is transverse to the wood fi bers.
adhesive was about 250 g/m? per wood surface.

Subsequently, six boards 10 were stacked in the stacking equipment 66 to a beam-
like block of wood (with the resulting dimensions length x width x height: 2,400
mm X 150 mm x 600 mm), respectively, and were glued with each other. Then, in
the pressing device 67, the curing of the adhesive was carried out, whereby, in the
present situation, a pressure of approximately 1 N/mm? was applied for a pressing

time of approximately 8 hours .

The so obtained beam-like block of wood 12 from the glued solid wood boards 10

had a sufficient rigidity for the subsequent processing steps.
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The so obtained veneers 14 were dried directly after
the slicing at a tenperature of about 140 OC for a

weoeniemdood about 60 seconds. 2. Enbodi ment | n PO®EP2005/012118

foll owi ng, a second enbodi nent of the process

according to the invention or the products according

to the invention is describetbwith reference to the

Fig. 1, 2 and 13. In principle, the second enbodi nment

corresponds to the above-descri bed process, however,

i Folidweing, ciadhel cemtiidatiing nquipmest 68, tieaglded bedradidertdock of wood

boards") from oak.(solid vvood)%éwavi ng a thickness of .

TR RS 1 HORRA & GERETHUT of APPYORalslp Ot at epgriod of
0 i t : r.e:

il 2ot 0 OO R Ricul o PhnckFRE e fip ' ik

meassi D& epprorinuiieln Ok Somkn. dh thwomasat sieationg titeocutttivep/slicing plane

invention. Ther he .i ndi vi dual boards_. were .

| ARSI B o ey M e 1 e Uy adesiprelagers 20,
ZarfHO Qe ik 36 FdirdVdRe@dn oflthe IMSHKVAOWBbd, RIS rebfliar ve-
were provided in order to obtain a desired hei ght of
1sErywesdfedt hawing widtbof %G thnl 2ndie derath 02460 mie. Thereby, the

i nvent .on.After an appropri at | aning of the surface
o%uﬁ%dlﬁeﬁl?ﬁ?‘, H%}?V%rﬁg%st?%@foogﬁibg’éfhe sive/ gl ue 20 was
applied in the formof stripes with a device for the
appl i cation of an adhesive of the conpany Lanello AG
(device LKSPUR). The used adhesive formulation was a
ohle sorhenedhvenselsyldrieern dried diabeslyi aftst gfe slisengcas mpamperature of
I it h s ' ti.ye (open tinme) of
g%glrlgg@nﬁ?g&fA%n%d%?%@ﬁ%gg?%mgﬁhesi ve conprised the
reacti on product of di phenyl methane diisocyanate with
pol ypropyl ene glycol. The applied anmount of adhesive
was approxi mately 150 g/n2. Directly after the gl uing,
tladmbadimenty| ock” of wood 12 was pressed for 6 hours in
the pressing equi pnment 67 at a pressure of 0.8 N m2.
Anttbe fallawibgeaseennd erbbiimgpnt of the process according to the invention

or the products according to the invention is described with reference to the Fig. 1,
2 and 13. In principle, the second embodiment corresponds to the above-described
process, however, in the second embodiment, waste boards ("backing boards")
from oak (solid wood) having a thickness of 13 mm with an amount of a humid-
ity of approximately 65 % which result from the manufacture of veneers were
provided without an extended storing period for the manufacture of a block of

wood according to the invention.

Thereby, the individual boards were laterally and frontally trimmed to a fixed
measure of 2,400 mm x 150 mm. All in all, 12 individual boards 10 were provided
in order to obtain a desired height of 156 mm of the block of wood 12 according

to the invention.



10

15

20

25

period of approximately 12 hours, the so forned bl ock
of wood was watered for another 24 hours at a

woenp@red7ur e of approxinmately 80 Cin a water Barmra®s/o012118

(steaned). The bl ock of wood 12 still being hot was

then sliced in a cut ting/slicing device for veneers

to veneers 14 having a thickdéss of 0.65 nm (in

| ongi tudi nal direction perpendicular to the adhesion

pl ane ), whereupon the so obtained veneers 14 are
dAﬁ@dahmpﬁmmﬁywngw@qgbﬁMﬁnmu&me@fmmnbemﬂsunEom&SMA0mﬂﬁﬂw-

SO Beh LR ot b B U A dEPcSi s Sppigien of

qaa@baﬁeén@rwf 160 Wbk Ipb@y Ebﬁ%ﬂb >AG* '(§és)1<EHJHK§P©§%f TRéThsed adheswe
commer ci al y avai | e veneers regar |ng t he aest het

i ﬁzr,nmaﬂongvatsraeowqrm@nbnuwlmn@awmm@;m of thmcmmny&}ollano

b
G bE st g RS Rbes S8 b S ron RS St ddppsive
eé!mﬁiﬂﬂi)éeﬁ tHORMAERoPFBEh& of 'dﬁil‘!éﬁ?llﬁieiﬁaﬁé koS! 'W‘?ﬂh polypropyl-
processes. Because for technol ogi cal reasons,

conpvalieal ohag anpdigé emopricfadbesivg waa appsoximataho éﬁﬂ gnrré to
assenbl e such narrow strips of veneer, said aesthetics
in veneer are only realizable by the process according
to the invention.1l. Mdification Starting fromfreshly

SBWBctQESIEeh the gluilg, tHRrRedBRSE oﬁ@@@ﬂdaﬂﬂastﬁeésh@ S8 h&dFs in
diment was, carried out, wherein, all inall, five
b@l@&ﬁe%@@reﬂsllm 6 12tia dressuts of|0ct R/ whBer medhseaientresting

Bl YRR 10 0B i B0 ek o

asur e same as
lénotiesr @ddhogystap a Mpbﬁituremtbqﬂjrmmwlﬁﬂt)% i@ water bath 40

I cin terial chni.cal, veneer was
ciaringy, T Sueagb ot 22,680 Sring e vE dofkeer in a cut
LiRiRs 38R B/ Rbdrs 96 VUEREET 4 SUYiha SeinidkAb SXE0B
Slﬁlﬁ vélgg(?:ers are Used forvglg&or zlng‘F‘g% rhl(g%rsst e 5 o (in
f loogiteding! divactipn pemendicular to the adhes1on plane ), whereupon the so
obtained veneers 14 are dried in a drying equipment at a temperature of 140 °C to

a relative wood humidity of approximately 8 %.

The so obtained material, a technical veneer, had a proper quality and could be
clearly distinguished from commercially available veneers regarding the aesthet-
ics having the stripe-like longitudinal structure, of striated, thin, linear looking
veneer. Subsequently, they could be applied onto appropriate substrates, for ex-

ample wooden panels, using different adhesion processes.

Because for technological reasons, in conventional veneer processing, it is not
possible to assemble such narrow strips of veneer, said aesthetics in veneer are

only realizable by the process according to the invention.
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weonreesiodexd4 havi ng a thi ckness of 14 mm and,

2. Modification Backing boards fromthe conventiona
veneer production made from wal nut and mapl e were
as #es@Eprrdvedi2i1s
in the 2nd enbodi nent, were prepared, planed,
optionally cl eaned and subsequently glued, hi said
gluing step, at first 3 boaB@ds nmade frommaple, 1
board made from wal nut, then 3 boards nade from nmapl e,
in turn 1 board made fromwal nut, and finally, in turn
q Q&@ﬂﬂﬁhﬁﬁde frommapl e were glued on top of each

y neans of said gIU|ng of 11 boards, a bl ock

3 88 bdRind A the 1& em-
%&ﬁéﬁ% R s bR e ocss kit
Wobiimknt and dﬁﬁ[ﬂdeoutswhalem (all maiﬂlt fivpbetdr beatds psraaled to a
mapl e wood. and Inu wood have sim dr
Bldehraf WanHAERTNS Hohegumuian e gy Ad b 38O il fxed
DPdash N thO¥EHEs %& {8 Qe RFoPheRAFdsND. actbRlideoNthe A&lem-
veneer that was obtained according to said
modiniéntat i on, concerning the aesthetics, were simlar
to a plate bei ng glued in layers from di fferent materi
al s. Because in the conventional manufacture of
veneers, for technol ogical reasons, such narrow strips

o/iftéfecﬁ? &ti 1ﬁ§r‘z@s°§ Iﬂ%%rﬁl UedehnidHl d'eﬂ&i tWistdbesinéd) wiene aesthetic
%e achi eved by means of the process ac:c:ordlaf}n%)e

tvoast it Atricomal simpi essebled/spHeachvangery surface. For ex

i fication I nte Lding to
tngh 2?&?6%88?‘?%@5‘?{ ao gg%gftrghv\egf\@?tgggfﬁﬁﬁ%{:e ofg each
6th layer of an oak board it is concei vabl eto
incorporate a |ayer of a thi n al um num pl ate
(thickness 0.8 mm) into the layer conposite and to fix
saModifipgiteni t e by gluing. In this manner, it is
concei vable to obtain a block (of wood) having a
hBioghig bourdh&omathgeconfentidndl vemeeriredwation maieogp@ walngt and

e PEHIGH Wﬁ%"g@uam%%shs% | £ SR 2Ud, Y B e f Rt 2

embodiment, were prepared, planed, optionally cleaned and subsequently glued.

In said gluing step, at first 3 boards made from maple, 1 board made from walnut,
then 3 boards made from maple, in turn 1 board made from walnut, and finally, in
turn 3 boards made from maple were glued on top of each other. By means of said
gluing of 11 boards, a block of wood according to the invention resulted having a
height of 154 mm. Thus, said wood combination of walnut and maple is particu-
larly preferred, because maple wood and walnut wood have similar drying coeffi-

cients, and thus the so obtained layer composite does not tend toward delamina-

ting or tearing.

The technical veneer that was obtained according to said modification, concerning
the aesthetics, were similar to a plate being glued in layers from different materi-

als. Because in the conventional manufacture of veneers, for technological rea-
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dinal orientation (optical characteristic into the
| ongi tudi nal orientation) by neans of the insert of

wablkosioneans Sai d nodi ficati on has not yet been ear mPe@®s/012118

out . 3. Enbodinment A 3rd nodification of the

invention is described with reference to Fig. 5to 7.

In said enbodinent, it was s3&frted from boards 10 nade
from oak wood having the dinmensions (length x width x

hei ght) of approximately 2,800 mm x 150 nm x 60 mm

Saing, smek nhrawdsripeovaktatandt by gtued, glidiasghddilcs $hosicer can

pi eces of, moqg of oak 10 which were freshly sawn from
g‘ffg)é © peffgwd bygyeans o $hegrogess acerding & theanisndionwi t h a
pol yur et hane adhesi ve (product Prefere 6000, conpany
Dynea). The so obtai ned boards of oak 10 were pl aned
on both sides to a final thickness of 50 mMm and were
fuMdbdificstiomat ed according to the process of enbodi nent
1 or 2. A beamlike block of wood 12 havi ng a hei ght

ah S3OmENMaGoR 10 Beshdes ¢0peidcaed hetokdifg d IRND19UMbodiment,
wher eby, accordingly, 6 of such oak boards 10 were

grhesebxaihorererc i Plappf cathed lazer ofl ancaadiybodids duisswetcdivable to

t: dj Ofy : the cut. ting/slici S.
clgg?l?é%%o%% o % & {r}ﬁnﬁa Iy 1§|mf“ }%%éef @gg}é‘?es? Iqergg ot hfetiyer
noigosad andatot fC buid eampysRasy glhthg, Weths iadfek 8 istc@ntdi®able to
t Qi,cal fl oor. arrangenent of a parquet made from oak.

bl dlrakdt WROALRAVINE heigh indhe rapge phES | mueAtheaesultcould
: : ) ' . A '
el Wbl ShEHRCRAS il Bt e} Sionsty peice-
wina ogientation Gopaichkanyddtdeistiblinto khofongitadindl Drieatatibg) by means
er of herri ngbone tern - as shown in Fig. 8
R AP ns ek A oG e ksl iEkpen serisAan ued
to each other at their |ateral surfaces, respectively,
and the respective front faces of the boards of wood
10 were also glued with lateral faces of adjoining

BoFmhodpheniood 10. Then,

A 3" modification of the invention is described with reference to Fig. 5t0 7. In
said embodiment, it was started from boards 10 made from oak wood having the
dimensions (length x width x height) of approximately 2,800 mm x 150 mm x 60
mm. Said oak boards were obtained by the gluing of shorter pieces of wood of oak
10 which were freshly sawn from green lumber, by means of edge gluing the ends

with a polyurethane adhesive (product Prefere 6000, company Dynea).

The so obtained boards of oak 10 were planed on both sides to a final thickness of
50 mm, and were further treated according to the process of embodiment 1 or 2. A
beam-like block of wood 12 having a height of 300 mm was provided according
to the invention, whereby, accordingly, 6 of such oak boards 10 were glued with
each other. Then, as already discussed in the embodiment 1 or 2, the cut-

ting/slicing was carried out.
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as also explained in the enbodinent 1 or 2, it was
pressed, converted and sliced. 5. Enbodinent A fifth

wenbwdi7ysamt of the invention is described w t hPCT/EP2005/012118

reference to Fig. 11 and 12. In said enbodi ment,

pi eces of wood for the manufacture of veneer were
obt ai ned, wherein a section3?t as shown in Fig. 11 was
separated fromthe center of a |og 50, whereby, in the
present enbodi ment, said log 50 was cleaved into three
?;%ﬁ&érgﬁ% th?iﬁ Ishrfadek) the ﬁle}/cﬂﬁﬁhed)'rrmmfim,cﬁ teshnidabwinetr Werweere
ornmed by the section coul.d be advantageousl

sinuitas g 6, ypisel HoF 2BRRIFBISE! oG4 PESRS) BRECFTB AL

enbodi nent 1. Moreover, also the border sections I,

I1l of the log 50 coul d advant ageously be used for the
manuf acture of veneers. For this purpose, the border
AeBiibedtndnt |11, as shown in Fig. 12, were glued to

each other at their respective plane side, and were
L%@dd‘lm@ﬁﬂoﬁﬁéﬁ%ﬁﬁ’dﬂ ¥ deadritlelialith fefétegcalodiig. 8 to 10.

A
be[ ng defined by the adhesion |ayer. Here the cours
Ghid bmbpdiowes $s phireyizad in ther beads miatoad, 1P hwessy é&%fg foa

s descr.i.bed above.in the fir [ .
Bra e neCatERT Lt Py b Tplabr FERORE TP REECR, shown in
S%%L%gﬁ? EYTE&FbﬁCHdﬁﬁhiﬂg Hoal%ag rﬁ.ﬁer%mm pluee taleschl Other at

- e, ane piece [
Aetier kB, 2GaUHEL, ABd 405 HRCRae T f4pss of the boatds of

r%vag]olﬂf ﬂﬂvgrreeals%f glﬁecy %ﬂﬁ%’ceﬁ@ falc@sgoﬁﬁij &ﬁﬁ@f BeRkdsSt WEdHh ¢ aMen,

as also explained in the embodiment 1 or 2, it was pressed, converted and sliced.

5. Embodiment

A fifth embodiment of the invention is described with reference to Fig. 11 and 12.
In said embodiment, pieces of wood for the manufacture of veneer were obtained,
wherein a section II as shown in Fig. 11 was separated from the center of a log 50,
whereby, in the present embodiment, said log 50 was cleaved into three sections
I, II, IIL. Several pieces of wood which were formed by the section II could be

advantageously processed, as, for example, already described in embodiment 1.

Moreover, also the border sections I, III of the log 50 could advantageously be
used for the manufacture of veneers. For this purpose, the border sections I, III, as
shown in Fig. 12, were glued to each other at their respective plane side, and were
subsequently cut essentially parallel to the plane being defined by the adhesion
layer. Here, the course of the process principally corresponded to the process as
described above in the first embodiment, except that it is essentially cut parallel to

the plane being defined by the adhesion layers.
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wohersiongg7equi pnent 63" rotary nmachi ni ng tool 6BCT/EP2005/012118

10

15

20
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for the surface 65 application equipnment for the
application of an adhesive {#D) 66 stacki ng equi pnent
61 pressing equi pment 68 conditioning equi pmrent 69
flitch planer70 cutting equi pnment (veneer slicer) 7 1
dRsferegceaungmabnt (veneer drier) 72 veneer stacker 73
trimm ng of the veneer in longitudinal direction 74
trimm ng of the veneer in transverse direction 75
bandi ng / strapping equi pnent 76 sorting of veneer 77

pgy al | el O;%Rﬂlkg?zb% 33?7(:%?8“’8@& or for veneer 79

proceSS|ng assé spticing ( longitudinal, or
cipsst eed) g0, al by SRILLH & St acki ng

14 veneer

20 adhesive

30 device for the manufacture of a veneer
50 log

58 debarker

59 band saw

60 equipment for the coarse planing

61 sorting equipment

62 equipment for the processing of edges
63 planing equipment

63>’ rotary machining tool

63’ cutting edge

63’ rotational axis

64 drying equipment for the surface

65 application equipment for the application of an adhesive (20)
66 stacking equipment

67 pressing equipment

68 conditioning equipment

69 flitch planer
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weeaisioays7h | |

A - A section plane B - B section plane C - C section
plane D - D section plane | (semcircular) section Il

Process for the manufacture of a veneer conprising
steps (i) to (iv): (i) gluing board-Ilike, plane pieces
of wood (10) by neans of an-#édhesive (20) to a
beam | i ke bl ock of wood (12), (ii) watering and/or
tenpering said beamlike block of wood (12), (iii)
cllting saiahtivepequiprkentliarkr dicesyood (12) to a veneer
(14), (iv) drying said veneer obtained in step (iii)
urmtil the hdgindidouipemt BRthedrirfeg) ow the fi ber
saturation point . 2. Process according to claim1,

further conppbsifpgiene or nore of steps (v) to (v)
(v) prior to step (1): planing at | east one surface of

i d board-|.i ieces of od..(10); (vi) prior
tS?’ step (ii %%P %@gﬁ%gve@%rd“ W&ﬁ%ﬁg‘hﬁch@ of wood
(12); (vii),_.prior step (vi): stacking said
b7104§r d-1i ke P goggle\WBBGTGE?WSV?FSGIﬂFr@@% accor di ng
to claim1 or 2, further conprising steps (viii) and
(T%) pri or hapdiogd strgnping ¢qpiipmyntcool i ng t he surfaces of
sai d board-1ike, plane pieces of wood (10) to be
76 sorting of veneer

77 parallel clipper

78 glue applicator for veneer
79 processing by assembling/ splicing ( longitudinal, or crossfeed)
80 quality control & stacking
A-A section plane

B-B section plane

C-C section plane

D-D section plane

I (semicircular) section

II section

1T (semicircular) section

(sem circular) sectionPatent clai FET/EP2005/012118
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glued to a tenperature below 0 C, (ix) heating said
surfaces to be glued in order to vaporize the water

woelrsg7m7esent in the area of said surface w t RCWEPD®S/012118

wood. 4. Process according to any one of clains 1 to 3,
characterized in that in step (ii) the beam|ike bl ock
of wood (12) is watered overd4Z period of several days
prior to the cutting, in particular over a period of
two to three days, preferably at a tenperature of > 60
0C, nore preferred at a pgipeelaimy e about 80 C. 5.
Process according to any one of the preceding clains,
characterized in that the section plane (A, B, C D)

ig tr ' i cul . .

o cul RS 1A nBRLBROREor d PorREH CnticRle REIRA G,

t he adhesion |layers. 6. Process according to any one

of the preceding clains, characterized in that the

pi eces of wood (10). are at least partially solid wod .
boar d9. Eluipg geé@shk&c prepifges of wped (k0B bydneans of énjaghesive

in that I e} 4, are waste boards
whi ch arg@@rtggﬁgglg : %m()dgg}@?)d

In the conv nal manufacture of
veneer.s, in rticul.ar slicing wast. fr.omthe ter
of a flgg,waﬁec{?n%qnldgo& t%%%%wa O3 'f.lke%].ﬂogf g%‘é’g%d (%),
accordi.ng to any, .one of the precedjng clains,
char d8PeFrRg spid heamelikaflogk %frc"@%oc‘od‘lz veneen (14).e
sections (I1) which were separated fromthe center of
a | odiv)pderiag spidyvangercotidzinedhin sthp (fidgmiibtle humiditystontent is
three Se%%:io%ﬂﬁle(ﬂb’eréauraﬁy)ﬂ oi191t Process according to
any one of thé precedi ng Pl hs, characterized in that
the pieces of wood (10) are essentially semcircul ar

sections (I, I1l) which were separated fromthe border

regions of a log (8), preferably by cleaving
Process according to claim 1, further comprising one or more of steps (V) to

(vii):

(v) prior to step (i): planing at least one surface of said board-like, plane

pieces of wood (10);
(vi) oprior to step (ii): pressing said beam-like block of wood (12);

(vii) prior to step (vi): stacking said board-like pieces of wood (12).

3. Process according to claim 1 or 2, further comprising steps (viii) and (ix)

prior to step (i):

(viii) cooling the surfaces of said board-like, plane pieces of wood (10) to be

glued to a temperature below 0 °C,

(ix) heating said surfaces to be glued in order to vaporize the water being

present in the area of said surface within the wood.
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the log into at least three sections (I, I, I11),
wherein the essentially semcir cular sections (I,

woORbje/0nEa7¢ gl ued to each other with the pl ane BCU&EP2005/012118

t her eof , and subsequently are cut, preferably

essentially in parallel to the plane which is defined

by the adhesion | ayers. 10.-#%ecess according to any

one of the preceding clains, characterized in that the
wood humidity of the pieces of wood (10) is > 20 %

p4.ef ePbty secddify tol E[ilyFtﬁfetdeﬂdlﬂl@ 1b@t JyeparaddriYe@ndt@bin step
% wherein said_pieces of wood (10) preferably consi st

of soligdh¢ l?éaIBTl’é‘érblt"Fl‘?rﬁéﬁVooi 112)3¥So‘€ét§§eda@@§ radpertpd; of several
any o f n th

oL SORad k5 SRS, AR, £ BELEY bE P okl
pr ef epraftrabla as @ algeeduiched 7ed0 PO) mf@pfﬁ&eecﬁdh a@Skm@erature
12. Process_according to claim11l, characterized in

t hat @%@tgaﬁgsive (20) is a so-called one-conponent

pol yur et hane adhesi ve. 13. Process according to any

one of the preceding clains, characterized in that the
beam | i ke bl ock of wood (12), prior to the cutting,

hfis aPrecesd abcorilitigtty aofy caleaftthepreadding claes,f dHagicterized in that
saturation, point, rtlcular a od humdity

Dot weibh SEBIVRHRY @0 BAC 1) brosss nucuEHg Rgicaly perpen-
one ofichingy aﬁ%geqlta %&ﬁl%é‘r@mcﬁh@&éfﬁ{eg v(yztggam{esfoﬁqg ers.

sai d board I'i ke, plane pieces of woo are gl

to each ot her such that the fiber direction thereof is

essentially paral l el towards each other 15. Process
char erlz

to claim 14, i d
G EipPets aleaig Ty cB ot M iseiog oo dhabiarizgd in that
gl uedht BicBaLHr \%6’@{1{)} Gre dr ﬂ&@ﬁﬁa}nﬁﬁﬁs‘?ﬂﬂ'w&)d Boafdly One

of the preceding clains, characterized in that the
board-1i ke, plane pieces of wood (10) are glued to
each other in the manner of a herringbone pattern.

7. Process according to claim 6, characterized in that the solid wood boards
(10) are waste boards which are produced in the conventional manufacture
of veneers, in particular slicing wastes from the center of a log, so-called

backing boards.

8.  Process according to any one of the preceding claims, characterized in that
the pieces of wood (10) are sections (II) which were separated from the
center of a log, preferably by cleaving the log into at least three sections (7,
11, I11).

9.  Process according to any one of the preceding claims, characterized in that
the pieces of wood (10) are essentially semicircular sections (I, III) which
were separated from the border regions of a log (8), preferably by cleaving
the log into at least three sections (I, II, III), wherein the essentially semicir-

cular sections (I, III) were glued to each other with the plane side thereof]
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woebosmaeys7pi eces of wood (10) at

17. Process according to any one of the preceding
cl aims, characterized in that above or bel ow or

| east one pl aneCT/EP2005/012118
prefera bly board-1ike piece (10) of another wood type
Is arranged, wherein prefera bly said material pieces
are glued to adjoining piecés-of wood or pieces of
material. 18. Process according to any one of the
precedi ng clainms, characterized in that above or bel ow
or bglyeeukeRidfIgSarel cuboprbiérdRl) esksertiatiytinoparafiblatethe plane
prefera bly board-1ike piece of a material being

di f f ehinhtis flefmadioobie pdhasionda@dd, wherein preferably

said material pieces are glued to adjoining pieces of
wood or material pieces. 19. Process according to

claim 18, characterized in that said nmaterial being

dbf DRIGA adcbRMAROshy SnedofE precoding mlatk pyharacterized in that
preferably alum numor an al um

num al | gy_or
pl astliec wogd hm@%ye«sféh%@wsmfﬁw@ﬁ% > (V%Pr‘%?fébly >30 %,
precedi ng. ¢ ai C hzed | :
o1 cc kil sl 8] 27l 528 Wi bail e Anood (10)
bei ngredirhibgreonsitt dfisoraliebgrematimbar.t hi ckness of > 5 nm
preferably a thickness between 10 and 120 nm 21.
Process according to any one of the preceding clains,
characterized in that the adhesive (20) is a colored

qqge$rgc%s¥£%c I¢ pg gocgrgh&% Xﬁllgﬁé?cgﬂﬁ%%iﬁrr@P&%rQét&ﬂzeHQn that

any one 0 ing clail characterized in that

t he die/adigsive (20)dp apolyurstharser adheslve prefatablina iserepkesigrmal
tenperature, preferably at a tenperature of > 70 C.

23. PPhEedtaangddBfHifg to claim 22, characterized in

that said drying is directly carried out after the
cutting.

12. Process according to claim 11, characterized in that the adhesive (20) is a

so-called one-component polyurethane adhesive.

13. Process according to any one of the preceding claims, characterized in that
the beam-like block of wood (12), prior to the cutting, has a wood humidity
of about or above the fiber saturation point, in particular a wood humidity

between 60 % and 80 %.

14. Process according to any one of the preceding claims, characterized in that
said board-like, plane pieces of wood (10) are glued to each other such that

the fiber direction thereof is essentially parallel towards each other.

15. Process according to claim 14, characterized in that said board-like, plane

pieces of wood (10) are frontally glued to each other.
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24. Process according to any one of the preceding
clains, characterized in that the glued surfaces of

woheoslwaga7d- | | ke, pl ane pieces of wood (10) arerPpiramre@®s/012118

prior to the adhesion, particularly by using a rotary
machi ning tool. 25. Process according to claim 24,
characterized in that the ax4%-of rotation of the
rotary machining tool is essentially perpendicular to
t he adhesion sur face to be processed. 26. Process

abe or Piiongsstascadingonemgfonk e thy preeeling clids, NBharacterized in that
char acteri (Z;fij in _that the veneer that is obtained

in st kasPlang picernes woett (iébalzsglﬁﬁql tprea¢teotist yn the
0.6 nﬂkm%JOFE%BHﬁéﬁ ﬁ{ﬂing to any one of the
ai ns ara

preceding c ‘efized in that the | engt h of
the veneer (14) that is obtained in step (ivV)
essentially corre sponds to the length of said bl ock

ﬁ mg@ﬁ ﬁgl Process according to any one of the

e edn SéF%ﬁr £ 1R Ry £8¢ of ithecprersfling slaimh ehoragisaiped in that
( 14) rf ace area

pr of ooty oF SO & MRl pRLGR IR (DT pEiRd G T By fftfere
1.5 thly Bo&rddﬂ{eaﬁeceF{ﬂ Obeﬁemoitm wiood tygenis fagrah gede V\Qlfere@l prefera-
beam,|.i ke. bl ock _of, &é?% for. the manufacture of a
venedy f4if)m tSH%lrr?lg(?eﬁ 3¢ &0 F‘@Wﬂ%’@g Biegps ol yvpod gr pigpes of
(j) caskiing the surfaces of board-1ike, plane pieces

of wood (10) to be glued down to a tenperature below O

C, (jj) heating said surfaces to be glued in order to
vaporize the water bei ng present in the area of said

rfagce within.th subsequent | y_appl yi ng.
chte Fifesth blciing o ARY She bF g nieedia B, Yopbitoratnghat
Elal dkéB@?é dr bdéﬂs@' a2l RBPed F16RS oPhwodaqdoY & 182 SnLBRIE! pifora-
ock of wood.
bly board-like piece of a material being different from wood is arranged,
wherein preferably said material pieces are glued to adjoining pieces of

wood or material pieces.

19. Process according to claim 18, characterized in that said material being dif-
ferent from wood is a metal or an alloy, preferably aluminum or an alumi-

num alloy or a plastic.

20.  Process according to any one of the preceding claims, characterized in that
the plane pieces of wood (10) or the plane pieces of a material being differ-
ent from wood have a thickness of > 5 mm, preferably a thickness between
10 and 120 mm.

21.  Process according to any one of the preceding claims, characterized in that

the adhesive (20) is a colored adhesive or a dyed adhesive.
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30. Beamlike block of wood (12) for the manufacture
of a veneer(14), charac terized in that board-I|ike,

wohes@7pa7eces of wood (10) are gl ued by neans 8€TAR2005/012118

adhesive (20), preferably wherein above or bel ow or
bet ween pi eces of wood (10) plane, preferably
board-1i ke pieces of a mater4d@® being different from
wood and/ or anot her wood type are arranged, in
particular are glued. 31. Beamlike bl ock of wood (12)

f 2. tmcmmaé@dmte afy ode weﬂeepz(eaﬂn%@ﬁﬁﬁy dhAfhcleBized in that
cl ai further characterized b e features of the

char a"{h drying HS eIy lipsarped euiat ap g}cn@sqd teope@atu@preferably at
Beameue cRligelorefs d (12) for the manufacture of a
veneer 4 prepared by a process as clained in claim
29. 33. Veneer (14), characterized in that it is
rranuf actured froma beamlike block of wood (12) as
d in any one of claim30 to 32 or produced by a
gocss aQEATEOIGRIE 2 Phactenyeckin thehgaid dayine a5 ditectly
defl nagise&kl A B, C, D). 34. Veneer (14)
accordi ng téagclerauﬁakn%ggmgfurther characterized by the
features of the characterizing portions of the clains
4 to 28. 35. Device (30) for the manufacture of a
vene in particular for gj carryl out of the
o cdiedst abiPiing to Bouaye ohiegrecaiinggaims, harseterized in that
conprh$ sRGd A
of at | gast sgafgée;%um}f?g%gg%ﬁﬁg&aﬁgﬁéﬁe&%l aﬁlx'g’%gpde@;%reg?lamd
wood peipojo theradhespon, patticolarly yivsimert ro{abh matBinirtg eol.
appl i cation of an adhesive (20) onto the planed
surface of the board-I|ike, plane pieces of wood (10),
a stacking equi pnent (66) for the stacking of pieces

of., Wkt Q&co\i‘ﬁhg Ro @lafm plr4°¥hﬁ§&e§£\ierdhinatﬂatatﬂg exls"& 2Won of

to a beam|i ke block of
the rotary machining tool is essentially perpendicular to the adhesion sut-

face to be processed.

26.  Process according to any one of the preceding claims, characterized in that

the veneer (14) that is obtained in step (iv) has a thickness of > 0.25 mim,
preferably 0.6 mm.

27.  Process according to any one of the preceding claims, characterized in that
the length of the veneer (14) that is obtained in step (iv) essentially corre-
sponds to the length of said block of wood (12).

28.  Process according to any one of the preceding claims, characterized in that

the veneer (14) that is obtained in step (iv) has a surface area preferably of

from 1 to 4 m®, more preferred of from 1.5 to 3.5 m>.
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a pressing equi pnent (67) for the pressing of the
respective beamli ke block of wood (12), a

woan@ior9omi ng equi pnent (68) for the watering BQUEBR005/012118

tenpering of said beamlike block of wood (12), a
cutting equi pnent (veneer slicer) (70) for the cutting
of said respective pressed-#7eck of wood to a veneer
(14)a drying equi pnent (veneer drier) (71) for the
drying of said obtained ve neer (14). 36. Device

%?.C opcBG tR Wb ahiudhetnehal adeamtldadblogktdtatvobdig12) for the
pl ani ng equi pnent (632 has at .| east_ gne rotar

. Y. .
mac himnwictusoo! 7 eyt (137 comprjsipg ths fellewingsteps (B i
36, characterized in that the axis of rotation (63 1)
of the rotary machining tool (63") is arranged such to
extend essentially per pendicular to the surface to be

pr oce§sc§g@1ir§g8theDg)ﬁg@es € GobAI-Kig:, tplare! pi_er:@s:%ﬁf ®r00d7(10) to be
characterized in that the rotary chining tool (63")
has a r@h@ﬂﬂ@ﬁ@ﬁ0§dmmﬁﬂﬁﬁvﬁhﬂﬂﬂ(ﬁﬁgraIity of cutting

ele nents (63'"), wherein the cutting elenents have )
kni f gjetigetingniid kudaes ds bs eiddain| grdpretopespgiiea thy watsr being
the axis of rotation (63 f the.ratational solid.

39. DevPESeRdR "dfi‘fﬁﬁof %aldo\%‘if%&ﬁ@lg?n %63%"5&’5%35 to 38,
characterized in that it fur ther has a dryin

equi fiie subseaugntlyprhee therdheseve 940 g0, tE‘i’a‘? S%Efa?Féat
source such as a UV radiation equi prent or an infrared

r adi &tv) @luingsaigrbeatd-bke plage pickes ogoodin,said bagadikgihepk of
to any one of clains 35 to 39, characterized in that
said eqlY$¥¥ent (65) for the application of an adhesive

(20) has a plurality of nozzles for the application of
sai d adhesive (20).

30. Beam-like block of wood (12) for the manufacture of a veneer(14), charac-
terized in that board-like, plane pieces of wood (10) are glued by means of
an adhesive (20), preferably wherein above or below or between pieces of
wood (10) plane, preferably board-like pieces of a material being different

from wood and/or another wood type are arranged, in particular are glued.

31. Beam-like block of wood (12) for the manufacture of a veneer(14) accord-
ing to claim 30, further characterized by the features of the characterizing
portion of the claims 1 to 28.

32. Beam-like block of wood (12) for the manufacture of a veneer (14) prepared

by a process as claimed in claim 29.

33. Veneer (14), characterized in that it is manufactured from a beam-like block

of wood (12) as defined in any one of claim 30 to 32 or produced by a proc-
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34.

35.

- 48 -

ess as defined in claim 29, by cutting along a defined section plane (A, B, C,

D).

Veneer (14) according to claim 33, further characterized by the features of

the characterizing portions of the claims 4 to 28.

Device (30) for the manufacture of a veneer, in particular for the carrying

out of the process according to any one of claims 1 to 28, comprising:

a planing equipment (63) for the planing of at least one surface of board-

like, plane pieces of wood (10),

an application equipment (65) for the application of an adhesive (20) onto

the planed surface of the board-like, plane pieces of wood (10),

a stacking equipment (66) for the stacking of pieces of wood (10) which are
provided with an adhesive (20) to a beam-like block of wood (12),

a pressing equipment (67) for the pressing of the respective beam-like block
of wood (12),

a conditioning equipment (68) for the watering and/or tempering of said
beam-like block of wood (12),

a cutting equipment (veneer slicer) (70) for the cutting of said respective

pressed block of wood to a veneer (14)

PCT/EP2005/012118
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36.

37.

38.

39.

40,

_49 -

a drying equipment (veneer drier) (71) for the drying of said obtained ve-
neer (14).

Device according to claim 35, characterized in that the planing equipment

(63) has at least one rotary machining tool (63").

Device according to claim 36, characterized in that the axis of rotation (63")
of the rotary machining tool (63") is arranged such to extend essentially per-

pendicular to the surface to be processed.

Device according to claim 36 or 37, characterized in that the rotary ma-
chining tool (63") has a rotational solid having a plurality of cutting ele-
ments (63"), wherein the cutting elements have knife edges which are es-

sentially perpendicular to the axis of rotation (63") of the rotational solid.

Device according to any one of claims 35 to 38, characterized in that it fr-
ther has a drying equipment (64) for the surface, in particular a heat source
such as a UV radiation equipment or an infrared radiation equipment or the
like.

Device according to any one of claims 35 to 39, characterized in that said
equipment (65) for the application of an adhesive (20) has a plurality of

nozzles for the application of said adhesive (20).



