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longest waiting time. This leads to a waste of glue and therefore economic

disadvantage.
20
Commonly used glues are e. g. PRF (Phenol Resorscinol Formaledhyde; two
component glue), MUF (Melamine Urea Formaldehyde; two component glue),
PUR (Poly urethane; one component glue). In the case of two components, each
component can be applied separately or they can be mixed before application.
25

Summary of the Invention

In accordance with an aspect of the present invention, there is provided a
method of manufacturing laminated beams, wherein a plurality of lamellas are
30 assembled by gluing them together under pressure, comprising the steps of
providing a number of lamellas to be assembled, applying glue to at least one
surface of each lamella, assembling the lamellas to the desired structure, and
subjecting the assembled lamellas to pressure in a press, characterized by
controlliing the amount of at least one component of the glue, applied at a
35  specific point of glue application on an lamella, to be a function of the waiting
time it takes before the point of glue application is subjected to the pressure in

the press.
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Thus, the present invention seeks to provide a method and apparatus that

reduces the total amount of glue that is used in the manufacture of composite
structures.

20
By controlling the amount of at least one component of a glue applied in
relation to the waiting time before a glued object is subjected to final
compression treatment in a press, a reduction in glue consumption is achieved.
Preferably the amount of glue is also adapted to other factors such as
25 moisture content in the material to be glued and in the ambient
atmosphere, hardness of the material, porosity etc.

A number of different materials can be processed, e.g. metal, polymers,

ceramics, wood. In preferred embodiments the material to be processed
30 by the method of the invention is wood.

Brief Description of the Drawings



METHOD OF GLU NG AND APPARATUS THEREFOR The present inventi or%i

the manufacture of conposite products, wherein a plurality o ements are
assenbl ed by gluing themtogether. In 5 particular it relates to

mechani cal application of glue in such nuf acture. Background of the
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20
Detailed Description of the Invention

A first embodiment of the invention will now be described with
reference to the manufacture of a laminated beam consisting of a stack

25 of individual lamellas glued and pressed together to form the beam, and
a schematic illustration of a manufacturing station for this purpose is



2 In accordance with another aspect of the present invention, there is
provi ded an apparatus for the manufacturing of |am nated bgapgeohbgrein a
plurality of | anel | as are assenbl ed by gl uing them toget her under
pressure, rTBr|S| ng an |anella feeder (6; 16), a glue ag licator (10), a
st acki ng urW'P Y948 "a control unit 5 (15), and a press (% ?’SEQ?W&?‘écterl zed
in that the control unit (15) is progranmmable to run a control sequence
for the glue applicator (10) and/or the; lanella feeder (6; 16) to provide
an optimal applied glue anbunt. In accordance with yet another aspect of
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of glue is al so adapt ed to other factors such as 25 noisture content in the
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Description of the Drawi ngs 22 June 2004 2a F| g. | schematically shows a
manuf acturing station for the production of glued structures; Fig. 2a
shows one Thry pﬁ;ltrgf urptr sig supplied with data for the specific product to be manufactured either by

15  anoperator or in digital form from a central computer or by data on diskettes etc. Details of

the control program will be given below.

The procedure is thus the following: a first lamella 4 is placed on the conveyor or feeder 6,
fed into the planer device 8, where the lamella is suitably surface machined, This unit

20  comprises guide rolls and machining tools, and therefore it can also be used for controlling
the speed of the lamella through the station. However, the planer device can be dispensed
with if the raw material is of high quality and does not need to be treated, and if the speed of
the lamellas can be controlled by the conveyor 6, or by the glue applicator 10,

25  After having (optionally) been surface machined, the lamella 4 is fed through the glue
applicator 10. The glue amount that is applied to the lamella is controlled in a way to be
described below, and will vary from lamella to lamella automatically according to the control
program, adapted for each individual product type and environmental conditions prevailing in
the plant.

30
After having been provided with the appropriate amount of glue, the lamella 4 on exiting from
the glue applicator 10 will be moved forwards by a second conveyor 16 to a stop 18. Then,
the lamellas will be moved from the conveyor 16 to the side where they are placed on top of
each other until the desired number of lamellas have been assembled to a pile or stack, The

35  assembly is then transported to a press where the pile is subjected to a suitable pressure, and if



5 Fig 2b shows an exanple of the glue application profile according to the
invention for the press of Fig.2a; Fig.3a shows another type pine@oeds; 10
Fig 3b shows an exanple of the glue application profile according to the

i nvention for the press of Fig. 3a; Fig. 4a shows a third type of press; 15
Fig 4b showkO4H¥4®anpl e of the glue application profile BEE%BNWHﬁztO t he
invention for the press of Fig. 4a; and Fig. 5is a flow chart of an

enbodi nent of the control process. 20 Detailed Description of the Invention
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| anel |l a on said conveyor. 10 The processing portion conprises in the shown
enbodi mentthére e saverdl possiblptyaessof poey ngble8or the mghufectap pf laadiatad pt@iuc®. st acki ng
unit 18 where a "precursor beant 14 is assenbled;, a control wunit 15 (e.g.
a PC or other mcro _processor deV|ce%w§nd operati ng Eanel; and a press 17.
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conmputer or a on ﬁ tes etc. Detai.ls i }he contr ol Eamvmll
be given B}éefs snnu taneously,t erefore the pressing operatlon itself will not cause any ad 1t1o

waiting times that must be considered i in the glue application.

15
In contrast, the press shown in Fig. 3a, which is a section press, will press only part of the
assembly in a first pressing operation, and then continue along the length of the assembly in
several operations, that may or may not be overlapping. In this case obviously the last section
to be pressed has to wait additional time, and thus the amount of glue is optimized also in

20 accordance therewith, |

A third alternative is shown in Fig. 4a, which shows a continuously working press, i.e. the
pressure is applied by means of rollers acting on the upper surface of the pile or stack of
lamellas. The assembly is then fed continuously through the press.

25
Obviously the giue application profiles for these alternatives differ, and the profile for each
respective type of press is shown in Figs. 2b-4b.

In the case of a full length press, as already mentioned, there is no waiting time caused by the
30  pressing operation as such, and the only waiting times to consider are the waiting times for
each lamella during the gluing and stacking process. Thus, as shown in Fig. 2b there is a
constant amount of glue applied over the entire surface or length of each lamella, but the
amount of glue will differ between lamellas. ¢ designates the glue applied in accordance with
the invention, and w the traditional spread of glue.
35 ‘



The procedure is thus the followng: a first lanmella 4 is placed on the
conveyor or feeder 6, fed into the planer device 8, where thg,;j-amekl a is
suitably surface machined. This unit 20 conprises guide rolls and nmachining
tools, and therefore it can also be used for controlling the speed of the
| anel | a t hr¥A4H*¥#e station. However, the planer device BEHSEWO¥Zpensed
wth if the raw material is of high quality and does not need to be
treated, and if the speed of the |anel4as can be controlled by the
conveyor 6, or by the glue applicator 10. 25 After having (optionally) been
surface machined, .the lanella 4 is fed t hfough the glue applicator 10. The
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transported to a press where the pile is subjected to a suitable pressure,
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| inear neters that has been fed through the station. The data fromthe
sensor is fed to the control unit 15. There are several possible types of
press usaBf eourssrthe epsimeh Apifligationrod sty Woald matwmbpmbotuazﬁasvar)mﬁg dvplitatioh oaxanpl e
I's shewn bk Hah betd@en lhbnell s, anfaubbvérmkﬁgﬂ% ﬁm]l . Ttwll exert a
pressure over the entire assenbly of glue 1as at one and the sane
time, and thus all parts will be pressed sinmultaneously, therefore the
pressi ng Olxeanadunoof gliesiobe appllel th@ich eRmSS: can Ve &ﬁ@otlédﬁﬂ%éveré’b@a%ré.ng times that
nmust be considered in the glue application. 15 In contrast he press shown

in Fig. 3a, whichis a section press, will press only part of the
It is possible to have the control unit control at least four different parts of the system shown

20  inFig. 1, namely a) the conveyor 6; b) the planer device 8; ¢) the glue applicator 10; and d)
the second conveyor 16.

Thus, obviously the amount of glue that is applied to an element passing through the glue
applicator 10, will change if the speed through the applicator changes; rapid movement will

25  yield a thinner glue layer, and a slow movement a thick layer. As can be easily understood, by
running at a constant speed and then simply reducing the speed abruptly at half length of an
element, two distinct areas having different amounts of glue applied are achieved.

On the other hand it is equally easy to increase or decrease the speed continuously, thereby
30 obtaining a linear “gradient” of glue over the length of an element.

For the simple case where there is only a need to change the amount between elements, the

speed is kept constant over the entire length of each lamella. This would correspond to the

situation in Fig. 2a where a full length press is used, and the bottom lamella is the first to
35  which glue was applied, thus having the longest waiting time.



assenbly in a first pressing operation, and then continue along the |length
of the assenbly in several operations, that may or nmay not 2bguEnlappi ng.
In this case obviously the |last section to be pressed has to wait
additional time, and thus the amount of glue is optimzed also in 20
accordance WA h. A third alternative is shown in Fi §CTSEONEH2ch shows
a continuousl'y working press, i.e. the pressure is applied by means of
rollers acting on the upper surface of §he pile or stack of [|anellas. The
assenbly is then fed continuously through the press. 25 Coviously the glue
application profiles for these alternatives differ, and the profile for
each respective type of press is shown in Figs. 2b-4b. In the case of a
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The amount of glue to be applied to each el enent can be controlled in
severah WAYiSther way is to change the "working" width of the ribbon spreader pipe, for a string type

applicator simply by reducing or increasing the number of nozzles which are open, by turning
the spreader pipe. For a curtain type of applicator the slit width can be varied.

Combinations of speed of element movement and of applicator settings are of course also
25  conceivable.

In the case where a two-component adhesive is employed, it is possible to control the mixing
ratio of hardener to giue. The more hardener the faster the hardening and the less the allowed
waiting time. Thus, the first element of a series of elements to be assembled should be

30  provided with adhesive, the ratio between hardener and glue of which should be lower than
the ratio for the last element.



It is possible to have the control unit control at |east four different
parts of the systemshown 20 in Fig. 1, nanely a) the convey@i,.Gigok) the
pl aner device 8; c) the glue applicator 10; and d) the second conveyor 16.
Thus, obviously the anbunt of glue that is applied to an el ement passing

t hr ough thewﬁloi/(é""s”appl icator 10, will change if the spee®CTHREW3P#2t he
appl i cator changes; rapid novenent will 25 yield a thinner glue |ayer, and
a slow novenent a thick layer. As can bg¢ easily understood, by running at
a constant speed and then sinply reducing the speed abruptly at half |ength
of an e'&ﬁﬁﬂﬁ39ﬁ¥p di stinct areas having different anounts of glue applied
are achie s 'he other hand it is equally easy to increase or decrease
t he speed continuously, thereby 30 obtaining a linear "gradient"” of glue

over the | f._an el ement . Eqr siymple case where there is only a
need to crlllg{r%%tga%c%gn HouR esﬁgwgﬁleg}gﬁ%ﬂ?g%%bte?féuseg'peed i s kept constant

over the entire length of each lanella. This would correspond to'the

Si tuatison gyBmbleq. 2a where a full length press is used, and the bottom
lanella is the first to 35 which glue was applied, thus having the |ongest
waiting tinme. 22 June 2004 WD 01149489 PCTI SEOQ' 02542 6 |f the planer

devi ce 8 issconsbtionBeat inadeclyp 0N intRéssd niahGfagiuicd By hemBlimi ehellasRE hi ni ng

tool s can__he use force the |anel|l t hraugh.th stem,.and thus the
speed conPgto B Rnsliiths (0% TR VRS e By e K iiig 17 | <
possi bl e ©H! bew, alddhslastpirte barnresitng tide bHID Mmonmtes gRedolborihg glie apdlichivmgh t hi s
wouldlbquhﬂ?b 1 beiidyeaOr € conplicated neans. E.g. a connection to the
conveyor woul d have to'be provided such that the conveyor pulls the

| anel | a through the applicator 9, thereby acting as a feeder device. 10 O
course the glue appdmgtRtNg, itself cgﬂuhﬁnu%g@(%gfyontrol t he amount of gl ue
applied. Several possibilities exist. In th irst place it is dependent
on the type of applicator. An applicator no Rally is of either of a string
type or of a curtain 2ype. As indicated by t488se designations, the first
appligqg only an essengially linear string ofyglue, preferably to narrow
objects. A 15 curtain applicator spreads the glue over a wde area, up to
as much as several neffers in width. One way controlling the amount of
glue applied at a constant speed of the elemsnts, is of course to control

t he punped flow of the glue. 20 Another way is to change the "working"

wi dth of the ribbon spreader pipe, for a string type

20 21 300
The profile is illustrated graphically in Fig. 2b for above assembly of 21 pieces.

The amount of glue per m? can of course vary, and commonly does so between 100-300 g/m?

25  for 10 minutes waiting time, and between 300-500 g/m? for 1 hour waiting time. As already
indicated above moisture content in the material, humidity in the atmosphere, ambient
temperature, will also influence the amount glue to be applied.

Example 2

30
A construction beam made up of 21 sections as in Example 1 is made, but instead of a full
length press a section press is used (Fig. 3a). Thus, it becomes preferred to apply different
amounts of glue on the various sections of each piece, in addition to varying the amount from

one lamella to another, see Fig. 3b, wherein the black bars represent the glue application



applicator sinply by reducing or increasing the nunber of nozzles which are
open, by turning the spreader pipe. For a curtain type of #pplj.caber the
slit width can be varied. Conbinations of speed of el enent novenent and of
applicator settings are of course also 25 conceivable. In the case where a
t wo- conponek® tHH®si ve is enployed, it is possible to coREFBFOMOPE2 ni xi ng
rati o of hardener to glue. The nore hardener the faster the hardeni ng and
the less the allowed waiting time. Thuys, the first elenent of a series of
el enents to be assenbl ed should be 30 provided with adhesive, the ratio

bet ween har dener d. gl ue of i gh should be |ower than .the ratio for the
| ast el enéH O?é}’ﬁgzto\afﬂerfggﬁéﬁﬂ’ an e(ﬁﬁrtff FSaensesprideagiiopaguplication iy e example n { he
fol | ow ng tlexeapliesesed)infesecfions ie-FPRREciypB thoscivmahat sk dnter the ek 1 A
construction beam nmade up of 21 pieces is manufactured by assenbling

| anel las and pressing in a full |ength press. 2The pi ece to which the glue
is applied first WpmsellaNgai ti ng ti fenousf ofiglwoigim”) andachisectioast pi ece has a
waiting time of 10 minutes. The f£ol |l ow ng gl ugappl pcationy 10 profile will
be enpl oyed. 15 20 Lanella No. Angpunt of _glue (g/m 1500 2488 3476 4464 5452
21300 The profile is inI ust r at egg‘)‘gr aphi %% ly i‘%zFi 9*%p for4lbove assenbly
of 21 pieces. The anoant of gl u&4per in3aan of440our 8% vary,s4and commonly
does so between 100-3Q0 g/rn2 8for 1988m' nut4§§‘wajrjﬁ%# ng tilge, and between
300-500 g/n2 for 1 hour waiting Tine. AS already indicate bove nvoisture
content in the materi &, hum dit36i n t h&86t nodigher e48tanbi erdB6t enper at ur e,

w1l apso influence tge anount ghye to by applssed. Exanpl e 34

21 300 350 400 450 500

15 In the pile of lamellas, lamella no. 21 will be the top lamella, thus having the shortest waiting
time. '

Example 3

20 A construction beam made up of 21 lamellas as in Example 1 is made, but instead of a fuil
length press a continuously operating press is used. Thus, it becomes preferred to apply a
gradient of the amounts of glue over the length of each piece. Strictly speaking it is not
necessary to apply a continuously changing amount, it would suffice to increment the amount
as if the press is operated as a section press with a very large number of sections. In this

25  context “very large” could mean 20 sections or more.

The profile in Fig, 4b adequately illustrates the required profile for one of the lamellas in a
beam.

30  Fig. 5 is aflow chart that illustrates one embodiment of the control program for controlling
the glue application in accordance with the inventive concept.

It assumes that a one-component glue is used, and that the process is for the manufacture of a
beam comprising a number of lamellas to be assembled.
35



30 A construction beam nade up of 21 sections as in Exanple 1 is nade, but
instead of a full length press a section press is used (Fizemadapoodhus, it
beconmes preferred to apply different anounts of glue on the various
sections of each piece, in addition to varying the amount from one |lanella
to anot her WQAH¥$% 3b wherein the bl ack bars represenPCTHRI0GIMR
application 22 June 2004 WD 01/49489 PCT/ SEOQ' 02542 8 according to the
invention, and the white bars representgtraditional application. In the
exanple the beamis pressed in 5 sections (A E, where Ais the section
that will .enter e press fjrst).. 5 10 lLame|la No. Arount of glue (g/nR2) on
each sect Fgﬁs %@&%STgﬁg@? 7,6f lamglips 4oy %@ﬂ@@@?fgg%‘g@%% 8183538
433638643 6d:BH5BEnt {3 4BBAdiBAL4EH i3 4x 2RO GRROLARARO R rslRightibs dasiBérk® Of

| amel | as, : ®| e I |1 hus hayi ng .t.he shortest
wai ting ﬁoﬁerg.ﬁ& Exqg%%%%p %leé\e%blﬁésr? I?eﬁ%f?) ?%’ﬁ%ﬁné%r# ?rnﬁé\gyﬁlﬁu@%taf%dldﬁﬁfophs as

i n Exanpl &dgtapasegprtainingieformaion abow glug behaviour imslendiffersnbemumstanges,itheious| y
oper at 5 NgnéeRBs hifinHe dnd ibHum JudBERARSrdYa8588dda8: dath Eﬂféhé(. a gradient of
t he ambunts of glue over the |ength of each piece. Strictly speaking it is
not necessary to apply a continuously changing anount, it would suffice to
i ncr ement Nekigtha iype of presss bélediddoarl i@ $8seiof 2 eREbAPRE, 83 nAmbECHis@lioRd 88&. Wi th a

| i . his 25 t ext, . | " | d
50 Yecti oAUt REone! dREMEEBterldh, e SRRk ot pben RIS (o
requi red PERIFFG @ cppfinugnechenge Helyeapplidatisn.in a beam 30 Fig. 5 is a flow

chart jphat illustrates one enbodi nent of the control program for

controlli . the glue application in accordance with the inventive concept.
b oure ok it igt bR st v retigenos K ASg SrbAdimeRia: S Als SHGE NS | o 1 or
t he manuf il fikdevasibusmodifications without departing from the scope of invention as defined in

the claims.



beam conprising a nunber of lanellas to be assenbled. 35 22 June 2004 WO
01/ 49489 PCTI SE00/ 02542 9 Thus, the first step is to set the nunber of

| anel l as to be assenbl ed, and data relating to environnent (e.g. humdity
as in the exanple, although other factors m ght be consi dered22 hge)ooand to
materi al properties, e.g. hardness, porosity etc. Fromthis input data and
data from a data base containing informtion about gl ue behavi our under

di fferent circunmstances, the 5 necessary % ni num and maxi num gl ue anmounts
are calculated for each lanella. Next, the type of press is selected, and
in case of ald&dM¥n press, the nunber of sections is set. Also in
response to the press selection, the glue applicator is set for constant
application or stepw se or continuous change of glue application. 10 The

i nvention has been describe with reference to sone enbodi nents, but the
skilled man Lui || Armagod aF manstaspamsilaninatsddoams nwhercepplvrality of kasmallehe
scope of invention as defiped in the clainms. 22 June 2004 10 CLAIMS: | . A
met hod of rmaff§R iy & amgﬁh%@&ogﬁé*&ﬁﬁn SAPEFSSTIS, GPTTising the jtepy of: anel | as
are assenpl ed by t he the under sure, conprising the steps
of 5 pro$$ding a ﬁ@ﬁﬁ@%g%FmP &Et%he§§§@§ﬁﬁed appl ying glue to at

| east one surface of .eac Ianella assenblin the Ianellas to the desired

structure; and s fbéegg t0 Akleast ongswrkare of radl lamellay pressure in a press:
characterized by 10 ¢4 ntr i ng, the anpunt. of at st one conponent of the
glue, applied at ¥*¢ @S]érbgt?‘ieh %}aﬁtm r%?‘@ Y”i“ééf‘&on on an lanella, to be
a finction of the\ga% g} i es, before the point of glue
application is suBl’6CtEs eoasf% 5‘?@5‘?@?@‘19{%57'}?1&3& 2. The net hod
according to Clé&e wherein the glue is a nultl-conponent 15 adhesi ve,
one conponen ﬁﬁmgh is a hardener and. wherein the anmount of one of said

dh | b
nar dener Gna. 1 ontt e R BRLBIRE of s it Bnf WhlbPosrt 0F SF Rt PPHE R e

specific point of glue application on an lamella, to be a function of the waiting time it

takes before the point of glue application is subjected to the pressure in the press.

2. The method according to claim 1, wherein the glue is a multi-component
15 adhesive, one component of which is a hardener and. wherein the amount of one of
said adhesive components is controlled so as to control the ratio between hardener and

remaining components to be a function of the waiting time.

3. The method according to claim 2, wherein the glue is a two-component
20 adhesive comprising hardener and a glue, the ratio hardener:glue is controlled to be

lower for longer waiting times.

4. The method according to claim 1, wherein the glue is a one-component glue,
and the amount of is increased as a function of increased waiting time.

25



3. The method according to claim2, wherein the glue is a two-conponent 20
adhesi ve conprising hardener and a glue, the ratio hardenenglue is
controlled to be lower for longer waiting tines. 4. The method according
to claim1, wherein the glue is a one-conponent glue, and th® pievob4of is
increased as a function of increased waiting tine. 25 22 June 2004 11 5.
The met hod according to claim4 wherein the anmount of glue applied to each
lanella is constant over the surface of &hid lamella, but varies between
| anel l as. 6. The nethod according to claim4, wherein the first lanella in
a series of 55 | akht mgthodeceirding ta odaiml 4 whemimthetampfunyb{iglue haplisitosaguent
| anel las. 7. . The method according.to ¢clajm4 erein_the anou of gl ue
appli ed o B2 IR Gt s dyes o e 18t 0t B et st arAles 1078, The
met hod according to any of clains 4-7 wherein the anount of glue applied
is controlled by controlling the speed of novenent of the |anella(s) during
gl ue appl i cag.i on. TRe nidilfod Rédaedingas Alahinng, wheeirath® Brst WiRélRi th kheriagmeant of
glue applied is 15 controlled by controlling the rate of application of
gl ue ont @ t hlemellag reeeives a ndlier amgnel ofgluelthan TWhsequenhlothellasording to claim 8
or 9, wherein the speed of novenent is varied fromone lanella to another.
20 11. The nethod according to claim8 or 9, wherein the speed of novenent
is varied during I i : t
accordi ng toﬂcl ai Tn?%%eg{v(\)kgg‘rc gci‘}ﬁinfg&gusag{géé@‘gl% %Bﬁgaﬁ{éﬁdn?gf aF i%@ﬁ ed;@ ésa?lgpwi se
or conti nuoukinella Yariesldver thetshefaceasfeaiddamelld.o cl aim 9, wherein the
application rate is varied stepwi se or continuously. 22 June 2004 12 14.
An apparatus for the manufacturing of |am nated beans, wherein a plurality
Compr Lot 258! o ERE TR apring Bty "G challS 7 \WRE" RIS B ghue
applied is controlled by controlling the speed of movement of the lamella(s) during

glue application.

9. The method according to claim 8, wherein the amount of glue applied is
15  controlled by controlling the rate of application of glue onto the surface of each

lamella.

10.  The method according to claim 8 or 9, wherein the speed of movement is
varied from one lamella to another.

20
11.  The method according to claim 8 or 9, wherein the speed of movement is

varied during the glue application on each lamella.

12.  The method according to claim 11, wherein the speed of movement is varied

25  stepwise or continuously.

13. The method according to claim 9, wherein the application rate is varied

stepwise or continuously.



5 a glue applicator(10); a stacking unit (12); a control unit (15);and a
press (17); <characterized in that 10 the control unit (15) is programabl e
to run a control sequence for the glue applicator (10) and/or the lanella
feeder (6; 16) to provide an optinmal applied glue anount. 1522 jilae 2004
apparatus as clainmed in claim12, wherein the control sequence is adapted
15 to control the speed of novenent of the feeder (6; 16), and thereby of
the lanellas through the glue applicato}z(lo). 16. The apparatus as
claimed in claim14, wherein the control sequence is adapted to control
the rate of glue application to the lanmellas. 20 17. An apparatus for the

troll ed licati of al to |l anel.l as.to.be senbled .to |.am nat ed
bonm ot ruct urk, | oatapratis fartfe ipnpAdtrng g lyigsted Bsams, yRereinS nuaiR af or
(10); and 2fnkl§oataNenibldd by dibing thdm bRl LA®S ptddsirBadontghBingont rol unit

(15) is programmable to run a control sequence for the glue applicator
(10) and/ or the |amemeHafesdacl6; 18);16) to provide an optinmal applied gl ue

anount. 5 a glue applicator(10);
a stacking unit (12);
a control unit (15);and
apress (17);
characterized in that
10 the control unit (15) is programmable to run a control sequence for the glue
applicator (10) and/or the lamella feeder (6; 16) to provide an optimal applied glue

amount.

15.  The apparatus as claimed in claim 12, wherein the control sequence is adapted
15  to control the speed of movement of the feeder (6; 16), and thereby of the lamellas
through the glue applicator {10).

16.  The apparatus as claimed in claim 14, wherein the control sequence is adapted

to control the rate of glue application to the lamellas.

20
17.  An apparatus for the controlled application of glue to lamellas to be assembled
to a laminated beam structure, comprising
an lamella feeder (6; 16);
a glue applicator (10); and
25 a control unit {15);

characterized in that
the control unit (15) is programmable to run a control sequence for the glue
applicator (10) and/or the lamella feeder (6,16) to provide an optimal applied glue

arnount.





