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ABSTRACT 

A process for the manufacture of veneer and a decorative 
surface veneer that comprises gluing board-like, plane pieces 
of Wood together With an adhesive to form a beam-like block 
of Wood. The humidity content of the beam-like block of 
Wood is increased. Veneer is cut from the beam-like block of 
Wood and dried until the humidity content is beloW a ?ber 
saturationpoint. Because of the rules governing abstracts, this 
abstract should not be used to construe the claims. 
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DECORATIVE SURFACE VENEER 

CROSS-REFERENCE TO RELATED 
APPLICATIONS 

[0001] This application claims the bene?t of German 
Patent Application No. 10 2005 005 339.4, ?led Jan. 27, 
2005; European PatentApplication No. EP05024664, ?led on 
Nov. 1 1, 2005; PCT Application No. PCT/EP05/ 121 18, ?led 
Nov. 11, 2005; and is a divisional of US. patent application 
Ser. No. 11/273,377, ?led Nov. 14, 2005, now US. Pat. No. 
7,347,912, the disclosures of Which are incorporated herein in 
their entirety. 

BACKGROUND 

[0002] The examples described herein relate to a process 
for the manufacture of a veneer, to a process for the manu 
facture of a beam-like block of Wood from Which said veneer 
is manufactured, to the veneer and the beam-like block per se 
Which are produced by means of said processes, as Well as to 
a device for carrying out said processes. In said processes, 
particular adhesives based on a polyurethane may be used. 
[0003] As is knoWn, the manufacture of veneers is a pro 
duction technique for the manufacture of decorative, high 
quality surface materials made from real Wood. Thereby, in 
the conventional manufacture of veneers, logs are decorti 
cated, or “de-barked,” then said logs are saWn into halves, 
thirds, quarters or other parts of a log(so called “?itches”) and 
are subsequently Watered, as a rule, for several days at an 
increased temperature, in order to prepare them for the sub 
sequent cutting to veneer, the so-called slicing. Then, said 
slicing process results in veneers having a different thickness, 
for example veneers having a thickness of approximately 0.5 
mm, Whereby, dependent on the cutting process, in the 
obtained product, 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). 
[0004] Schematically, in perspective vieWs, the Widest 
spread slicing, the horiZontally or vertically slicing, is pre 
sented in the FIG. 15 to 17. FIG. 15 shoWs a bisected log 10 
Which is sliced along the direction of the Wood ?ber. On the 
other hand, FIGS. 16 and 17 shoW a slicing transversely to the 
?ber direction. Subsequent to said slicing process, a Waste 
board 10 remains Which is also termed as “backing board” 
being shoWn in FIG. 17. For technological reasons, said back 
ing board cannot be processed to a veneer because the mount 
ings in the cutting equipment cause a Waste Which cannot be 
further processed. 
[0005] Subsequently, the so obtained raW veneer mostly 
having thicknesses of from about 0.45 mm to 2.5 mm, pref 
erably of from 0.45 mm to 0.8 mm, is dried Within some 
minutes, preferably at temperatures above 1000 C. In case of 
strong corrugation, or “buckling,” said veneer is additionally 
subjected to a pressing step. 
[0006] Subsequently, the dried raW veneer is cut to siZe and 
is sorted according to qualities. For said cutting to siZe, high 
material losses have to be accepted, Which can be up to 60%. 

[0007] Per stroke of the slicer, and after cutting to siZe, a 
(sellable) veneer is generated having a surface area of 
approximately 0.6 m2. 
[0008] This problem With the manufacture of a veneer 
Which is a precise, hoWever complex and highly Wasteful 
process, is intensi?ed by the fact that the starting material 
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“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 ?nal product 
veneer. If at all, only very experienced Wood purchasers are 
capable of making reasonably realistic predictions of end 
product quality. Inclusions, limb rudiments and imperfec 
tions in the log are most often unrecogniZable, 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 generation from the raW material log up 
to the ?nal product veneer, Which has to be accepted in said 
manufacturing process. 
[0009] A conventional subsequent Working process for the 
manufacture of a completed surface consists in the assem 
bling of several individual veneer sheets in an assembly fac 
tory, or “splicing factory,” and in the subsequent trimming of 
said assembled/ spliced veneer surfaces. As a rule, the assem 
bling/splicing of the veneer sheets is carried out by gluing 
individual veneer sheets, and, in fact mostly by simulta 
neously applying heat and pressure, using so called longitu 
dinal or cross feed splicing machines. HoWever, the gluing of 
the thin and thereWith sensitive veneer sheets Which cannot be 
easily handled has proved to be complex, and no striated, thin, 
linear looking veneers can be manufactured because, for 
achieving an adequate gluing, the veneer sheets to be 
assembled have to have a certain minimal Width. Further 
more, the local application of heat can affect the Wood prop 
erties (for example the color), and excess glue must be 
removed in the region of the glue joints. 
[0010] Subsequently, the obtained veneer can be applied by 
gluing onto a substrate, such as a particle board. 
[0011] The above described process steps are comprised by 
the so-called “European method” or “North American 
method” for the manufacture of veneers. 

[0012] 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 optional 
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 
need. This results in loW yields, as the needed siZes do not 
necessarily match the siZe of the plyWood panel. 
[0013] Said Asian style of veneer manufacturing requires 
an integrated process. The veneer after the slicing of the 
?itch/block has a high humidity content (above the ?ber 
saturation point). Leaving the sheet laying for a little While 
creates mold and deterioration of the veneers making them 
unusable. No storage or transportation over longer distances 
is possible. Only once the veneer is pressed on the substrate, 
the product can be transported/handled. The value of the 
substrate is considerably loWer than the veneer itself. 
Thereby, a veneer product can be economically transported 
signi?cantly farther than a fancy plyWood product. This is 
particularly important With increasing transport cost. 
[0014] The precision required to produce these extremely 
thin veneers is only possible With equipment that can typi 
cally produce less than 45 sheets per minute. 
[0015] Further, the US. Pat. No. 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. Pat. No. 3,969,558 aims to avoid the heating/boiling 
process to be applied in the conventional manufacture of 
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veneers, and suggests, during the Whole process, to perma 
nently keep the humidity content of the Wood on or above the 
?ber 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 ?ber saturation point of the Wood is overlaid 
and glued onto a substrate. 

[0016] The US. Pat. No. 3,897,581 discloses the gluing of 
short, beam-like pieces of Wood folloWed by slicing, Whereby 
the gluing is carried out by the application of a special poly 
urethane adhesive Which also cures in the presence of humid 
ity. 
[0017] US. Pat. No. 3,977,449 discloses a process for the 
manufacture of Wood veneer having a large area and elaborate 
designed Wooden patterns adaptable for mass-production. In 
said process, a log is saWn or sliced into a plurality of indi 
vidual ?itches Which are smoothed on the surfaces and are 
subsequently glued by an adhesive to form a composite ?itch. 
The composite ?itch is subsequently sliced to form a sheet of 
Wide Wood veneer Which may be glued to a substrate or a 
veneer by means of an adhesive. Throughout the process, all 
steps are carried out While the Wood is maintained at a humid 
ity content at or above the ?ber saturation point of the Wood. 
Also the humidity content of the obtained veneer is kept at or 
above the ?ber saturation point. 

[0018] Besides the conventional manufacture of veneers, 
so-called technical 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 
characteristics of the ?nal product veneer. 

[0019] In this context, for example, conventionally manu 
factured peeled veneers, optionally 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 sur 
face, by no means comparable With a normal veneer surface, 
because the obtained ?nal product has an arti?cial aesthetic, 
and does not give the impression of real Wood. It is also 
obvious that such processes are comparatively complex. 
[0020] The examples are based on the problem to improve 
the processes for the manufacture of veneers currently knoWn 
such that, starting from the original employed raW material 
Wood, a high yield of the high-quality ?nal product veneer can 
be achieved With minimal complexity. Thereby, on the one 
hand, the process should be kept as simple as possible, and on 
the other hand, the further processing of the obtained veneer 
should be facilitated for the user, for example, the manufac 
turer of furniture. Furthermore, in the veneer, the aesthetics of 
the used real Wood should be maintained. In addition it Was 
the objective to use standard equipment of the European style 
veneer manufacturing process, in particular slicers alloWing 
slicing speeds in excess of 90 sheets per minute. 

SUMMARY 

[0021] Said object is solved by a process for the manufac 
ture of a veneer and by the device for carrying out saidprocess 
according to the claims. Further, the solution of said object 
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comprises the manufacture of a beam-like block of Wood as 
set forth in the claims. The veneer produced by the process is 
also claimed. 
[0022] Particularly preferred embodiments are de?ned in 
the dependent claims. With this, the entire Wording of all 
claims is incorporated into this description by reference. 
[0023] In the process for the manufacture of a veneer 
according to the examples, board-like, plane pieces of Wood 
are ?rstly 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 de?ned section plane 
to a veneer. 

[0024] According to the examples, the beam-like block of 
Wood is Watered and/or tempered prior to the cutting, 
Whereby the Watering and/ or tempering preferably is carried 
out at an increased temperature, preferably at a temperature of 
>600 C., more preferred at a temperature of >700 C., in par 
ticular at a temperature betWeen 75 and 850 C. A temperature 
of approximately 800 C. is Well suited. 
[0025] Said Watering and/or tempering is carried out over a 
period of preferably several days, in particular over a period 
of more than tWo days, in particular over a period of tWo to 
three days. 
[0026] The veneer that is obtained from said beam-like 
block of Wood by cutting (slicing)) is dried in order to reduce 
the humidity content beloW the ?ber saturation point of the 
Wood. Preferably, the humidity content of the dried veneer is 
beloW 80%, more preferred beloW 60%, still more preferred 
beloW 40%. In particular, the Water content is beloW 20%. 
Very particularly preferred veneers have a humidity content 
betWeen 5 and 20%. 
[0027] Said ?ber saturation point de?nes the point in the 
drying process of Wood Where said Wood predominantly con 
tains 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. 
[0028] The humidity content is determined according to 
DIN 52 183. 

[0029] Other determination methods may also be used, 
such as electrical methods (measurement of the ohmic resis 
tance) or the determination via re?ection of infrared radia 
tion. HoWever, it is advisable to use the above DIN method as 
a calibration method in order to obtain comparable values. 
[0030] In one embodiment of the examples, said process for 
the manufacture of a veneer comprises steps (i) to (iv): 
(i) gluing board-like, plane pieces of Wood by means of an 
adhesive to a beam-like block of Wood, 
(ii) Watering and/or tempering said beam-like block of Wood, 
(iii) cutting said beam-like block of Wood to a veneer, 
(iv) drying said veneer obtained in step (iii) until the humidity 
content is beloW the ?ber saturation point. 
[0031] In another embodiment, per stroke of the slicer 
Which is used in step (iii), a veneer is obtained in step (iv) 
Where one surface area preferably is of from 1 to 4 m2, more 
preferred of from 1.5 to 3.5 m2. 
[0032] In a preferred embodiment, the length of the veneer 
obtained in step (iv) essentially corresponds to the length of 
said block of Wood. 
[0033] The drying in step (iv) is carried out at an increased 
temperature, preferably at a temperature of >400 C., more 
preferred >70o C., in particular >100o C. 
[0034] Preferably, the drying is carried out directly after 
said cutting in step (iii). 
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[0035] In another preferred embodiment, said process fur 
ther comprises one or more of the following steps (V) to (vii): 
(V) prior to step (i): planing at least one surface of said board 
like pieces of Wood; 
(vi) prior to step (ii): pressing said beam-like block of Wood; 
(vii) prior to step (vi): stacking said board-like pieces of 
Wood. 
[0036] The inventors have detected that the processes 
according to the examples alloW the manufacture of a large 
variety of various veneers having a ?rst-class quality in an 
economical manner. Advantageously, in said processes, the 
commonly used machines and devices can be applied. By 
means of the conditioning steps according to the claims, a 
cutting of the veneers results that is particularly smooth, and 
that has a high quality, Which, also for a loW thickness of the 
veneers, does not cause cracks. Thereby, in the context of the 
present example, it is indeed possible, hoWever not manda 
tory to keep the humidity content of the Wood permanently on 
or above the ?ber saturation point for the duration of the 
Whole process With the exception of step (iv). In this manner, 
the processes according to the example are clearly simpli?ed 
compared to the prior art, for example compared to the pro 
cess as disclosed in the US. Pat. No. 3,969,558. 

[0037] At the same time, hoWever, according to the pro 
cesses according to the example, 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, arbitrary 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 excess 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 processing, so that the Waste is minimized, 
because a trimming is no longer required. Last but not least, 
the processes according to the example also alloW the manu 
facture of variously structured and striated, thin, linear look 
ing veneers. 
[0038] Thereby, the pieces of Wood being used as starting 
material are such pieces that usually are termed as boards. 
HoWever, there should be no restriction concerning, for 
example, the thickness respective to the gage of said pieces of 
Wood, as long as, for example, the length of said pieces of 
Wood is larger than the thickness of such pieces of Wood. The 
same applies to the beam-like blocks of Wood Which are 
obtained in carrying out the process. Also here, there should 
be no restriction concerning the dimensions of the respective 
blocks of Wood. 
[0039] Further, it has to be considered that, in the context of 
the present example, the veneers are cut, hoWever not saWn or 
otherWise formed in a ?ber removing (machining) process. 
Said cutting is frequently also termed as “slicing” and relates 
to the formation of a veneer by means of a knife, a blade or the 
like. 
[0040] For the creation of various surface patterns accord 
ing to the example, 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 trans 
versely, in particular perpendicularly to a plane Which is 
de?ned by the adhesion layers. Alternatively or additionally, 
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according to one embodiment of the example, it is provided 
that the section direction extends transversely to the ?ber 
direction of the pieces of Wood, in particular essentially per 
pendicularly, Whereby the section plane is preferably in par 
allel to a plane Which includes the longitudinal axis of the 
block of Wood. 
[0041] Fundamentally, in the processes according to the 
example, arbitrary pieces of Wood can be employed. So, for 
example, such pieces of Wood can be employed that are glued 
to each other from varying solid Wood parts. HoWever, it is 
preferred that said pieces of Wood are solid Wood boards. 
Such boards are normally saWn boards from different Wood 
types, Which, optionally, are planed on one or both ?at sides. 
As mentioned above, the thickness, or “gage” of such solid 
Wood boards is not critical for the process according to the 
example. 
[0042] According to one embodiment of the example, it has 
proved to be particularly economical that the solid Wood 
boards are Waste boards Which are produced in the conven 
tional manufacturing process of veneers. Said so-called 
“backing boards” are boards having a thickness of several mm 
Which, for technical reasons, hoWever, cannot be further 
sliced, though the Wood of said boards has mostly a very high 
quality. Said high-quality material can be used in a simple 
manner by means of the process according to the example. 
This is advantageous if the slicing Wastes result from the 
center of the block, because here it is high-quality Wood, and 
in the further process suitable measures (for example slicing 
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. 
[0043] According to one embodiment of the present 
example, 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 sections has the advantage that the Wood is still 
essentially untreated, and the probability 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 present 
example, the center sections of a log of Which the semicircular 
sections are cleaved, can be manufactured to veneers by a 
suitable processing having appropriate section planes, in 
Which the medullary rays are hardly visible or are not visible 
at all. 

[0044] In this context, according to one embodiment of the 
present example, it is further preferred that the pieces of Wood 
are essentially semicircular sections Which Were cleaved from 
the border ranges of a log by cleaving the log preferably in at 
least three sections, Whereby said essentially semicircular 
sections are glued to each other With their ?at side, and 
subsequently, preferably, are essentially cut parallel to the 
plane Which is de?ned by the adhesion layers. Here, it is a 
completely novel manufacturing process, in Which ?rstly the 
medium section of a log is taken and is processed as men 
tioned above, While on the other hand the border sections of 
the log can be glued to each other in order to alloW the slicing 
of said border sections having as little Waste as possible using 
standard equipment for conventional veneer manufacturing. 
[0045] Preferably, in the processes according to the 
example, pieces of Wood are employed having a compara 
tively high (relative) Wood humidity. This is an advantage for 



US 2008/0213532 Al 

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 
example, particularly have a relative Wood humidity at and 
above the ?ber saturation point. The ?ber saturation point 
varies betWeen 60% to 90% relative Wood humidity depen 
dent on the Wood species. In such situations 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 com 
parison, Was optionally stored only for a short time. On an 
average, such green lumber has a relative humidity of 
approximately 80%. 
[0046] In further embodiments of the processes according 
to the example, the employedpieces of Wood are glued having 
very high Wood humidity (Wet), Whereby, for example, said 
high Wood humidity can also be achieved by Watering said 
pieces of Wood. In such situations, one has to assume a rela 
tive Wood humidity of >50%, in particular betWeen 50% and 
80% or even above 80%. 

[0047] As already mentioned above, in the process accord 
ing to the example, the board-like, plane pieces of Wood are 
glued With one another by means of an adhesive, preferably 
holohedrally. In said context, it is understandable that said 
adhesive/ glue must be able to provide a ?xed, stable compos 
ite betWeen the glued pieces of Wood. Furthermore, as dis 
cussed later, the adhesive must resist a treatment of the block 
of Wood that Was obtained by the adhesion prior to the cutting 
(for example a treatment by Watering) as Well as a treatment 
of the veneer that Was obtained after the cutting (for example 
a treatment by drying). Finally, the adhesive must ensure a 
reliable adhesive joint, if, for example, pieces of Wood having 
a high Wood humidity (Wet) should be glued to each other. 
[0048] Here, already, a series of adhesives is knoWn that at 
least partially ful?ll the mentioned requirements, and that 
lead to an at least satisfying adhesive connection betWeen the 
pieces of Wood. 
[0049] Particularly suited for the process according to the 
example are the so-called polyurethane adhesives, Whereby 
said adhesives canbe employedboth as one-component adhe 
sives and tWo-component adhesives. The so-called thermal 
polyurethane 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 contained in the Wood. TWo-component polyurethane 
adhesives are applied from tWo different ingredients, and also 
cure by means of the Wood humidity. 
[0050] For example, a commercial one-component poly 
urethane adhesive product is the adhesive Prefere 6000 of the 
company Dynea, NorWay, or Collano RP 2501 of the com 
pany Collano AG, SWitZerland. 
[0051] Thermal polyurethane adhesives (so-called “hot 
melts”), such as offered by the company Henkel, Germany, 
are applied in a hot form and must be quickly processed. Also 
here, the curing takes place by means of the Wood humidity 
and/ or other polar groups being contained in the Wood. In the 
curing process, said hotmelts change from a thermoplastic to 
a thermo setting state. For the example, the heat resistance that 
results from it is of particular advantage. 
[0052] Preferably, one-component polyurethanes having a 
content of cyanate groups are those Which are disclosed in the 
Us. Pat. No. 3,897,581, the disclosure ofWhich is incorpo 
rated into the present example by reference. It is preferred to 
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apply polyurethanes Which Were prepared by the reaction of a 
suitable polyglycol With an appropriate polyisocyanate. Pref 
erably, 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 isocyanate groups in the resulting poly 
urethane that can be adjusted to the property requirements of 
the block of Wood to be glued. 
[0053] Preferred polyglycols are polyethylene glycol or 
polypropylene glycol. Particularly, said polyglycol is 
polypropylene glycol. 
[0054] Preferably, the polyisocyanate is selected from the 
group consisting of hexamethylene diisocyanate, xylylene 
diisocyanate, tolylene diisocyanate, diphenylmethane diiso 
cyanate, dimethyl diisocyanate, hydrogenated diphenyl 
methane diisocyanate, hydrogenated tolylene diisocyanate, 
hydrogenated xylylene diisocyanate, and mixtures thereof. 
The reaction product of diphenylmethane diisocyanate and/ or 
hydrogenated diphenylmethane diisocyanate With a polygly 
col is particularly preferred, particularly With polypropylene 
glycol. 
[0055] Very good properties are achieved if a polyurethane 
adhesive is employed, Which comprises the reaction product 
of diphenylmethane diisocyanate With a polyglycol, in par 
ticular With propylene glycol. 
[0056] In a particularly preferred embodiment, said diphe 
nylmethane diisocyanate comprises a mixture of diphenyl 
methane 4,4'-diisocyanate and diphenylmethane 2,4'-diiso 
cyanate. 
[0057] It is further preferred that said polyisocyanate of 
said particularly preferred embodiment optionally also com 
prises modi?ed diphenymethane diisocyanates, such as 
hydrogenated diphenymethane diisocyanates, or homolo 
gous isocyanates. 
[0058] Preferably, the isocyanate content in said polyure 
thane may range betWeen 5 and 25% by Weight based on the 
total amount of said adhesive, more preferred betWeen 10 and 
20%, particularly betWeen 13 and 16%. 
[0059] The above mentioned polyurethane adhesive types 
from either the company Dynea or Collano are based on 
diphenylmethane diisocyanate. 
[0060] Green Wood or other Wood that may be used in the 
process according to the example and that is saWn into board 
like, plane pieces of Wood may have a humidity of approxi 
mately 80%. In gluing board-like, plane pieces of Wood hav 
ing such a high humidity content, the Water being bound in the 
Wood can disadvantageously affect the binding properties of 
the applied adhesive/glue for certain species and for short 
open time of certain glues. Thereby, said adhesive/ glue does 
not react in the desired manner and the adhesion in the result 
ing beam-like block of Wood does not exhibit the desired 
stability. Such draWbacks cannot be accepted in the manufac 
ture of a veneer from such a beam-like block of Wood. 
Accordingly, the humidity of said board-like pieces of Wood 
to be glued should be beloW 50%, preferably clearly beloW 
50%. Board-like pieces of Wood having a humidity beloW 
40% are particularly suitable for the process according to the 
example for certain species and short open time of certain 
glues. 
[0061] Particularly Well suited beam-like blocks of Wood 
for the process according to the example can be produced by 
a process comprising the folloWing steps: 
(j) cooling the surfaces of board-like plane pieces of Wood to 
be glued doWn to a temperature below 00 C., 
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(jj) heating the surfaces to be glued in order to vaporize the 
Water being present in the area of said surface Within the 
Wood, 

subsequently applying the adhesive onto the so treated 
surfaces, 
(jv) gluing said board-like plane pieces of Wood to a beam 
like block of Wood. 
[0062] Preferably, in step (i) 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 
—40 C. 
[0063] Preferably, said cooling process is carried out in a 
cooling chamber. 
[0064] The heating in step (i j) may be affected by radiation, 
preferably by infrared radiation or UV radiation. HoWever, it 
is also possible to apply hot air. 
[0065] In another preferred embodiment of the example, 
the neW process for the manufacture of a veneer comprises 
steps (viii) and (ix) prior to step (i): 
(viii) cooling the surfaces of board-like plane pieces of Wood 
to be glued to a temperature beloW 0° C., 
(ix) heating the surfaces to be glued in order to vaporize the 
Water being present in the area of said surface Within the 
Wood. 
[0066] For the cutting process to veneer, the obtained 
beam-like block of Wood should have a relatively high humid 
ity. According to the example, preferably, the beam-like block 
of Wood has a relative Wood humidity of >30% prior to the 
cutting. In particular, relative Wood humidity of >50% have to 
be achieved; relative Wood humidity betWeen 60% and 80% 
are particularly advantageous. 
[0067] It is self-evident that the embodiment of the veneer 
that is obtained in the processes according to the example 
cannot only be varied by the selection of the section planes 
during the cutting/ slicing process. 
[0068] Moreover, in the scope of the present example, it is 
also possible that the modi?cation of the veneer can also be 
diversely varied by means of the type of the gluing of the 
individual pieces of Wood With each other. So, according to 
one embodiment of the present example, it is provided that the 
board-like, plane pieces of Wood are glued to each other such 
that their ?ber direction is essentially parallel to one another. 
By means of such a gluing, a veneer can be manufactured 
having a minimum of complexity and having a highest accu 
racy, Which has the optics of a Wood ?ooring in the manner of 
a “strip ?ooring” or “plank ?ooring” and that can be applied 
onto a suitable substrate. Thereby, it is particularly preferred 
that the pieces of Wood, or at least some of said pieces of 
Wood, have their ends edge-glued to each other. 
[0069] Furthermore, Within the context of the present 
example, With respect to the mutual adhesion of the pieces of 
Wood, mixed forms are also possible. So, according to one 
embodiment of the present example, it is provided that the 
board-like, plane pieces of Wood are glued on each other to a 
parquet in the manner of a herringbone pattern. In such her 
ringbone patterns, the ?ber directions of some pieces of Wood 
are in parallel to each other, While the ?ber directions of other 
pieces of Wood are transverse to each other, What results in 
pleasing optical effects having a minimum of complexity. 
[0070] According to one embodiment of the present 
example being de?ned in the claims, pieces of Wood of dif 
ferent Wood species can be glued to each other in order to 
create in this manner various veneers or veneer patterns. In 

said manner, in particular, also striated, thin, linear looking 
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veneer patterns can be created, Which cannot be produced by 
means of the conventional technique, and Which can be 
termed as “industrial inlays”. 

[0071] Moreover, the processes according to the example 
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 of such materials being 
different from Wood Which, like the pieces of Wood, can be 
termed as “board-like”. Also said foils, pieces, boards of 
materials being different from Wood, are then incorporated 
into the composite of pieces of Wood by gluing, Whereby the 
arrangement and the sequence of the pieces of Wood and the 
pieces of materials being different from Wood can be arbi 
trarily varied. In this manner, novel veneer materials can be 
created that consists not only of Wood, but also consist of a 
composite Wood having said materials being different from 
Wood. As already mentioned above, as a rule, the gluing is 
also carried out holohedrally, that is not only the pieces of 
Wood are glued holohedrally among each other by means of 
an adhesive hoWever, the pieces of material being different 
from Wood are also glued holohedrally among each other and 
With adjoining pieces of Wood. Thereby, frequently, the same 
adhesives can be used as applied for the Wood/Wood adhe 
sion, for example, the already mentioned polyurethane adhe 
s1ves. 

[0072] Preferably, the mentioned materials being different 
from Wood are metals or metal alloys, Whereby here, in par 
ticular, aluminum or aluminum alloys have to be emphasiZed. 
On the other hand, preferably, as material being different 
from Wood, plastics of any type have to be mentioned, in 
particular polyole?ns such as polypropylene or copolymers 
With such polyole?ns. 
[0073] In other preferred embodiments of the process 
according to the example, 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 
example, 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 respec 
tively 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 disturb 
ing. On the other hand, the color of the adhesive can thereby 
be consciously selected in contrast to the color of the 
employed pieces of Wood respectively pieces of material 
being different from Wood. Thereby, in the completed veneer, 
by means of said contrast, another decorative effect is con 
sciously achieved. For said purpose, optionally, also thicker 
adhesive layers can be used as it Would be required for the 
technical function of the gluing. 
[0074] According to the example, it is self-evident that the 
idea of the color of the adhesive can be extended to that effect 
that also the materials being used for the pieces of material 
being different from Wood are either colored or dyed. Accord 
ingly, the respective employed materials are not only 
restricted to their “natural” color, hoWever, additional further 
decorative effects can be achieved. 
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[0075] As already mentioned, fundamentally, the thick 
ness/ gage of the plane pieces of Wood being employed for the 
gluing is not critical. The same also applies to the thickness/ 
gage of the pieces of materials being different from Wood that 
are incorporated into the Wood composite. For processing 
reasons, hoWever, it is provided that the plane pieces of Wood 
or the plane pieces of materials being different from Wood 
have a thickness/ gage of >5 mm. In the so de?ned 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 dimensions of the block of Wood, 
Which is produced from pieces of Wood/pieces, (and to Which 
is expressively referenced) 
[0076] 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 provided to select dimensions for the block of Wood that 
enable its processing, that is the cutting/ slicing on the usually 
existing machines for the conventional manufacture of 
veneers. 

[0077] Accordingly, such beam-like blocks of Wood of the 
process according to the example preferably have a length of 
>1,500 mm, preferably >2,500 mm. Beams With a length up 
to 5,200 m can be processed on the common cutting/ slicing 
machines Without problems. In particular, respective blocks 
of Wood have a length of approximately 2,800 mm. Prefer 
ably, the Width of the beam-like blocks of Wood is >60 mm, 
preferably >120 mm, Whereby particularly a Width of 
approximately 150 mm has to be outlined. Advantageously, 
the height of such beam-like blocks of Wood is >200 mm, 
preferably >500 mm. Beams having heights up to 1,000 m 
can be processed. In particular, heights of approximately 600 
mm have to be emphasiZed. 

[0078] Moreover, in the process according to the example, 
it is preferred to dry the veneer 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 species of Wood, varies between 700 C. and 1000 C. In 
applying increased temperatures, in particular applying tem 
peratures >90o C., usually drying periods up to several min 
utes are su?icient for a satisfactory drying of the obtained 
veneer. Thereby, according to the example, it is particularly 
preferred that the drying takes place directly after the cutting 
process. 
[0079] The inventors have detected that the processing of 
the respective adhesion surfaces of the board-like, plane 
pieces of Wood has, prior to the gluing, a considerable impor 
tance in the scope of the present example. Due to said back 
ground, according to another embodiment of the present 
example, 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 one hand, optically pleasing respectively 
hardly visible glue joints result, and on the other hand, a 
compact and permanent connection betWeen the respective 
pieces of Wood. 
[0080] Thereby, it has proved to be particularly advanta 
geous if the rotational axis of the rotary machining tool essen 
tially extends perpendicular to the adhesion surface to be 
processed. By means of said arrangement, different disadvan 
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tages can be avoided being associated With conventional, 
rotary planers. In particular, any corrugation of the adhesion 
areas can be avoided, and the cell structure of the Wood is less 
damaged, Whereby an open cell structure results Which is 
particularly Well suited to accept the adhesive to be applied so 
that a glue practically invisible joint results. Furthermore, 
such a tool is also particularly Well suited also for humid 
Wood. Last but not least, the arrangement of the rotational 
axis of the rotary machining tool is essentially perpendicular 
to the adhesion surface to be processed for an improved ?ber 
removal in Which a manifold machining is avoided, Whereby 
a higher durability of the tool and a still more plane surface of 
the Workpiece result. 
[0081] The so-called “open” time of the adhesive being 
applied Within the scope of the present example, can be prin 
cipally regulated by means of its composition or optionally 
also by means of the processing temperature. In some situa 
tions, 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 pro 
long here the open time in a simple and effective manner, 
according to one embodiment of the present example, 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 pro 
longed because the Wood provides less humidity for the cur 
ing of the adhesive. The humidity loss at the surface of the 
Wood is not important for the further procedure, because the 
humidity content of the Wood is balanced Within the shortest 
time. 

[0082] In one embodiment, preferably, the process accord 
ing to the example is characterized in that the obtained veneer 
has a thickness of >025 mm, preferably 0.6 mm. A preferred 
maximum thickness of the veneer is 4 mm. Thus, With their 
thickness/ gage, such veneers are in the range of usual veneers 
as they are obtained from the conventional manufacturing 
processes for veneers. 

[0083] Besides the described process, the example com 
prises the already mentioned board-like block of Wood for the 
manufacture of veneers. Said block is characterized in that 
board-like, plane pieces of Wood are glued by means of an 
adhesive (preferably holohedrally). Concerning preferred 
embodiments, it has particularly to be outlined that above or 
beloW or betWeen said pieces of Wood plane, preferably 
board-like pieces of a material being different from Wood 
and/or another type of Wood can be arranged Which, in par 
ticular, can be (holohedrally) glued among each other and 
With said pieces of Wood. Particularly, it is possible, as 
already mentioned in the context of the processes according 
to the example, 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. 

[0084] Regarding the other preferred features of the block 
of Wood according to the example, reference is made to the 
respective explanations in the previous description, and it is 
expressively made reference thereto. 
[0085] Finally, the example also comprises the veneer itself 
Which can be obtained from the process according to the 
example or Which is obtained by cutting along a de?ned 
section plane from the beam-like block of Wood. Concerning 












