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This invention relates to a device for drying veneers 
of plywood, synthetic or über plates,»etc. 

Usually for plywood manufacturing, a veneer or`plate 
of around 4.5 mm. -thick is used. When it is first made 
of 'original wood, it has 30-¢40% moisture in old wood 
and "6G-70% moisture in new wood and heartwood con 
tains around 60% more moisture than sapwood. In 
order to reduce this moisture to 6-7%, ideal for plywood 
manufacturing, drying operation is necessary. Usually, 
the following ‘method has been used: a hot‘blast is sent 
into a drying room which is kept at a definite tempera 
ture and inside this room, the veneer is sent from one 
place to another by means of a roll dryer »till it dries. 
Hence, 'it often happens that moisture content is very 
diñerent from one part to another in the same plate. 
However, regardless of this, drying being performed at 
‘ttixed temperature and speed, a veneer havingV a heartwood 
part and sapwood part together will especially be sub 
-ject to warping, deformation or distortion. This is a 
drawback of the above-mentioned method. Then, a 
ibinding -agent is applied on both sides of this deformed 
veneer and taking said piece as a core, it'is ‘heated and 
Ypressed together with the surface pieces to shape finally 
the plywood desired. The veneer thus reformed >into 
its normal shape by heating and pressing, returns to its 
original warped shape as t1me goes on and when it ab 
sorbs moisture of the air, warping and distortion are 
producedron the whole part of plywood and its value, 
practical as well as commercial, is inevitably greatly de 
creased. 
An object of the invention is to provide a device for 

drying veneers and plates wherein the material is heated 
and pressed at the same time on its whole surface by 
means of a hot table so that a complete straightening 
and drying of lthe material is performed by the action 
of steam lon the material and much better 'than in the 
roller dryer. 
An object~of the invention is to provide a device for 

drying veneers and plates wherein a hot table is pro 
vided with a number of air inlet holes communicating 
with the outside whereby .the material is dried at the mois 
ture content most suitable for plywood, synthetic, über 
plates, etc. When it is made into .a product, it is void 
of any distortion or warping at absorption of moisture 
from the air. 

Other objects and advantages of the invention will 
appear from the following description of the invention. 
For the purpose of illust-rating the invention, there 

are shown in the accompanying drawings, a form there 
of which is at present preferred, although it will be un 
derstood that the instrumentalities of which the inven 
tion consists may Ibe variously arranged and organized 
and that the invention is not limited to specific arrange 
ment and organization of the instrumentalities as herein 
shown and described. 

In the drawing: 
FIG. l is an elevation of this invention. 
FIG. 2 is an enlarged side elevation of a hot table of 

the invention, with portions broken away; 
FIG. 3 is a plan view of FIG. 2 with portions broken 

away; 
FIG. 4 is a side elevation of another embodiment of 

the invention; 
FIG. 5 is a plan view of FIG. 4; 
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FIG. 6 is a side elevation of still another embodi 

ment; 
FIG. 7 is a plan view of FIG. 6; and 
FIG. 8 is a plan view of still another embodiment. 
Characteristics of the present invention can be de 

iined as the following: at drying operation, the veneer 
or pl-ate is heated and pressed at one time by means of a 
hot table. The water emana-ted from ythe plate is made 
to be absorbed `from every part of the plate so that 
each part is drieduniformly at the moisture of 6-7% 
and deformation and warping is eliminated. Plywood, 
etc., made of this material and having this as a core, 
is not subject to deformation nor warping due to mois 
ture absorption from the air, as the ̀ whole article is at 
a homogeneous moisture content. Moreover, when the 
material is used as a core, since it keeps its normal shape 
owing to heating and pressing process, not only can a 
binding agent be easily applied on it, but also consump 
vtion of said binding agent can be largely economized. 

Referring to the drawings for more specific details of 
the invention, FIG. 1 is a diagram explaining heating 
and pressing of the material a in which the required 
number of hot tables 1 are superposed on stand 2 alter 
nately with a number of veneers a. On the lower part of 
the lowermost hot table is provided withY the upper press 
3 actuated by an oil pressure device and the upper 
part of the uppermost hot table is also provided with the 
lower press 4 so that the plate is pressed from both the 
upper and lower ends. Said hot table l is provided with 
a heat-passage 5 nearly in its center, said passage runs 
-in grate or serpentine form as shown in FIGS. 2 and 3, 
one end which is fitted with a supply pipe 6, the other 
end with an exhaustpipe 7. S shows a plug interrupting 
and closing said passage 5 in the case when the heat 
passage 5 is arranged in grate form. Heat given to the 
supply pipe 6 is discharged from exhaust pipe 7, circu 
lating through the heat-passage 5 so as to heat the hot 
table 1. 9 shows an exhaust passage ñtted on both the 
upper and lower sides of the passage 5 and arranged in 
grate form or otherwise, each end of which is opened 
on both sides of the hot ytable l. 10 is an air inlet hole 
opened to the exhaust passage 9 from the upper and 
lower surfaces of the hot table l and it is preferably 
made as many as possible and arranged at small inter 
vals as in the case of the exhaust passage 9. It is also 
desirable that the air inlet hole 16 =be made small. How 
ever, as a matter of fact, it sud-lees that the exhaust pas 
sage 9 and the air inlet hole 10 is provided on one sur~ 
face only of the uppermost and lowermost hot table. 
The above-described hot tables are superposed to 

gether as shown in FIG. l, so that surfaces provided with 
air inlet hole l@ face each other. The veneer a to be 
dried is inserted and pressed between ltwo hot tables 
and a hot blast is supplied through each supply pipe 6. 
Thus the material is heated at around 180° C. and at the 
same time, it is pressed around 40 lbs./in.2 by means of 
the upper press 3 and the lower press 4. The moisture 
contained in the plate is evaporated by close contact 
with the heated hot table and by pressure exerted on said 
table. Steam is absorbed through a num-ber of air in 
let holes 10, enters the exhaust passage 9 and discharged 
to the outside »through each end of the passages opened 
on each side of the hot table. When it is shown on 
the meter that the moisture stands at the deíinite 
degrees, heating and pressing are temporarly stopped 
and a while later a finishing pressing is performed; 
each of the hot tables 1 is removed and the plate is taken 
out to dry. 

In the above-mentioned operation, moisture content 
of each part of the plate heated and pressed, is different 
one from the other. However, as heating goes on, the 
drying degree of small moisture part becoming higher 
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and heat conductivity smaller, evaporation of the water 
remaining on this part becomes weaker. On the other 
hand, as big moisture part is fully heated, evaporation 
is very active here. Steam goes Vtoward the exhaust 
passage, 9 facing and communicating with said small 
moisture part so that nothing prevents evaporation from 
big moisture part. On the contrary, evaporation from 
small moisture part being suppressed by a large amount 
of steam in the exhaust passage 9 facing said par-t, evapo 
ration is performed from each part of the plate accord 
ing to its moisture content and evaporated water is 
discharged without delay. Therefore, every pa-rt of the 
plate can be dried at uniform moisture content, neither 
more or less. It is to be added that in this invention, 
the whole surface of the pla-te is pressed simultaneously 
instead of a part of it as in aroller dryer. Hence, the 
plate is straightened into normal shape and the plate a 
thus dried will not be subject to deformation nor Warp 
ing, even when it is exposed to the outside and absorbs 
moisture, since every part is uniformly dried. 

FIG. 4 and the following show another application 
mode wherein the hot table is consisted of two parts: 
one part has a heat-passage 5, the other part has an air ` 
inlet hole 10. These two parts are made separately and 
then jointed together to form a hot table used for the 
same purpose. In the modification shown in FIGS. 4 and 
5, a bearing table 11 provided with an exhaust passage 9 
and air inlet hole iii are fitted to the machine. Said bear~ 
ing table 11 is jointed on both surfaces or one surface of 
the table 12 provided with heat-passage 5. Those shown 
in FIGS. 6 and 7 is a bearing table 11 providing with 
channel 13 running in grate form, said channel 13 is 
superposed on the table 12 and uses the former as ex 
haust passage in order to facilitate manufacturing of 
the hot table. FIG. 8 shows the case wherein the chan 
nel 14 -runs in straight lines instead of in grate form. 
The working of these are the same as those shown in 
FIGS. 2 and 3. . 

As explained in the foregoing specification, this inven 
tion is especially useful for drying veneers and plates 
for plywood and others lby means of a hot table provided 
with a number of air inlet holes on rthe whole contact 
surface of the material and also with an exhaust passage 
communicating with said hole, thereby steam produced 
at heating is made to be absorbed from the whole surface 
of the material and completely eliminated.Y This en 
ables manufacturing »of superior plywood and Vothers 
void of deformation, distortion or warping, sinceevery 
part of the material is made to dry so that every part of 
the material is at a uniform and ideal moisture content. 
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The present invention may be embodied in other spe~ 

cific forms without departing from the spirit thereof. It 
is therefore desired that the present embodiments be 
considered in all respects »as illustrative and not re 
strictive, reference being had to ythe appended claim 
rather lthan to foregoing description -to indicate the scope 
o'f the invention. 
What is claimed is:k 
Apparatus for simultaneously drying a plurality of 

sheets of material such as veneers or the like compris 
ing »a press including a pair of spaced, parallel pressure 
surfaces for imposing a constant pressure on a stackof 
sheets and heating-and-moisture exhaust plates, a stack 
of planar heating-and-moisture removal plates disposedY 
in juxtaposed relation between said pressure surfaces for 
receiving >between alternate plates sheets to lbe dried; 
the improvement comprising one of said plates including 
opposed contact surfaces and a heating passa-ge disposed 
in a plane parallel to said contact surfaces, said heating 
passage comprising a plurality of iìrst linear passage seg 
ments disposed in parallel relation and uniformly spaced 
from each other, and a plurality of second linear pas 
sages disposed normal to and communicating with said 
:first linear passage segments and uniformly spaced from 
’each other, said one plate including at opposite _Sides 
thereof a plurality of uniformly disposed exhaust ori 
ñces normal to said contact surfaces, exhaust passages 
disposed between said contact surfaces and said heating 
passage in communication with said orifices and having 
a substantially greater‘cross-sectional «area than the cross 
sectional area of said orifices, for drawing off water 
vapor from sheets of material that each of said contact 
»surfaces contact during the application of heat and pres 
sure, said exhaust passages comprising a plurality of 
first linear exhaust passage segments disposed in parallel 
relation and uniformly spaced from each other, and a> 
Yplurality of second linear passage segments disposed nor« 
mal to and communicating with said tirst linear exhaust 
passage segments and uniformly disposed with respect 
V4to each other, said first and second exhaust passage seg 
ments being disposed intermediately and centrally of the 
respective first and second heat passage segments in a 
plane normal to said contact surfaces. 
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