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[5 7 ] ABSTRACT 

In each of the intersections between the outer surface 
of a raw log and a plurality of longitudinal sectional 
planes passing through the center axis of the log, that 
point which is nearest the center axis is detected, and 
the log is so cut that, in each of the sectional planes, 
all points in the resulting outer line are at the same 
distance from the center axis as the above mentioned 
nearest point, whereby the raw log is preshaped into a 
columnar shape of the same coaxial cross section over 
the entire length thereof. By rotary cutting this pre 
shaped log, rectangular veneer pieces without waste 
edge parts can be obtained before the log becomes a 
true circular cylinder. 

3 Claims, 17 Drawing Figures 
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METHOD AND APPARATUS FOR PRESHAPING 
RAW LOGS 

BACKGROUND OF THE INVENTION 

This invention relates generally to processing of tim 
ber logs to produce useful pieces therefrom and more 
particularly to an original and advanced method for 
preshaping a raw log into a columnar shape of the same 
coaxial cross section over the entire length or a speci?c 
length of the log. 

PRIOR ART 

I-Ieretofore, raw logs to be rotary cut on a veneer 
lathe have been ?rst debarked by manual work or by 
means of a machine and then rotary cut by means of a 
cutting blade 1 of a lathe as indicated in FIG. I, which 
is an exploded perspective view illustrating rotary cut 
ting in the prior art. , 
However, since each raw log 2 has an in?nitely vary 

ing form with a great variety of sectional pro?les, sev 
eral irregular pieces of veneer 3 including useless waste 
parts 4 must be unavoidably out before the timber 
stock becomes a true circular cylinder. In order to uti 
lize these irregular veneer pieces as crossbands or core 
material in plywoods or for some other pro?table pur 
pose, they must be cut by means of a cutting device 
such as a clipper 5. Such a process requires an ex 
tremely great amount of time and labor. 

SUMMARY- OF THE INVENTION 

It is an object of this invention to overcome the above 
described dif?culty by preshaping the log beforehand 
into a columnar shape thereby to produce rotary-cut 
veneer sheets of rectangular shape, that is, with edges 
in the width direction that are perpendicular to the 
edges in the longitudinal direction. 
According to this invention, brie?y summarized, 

there is provided a method of preshaping a raw log into 
a columnar shape of the same coaxial cross section per 
pendicular to the center axis of the log over the entire 
length thereof, or a speci?c partial length thereof, 
which method comprises detecting that point in each of 
the intersections between the outer surface of the log 
and a plurality of longitudinal sectional planes passing 
through the center axis which is nearest the center axis 
and cutting the log so that, in each of the sectional 
planes, all points in the resulting outer line are at the 
same distance as the above mentioned nearest point 
from the center axis. 
The nature, principle, and utility as well as further 

features of‘this invention will be apparent from the fol~ 
lowing detailed description with respect to preferred 
embodiments of the invention. 

BRIEF DESCRIPTION OF THE DRAWINGS 

In the drawings; 
FIG. 1 is an exploded perspective view showing an 

example of rotary cutting of a timber log according to 
the prior art; 
FIG. 2 is a similar perspective view showing one ex 

ample of rotary cutting of a log according to this inven 
tion; 
FIGS. 3 and 4 are perspective views, and FIG. 7 is an 

elevation viewed in the direction of work flow, indicat 
ing the manner in whichv guide grooves are formed in 
an unprocessed log prior to preshaping thereof; 
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FIGS. 5 and 6 are perspective views, and F IG. 8 is an 

elevation viewed in the work ?ow direction, indicating 
the manner in which a log is preshaped with one guide 
groove; 
FIG. 9 is a schematic diagram indicating the essential 

organization of another embodiment of the invention; 

FIGS. 10 and 11 are a side elevation and an elevation 
viewed in the direction of work ?ow showing one ex 
ample of apparatus for debarking and preshaping logs 
according to the invention; 
FIGS. 12 and 13 are views similar to FIGS. 10 and 12 

showing another example of apparatus for debarking 
and preshaping logs according to the invention; 
FIG. 14 is a side elevation showing one example of 

apparatus provided with a guide groove forming device 
at a point upstream in the work flow path from the de 
barking and preshaping device; 
FIG. 15 is a perspective view showing one example 

of debarking cutters; 
FIG. 16 is a perspective ‘view showing the essential 

parts of one example of guide groove forming device; 
and ' 

FIG. I7 is an elevation viewed in the work ?ow direc 
tion showing the guide groove forming device used in 
the apparatus shown in FIG. 14. 

DETAILED DESCRIPTION 

Referring ?rst to FIG. 2, indicating the principle of 
the invention, a raw log (not shown) is preshaped be 
forehand into a preshaped log 13 of a columnar shape 
as illustrated, and then this preshaped log 13 is rotary 
cut on a veneer lathe to produce rotary-cut veneer 
sheets 6 of rectangular shape, that is, with parallel 
edges in the width direction that are perpendicular to 
parallel edges in the longitudinal direction. Cross cuts 
at suitable places are made by means of a scribing blade 
7 in the instant example as in the conventional process 
indicated in FIG. 1. 

In a ?rst speci?c example of the invention as shown 
in FIGS. 3, 4, and 7, a guide groove forming device, 
generally designated by reference numeral 8, is used 
?rst to form guide grooves 9 of suitable width around 
the entire peripheral outer part of a raw log 2. Next, by 
means of a shaping cutter 11 having a non-cutting 
contact surface 10 for contacting the bottoms of the 
guide groove 9, whereby the advance of the shaping 
cutter is limited, the remaining parts 12 are cut away. 
As a result, a preshaped log 13 of a columnar shape as 
indicated in FIG. 4 is obtained. 

In another example of this invention as indicated in 
FIG. 9, suitable detectors 14 such as a battery, of limit 
switches are used in place of the guide groove forming 
device described above and are placed in contact with 
the outer surface of a raw log 2, and a preshaping cutter 
15 is advanced up to the depth of the deepest concavity 
of the various rotating surface positions of the raw log 
2 which have been thus detected. As a result, the raw 
log 2 is preshaped into a log 13 of columnar form as in 
dicated in FIG. 4. 

Nest, examples of guide groove forming devices suit 
able for practicing the method of this invention as indi 
cated in FIGS. v3, 4, and 7 will now be described in en 
tirety with reference to FIGS. 10, 1,1, 12, and 13.‘ ‘ ‘ 
A device generally designated by reference numeral 

16 for grasping, carrying, and turning logs includes, in 
the example illustrated in FIGS. 10, and 11, a frame 
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having two horizontal, parallel, and spaced-apart 
beams 17, 17 disposed respectively opposite lateral 
sides of the device, with each beam 17 supporting a 
pair of spaced apart bearings 18, 18 respectively op 
posed to the pair of bearings 18, 18 on the other beam 
17. These four bearings rotatably support two cross 
shafts 19, 19 spaced apart in parallelism and orientated 
horizontally and perpendicularly to the beams 17, 17. 

Each of the cross shafts 19, 19 supports two arms 21, 
21 swingably suspended therefrom at points near re 
spective ends of the shaft and inside of the beams 17, 
17. One of the cross shafts 19, 19 also supports at one 
of its ends a lever 20 ?xed at one end to the shaft at a 
point outside of the corresponding beam 17. Thus, four 
arms 21 are suspended from the two cross shafts 19, 19. 
The two arms 21, 21 suspended from each cross shaft 
19 support at their lower ends a swinging cross shaft 22. 

The two cross shafts 22 rotatably and slidably sup 
port two log holding heads or stocks 23, 23, which are 
disposed on opposite lateral sides of the device and can 
slide along the cross shafts 22 to approach or separate 
from each other, being controllably actuated as de 
scribed hereinafter. The stocks 23, 23 at their lower 
parts rotatably support horizontal centers or spindles 
24, 24 mutually opposed in coaxial alinement and hav 
ing toothed inner jaws for holding a log therebetween. 

On each lateral side of the device, the beam 17 to 
gether with its bearings 18, 18, the two arms 21, and 
the part of the stock 23 between the cross shafts 22, 22 
form a four-bar linkage of parallelogram shape. The 
other or distal end of the above mentioned lever 20 is 
coupled to the outer end of the piston rod of a hydrau 
lic cylinder 20a pivotally supported by the frame beam 
17. Accordingly, all of the four arms 21 can be actu 
ated to swing in unison by the extension and retraction 
of the piston rod of the hydraulic cylinder 20a, whereby 
the stocks 23, 23 on both sides can be moved between 
positions directly above a centering bedplate 25 for the 
unprocessed log 2 and a receiving bedplate 26. 

In the example illustrated in FIGS. 12 and 13, trucks 
or trolleys 27, 27 are supported on wheels 28, 28 rolla 
ble on and along two parallel, horizontal beams 17, 17 
of the frame, which are disposed on respectively oppo 
site lateral sides parallel to the direction of travel of the 
log. The beams l7, 17 are provided on their upper sur 
faces with gear-tooth racks 31 fixed in parallel thereto. 
Pinions 30, 30 rotatably supported on the trolleys 27, 
27 and driven by motive power means 29 are meshed 
with respective racks 31. 
At their lower parts, the trolleys 27, 27 support two 

cross shafts similar to the cross shafts 22 in the preced 
ing example. The various parts including the stocks 23, 
23 supported on these cross shafts are similar to those 
in the preceding example. Thus, by operating the mo 
tive power means 29 in the forward and reverse direc 
tions, the trolleys 27, 27 and the stocks 23, 23 sus 
pended therefrom can be moved between positions di 
rectly above the centering bedplate 25 and directly 
above the receiving bedplate 26. 
A block structure 33 is slidably supported on the 

cross shafts 22, 22 between the two stocks 23, 23 and 
is controllably positioned in the transverse direction 
(parallel to the cross shafts 22, 22) by a hydraulic cylin 
der 32. This block 33 is coupled to the stocks 23, 23 by 
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4 
hydraulic cylinder and piston units 35 and 34, which 
operate to pull together and push apart the stocks 23, 
23, whereby a raw, unprocessed log 2 can be grasped 
between the jaws of the center spindles 24, 24 and then 
released as desired. One of the center spindles 24 can 
be rotated by power from a driving mechanism includ 
ing a motive power means 36 mounted on or within the 
corresponding stock 23. 
Between the centering bedplate 25 and the receiving 

bedplate 26, there is provided a preshaping device gen 
erally designated by the reference numeral 37 (FIGS. 
10 and 11) and having a base structure 38 on which the 
following mechanism is mounted. The base 38 has two 
bearings 39, 39 and two bearings 40, 40 all lying in one 
horizontal plane with a rectangular, spaced-apart rela 
tion and rotatably supporting two parallel shafts 41 and 
42, on which a frame 43 and arms 44 are swingably 
supported. The frame 43 at its distal end supports a 
shaping cutter 46 having a contacting member 45; 
while the arms 44 at their distal ends support debarking 
cutters 47. 
The frame 43 and the arms 44 can be respectively ac 

tuated by hydraulic cylinders 48 and 49 anchored at 
their cylinder ends to the base 38, whereby the shaping 
cutter 46 and the debarking cutter 47 can be brought 
into contact with or separated from a raw, unprocessed 
log 2 held by the log grasping, carrying, and turning de 
vice 16. 
While the log grasping, carrying, and turning device 

16 in the above described examples of the invention is 
a unitary mechanism, it is not so limited in arrange 
ment. For example, this device may comprise a first 
mechanism for grasping and carrying a log and a sec 
ond mechanism constructed separately from the first 
mechanism and operating to receive the log from the 
first mechansim and to turn the log. 

In still another example of the invention as illustrated 
in FIG. 14, the arrangement shown in FIG. 13 wherein 
the log guide groove forming device 8 is mounted on 
the cross shafts 22 supporting the stocks 23, 23 is re 
placed by an arrangement wherein a log guide groove 
forming device 50 of another type is installed between 
the log centering bedplate 25 and the log preshaping 
device 37 so as to form the guide groove 9 from below 
the unprocessed log 2. 
While not indicated in the drawings, it is also possible 

to provide suitably and selectively a log guide groove 
forming device 50 in the same manner between the log 
centering bedplate 25 and the log preshaping device 37 
also in the example shown in FIG. 11 and, further, the 
log guide groove forming device 8 shown in FIGS. 11 
and 13 in an upside-downjuxtaposition to be supported 
by a base structure between the log centering bedplate 
25 and the log preshaping device 37. 
The bark chips 52 and the wood chips 53 cut by the 

debarking cutters 47 and the shaping cutter 46 are car 
ried toward the lateral sides by a chip conveyer 51 
adapted to travel in either direction, carrying the bark 
chips 52 to a bark chip conveyor 54 and the wood chips 
53 to a wood chip conveyor 55. 
The centering bedplate 25 has at its upper part a re 

taining surface for receiving an unprocessed log 2 and 
is provided with a ram 25a by which it can be moved 
adjustably in the vertical direction and with a hydraulic 
cylinder 25b by which it can be moved in the left-and 
right direction as viewed in FIGS. 10 and 12. The re 
ceiving bedplate 26 has, at its upper part, a retaining 



5 
surface for receiving a log which has been processed 
and is provided with a ram 26a by which it can be ad 
justably moved in the vertical direction. 

In another example of the debarking cutters 47 as il 
lustrated in FIG. 15, a shaft 57 supports a plurality of 
debarking cutter toothed wheels 47a in side-by~side co 
axial arrangement, with each toothed wheel 4'7a being 
provided with a mechanism including a plurality of 
springs 56 whereby each toothed wheel undergoes a 
displacement relative to the axis of the shaft 57 in con 
formance with the peripheral contour of the log. Ac 
cordingly, each cutter wheel 47a is caused to undergo 
an independently suspended action similar to that of 
the hydraulic cylinder 49. 
One unit of a guide groove forming device 8, not 

shown in FIGS. II and 13, will now be described in de 
tail with reference to FIG. 16. Two brackets 58, 58 are 
supported in spaced apart relation on one of the afore 
described cross shafts 22 and support a horizontal 
beam 59 ?xed at its ends to the rear parts of these 
brackets thereby to form a rigid frame. Coaxial bear 
ings 66, 60 are respectively ?xed to the lower parts of 
these brackets 58, 58 and rotatably support a horizon 
tal shaft 61, which is parallel to the shaft 22. 
The shaft 61 rotatably supports three spaced apart 

levers 64, 64a, and 64b at intermediate points thereof. 
These levers at their ends on one side of the shaft 61 
rotatably support respective pro?le following rollers 
62, 62a and 62b for contacting respective peripheral 
surface parts of an unprocessed log 2. The other ends 
of these levers 64, 64a, and 64b are respectively pin 
connected to the outer ends of the piston rods of hy 
draulic cylinders 63, 63a, and 63b, which are mounted 
on the aforementioned beam 59. 
Arms 65, 65a, and 65b with laterally extending bent 

ends are respectively ?xed to the shaft 61 in the vicinity 
of the levers 64, 64a, and 64b, any of which, upon con 
tacting the bent end of its corresponding arm causes 
the shaft to rotate. The shaft 61 at a suitable part 
thereof further supports the proximal part of a support 
lever 69 rotatably supporting at its outer end, by means 
bearing 66, the horizontal shaft of a groove forming 
cutter 67. This support lever 69 has an arm ?xed 
thereto and pin connected at its outer end to the outer 
end of the piston rod of a hydraulic cylinder 68 
mounted on the beam 59. The shaft of the cutter 67, 
and therefore, the cutter, are rotatable by a motive 
power means 70 mounted on the support lever 69 by 
way of power transmission means such as pulleys and 
an endless belt. 
One unit of a guide groove forming device 50, not 

shown in FIG. I4, will now be described in detail with 
reference to FIG. 17. This device 50 has a base or bed 
71 on which are mounted a suitable number, e.g., 
three, of upright hydraulic cylinders 72, 72a, and 72b 
having rams 73, 73a, and 74b, the outer or upper ends 
of which are ?xed to lower ?anged ends 76, 76a, and 
74b of vertical support structures 75, 75a, and 75b ro 
tatably supporting at their upper ends pro?le following 
rollers 74, 74a, and 74b for contacting respective pe 
ripheral parts of an unprocessed log 2 held and rotated 
by center spindles 24. 
The ?anged parts 76, 76a, and 76b of the support 

structures 75, 75a, and 75b support a'lift platform 77, 
on which is mounted a guide groove forming cutter 79 
driven by a motive power means 78. The lower surface 
of the lift platform at its ends on the lateral sides of the 
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device are ?xed to the upper ends of rams 81, 81 of up 
right hydraulic cylinders 80, 60, which operate in a 
manner such that, when the pro?le following rollers 74, 
74a, and 74b are forced downward by projecting con 
vexities of the surface of the log 2, at least one of the 
?anged parts 76, 76a, and "76b of the support structures 
'75, 75a, and 75b is always contacting the lower surface 
of the lift platform 77. 
Furthermore, a leveling device 82 of the following 

organization is provided for raising and lowering the lift 
platform 77 while its attitude is continually maintained 
level, without inclination in the transverse direction 
(i.e., the left and right direction in FIG. 17. 
The lift platform 77 is provided near the four corners 

thereof on the upper surface thereof with bearings 83, 
83 and 84, 84 ?xed thereto and on the lower surface 
thereof with bearings 83a, 83a and 84a, 84a, ?xed 
thereto. These bearings rotatably support four trans 
verse shafts 85, 85 and 65a, 65a ?xedly supporting at 
their ends chain wheels 86, 86 and 86a, 66a on one lat~ 
eral side (the left side as viewed in FIG. 18) and chain 
wheels 87, 87 and 87a, 67a on the opposite lateral side. 

The aforementioned bed 71 is provided at its four 
corners with respective upright posts 88, 88 and 88a, 
88a. On each lateral side, for example, on the left side 
as viewed in FIG. 17, a chain anchored at one end 
thereof to the top of the post 88a is passed downward, 
reeved around a lower chain wheel 86a, passed up 
ward, reeved around an upper chain wheel 86, and 
passed downward to be anchored by way of a turn 
buckle 900 to the bed 71. Similarly, on the same lateral 
side, another chain anchored at one end thereof to the 
top of the post 88 is passed downward, reeved around 
the other lower chain wheel 86a, passed upward, 
reeved around the other upper chain wheel 86, and 
passed downward to be anchored by way of a turn 
buckle 90 to the bed 7ll. 
The devices of the above described organization ac— 

cording to this invention operate as described below. 
In the case of the examples illustrated in FIGS. 10, 

ll, 12, and 13, the unprocessed log 2, which has been 
conveyed by the unprocessed log conveyer is trans 
ferred onto the log centering bed plate 25, where cen 
tering is carried out by raising or lowering the ram 25a 
and operating the hydraulic cylinder 25b. Thereafter, 
the hydraulic cylinder 20a is activated to swing the 
stocks 23, 23 to a position above the centering bedplate 
where the center spindles 24, 24 can grasp the unpro 
cessed log 2. The hydraulic cylinders 34 and 35 are 
then operated to pull together the stocks 23, 23 and 
thereby to cause the center spindles 24, 24 to grasp the 
log 2. The hydraulic cylinder 20a is then operated again 
to bring the log 2 to the position above the log shaping 
device 37 and to hold the same in position for debark 
ing and shaping. 

In the case of the example illustrated in FIGS. 12 and, 
13, the pinion 30 meshed with the rack 31 is driven by 
the motive power means 29 thereby to move the stocks 
23, 23 horizontally and to stop the same above the log 
shaping device 27 (FIG. 14). Here, the surface of the 
unprocessed log 2, which is rotated by the motor 36 is 
contacted by the pro?le following rollers 62, 62a, and 
62b pressed thereagainst by the levers 64, 64a, and 64b 
actuated by the hydraulic cylinders 63, 63a, and 63b of 
the log guide groove forming device 8 as shown in de 
tail in FIG. 16. 
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For the purpose of illustration, it will be assumed 
that, of these pro?le following rollers 62, 62a, and 62b, 
the roller 62a, for example, is in a position which is the 
nearest to the center axis of the unprocessed log 2. 
Then, the lever 64a of this roller 62a pushes against the 
arm 65a thereby to turn the shaft 61 in the arrow direc 
tion A in the FIG. 16. Accordingly, the groove forming 
cutter 67 cuts the surface of the log 2 in accordance 
with the movements of the pro?le following roller 62a. 

Since the log 2 is rotating, the levers 64, 64a, and 64b 
are rocking continually as their rollers 62, 62a, and 62b 
follow the concavities and convexities of the log sur 
face in their respective paths around the periphery of 
the log. At the same time, the hydraulic cylinder 68 is 
imparting to the support lever 69 a lifting force which 
is always less than the pressing force of the pro?le fol 
lowing rollers 62, 62a, and 62b against the log 2. Con 
sequently, since the shaft 61 is urged to rotate in the di 
rection B, and the arms 65, 65a, and 65b are also tend 
ing to rise, at least one thereof is always in contact with 
the lever 64, 64a, or 64b. 
By thus causing the log 2 to rotate through one or two 

revolutions, it is possible to form a guide groove 9 in ac 
cordance with those points which, in respective lines of 
intersection of sectional planes passing through the 
center axis of the log and the outer peripheral surface 
of the log over the entire surface, are the nearest to the 
center axis. 

In the case of the example illustrated in FIG. 14, the 
unprocessed log 2 is once stopped above the guide 
groove forming device 50 disposed at an intermediate 
point in the path of the centered log 2 to the position 
above the shaping device 37, and the guide groove 
forming step is carried out. In this case, as indicated in 
detail in FIG. 17, the ?anged parts 76, 76a, and 76b of 
the support structures 75, 75a, and 75b are raised by 
the rams 73, 73a, and 73b of the hydraulic cylinders 72, 
72a, and 72b, and the profile following rollers 74, 74a, 
and 74b are placed in contact with the log 2. 

If, as an assumption, the roller 74a of the pro?le fol 
lowing rollers 74, 74a, and 74b is at a position nearest 
the center axis of the log 2, the ?anged part 76a of its 
support structure 75a will contact the lower surface of 
the lift platform 77. The groove forming cutter 79 
mounted on this lift platform 77 and driven by the mo 
tive power means 78 will thereupon cut the surface of 
the log 2 in conformance with the movements of the 
pro?le following roller 74a. 
Since the log 2 is rotating, the rollers 74, 74a, and 

74b ascend and descend in conformance with the con 
cavities and convexities of the log surface along their 
respective paths thereon. Consequently, the ?anged 
parts 76, 76a, and 76b of the support structures 75, 
75a, and 75b also are ascending and descending, but 
since a downward force which is always less than the 
pressing force of the rollers 74, 74a, and 74b against 
the log 2 is being imparted by the hydraulic cylinder 80 
to the lift platform 77, at least one of the ?anged parts 
76, 76a, and 76b is always contacting the lift platform 
77. 
By thus rotating the log 2 through one or two revolu 

tions, it is possible to form a guide groove 9 in accor 
dance with those points which, in respective lines of in 
tersection of sectional planes passing through the cen 
ter axis of the log and the outer peripheral surface of 
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8 
the log over the entire surface, are the nearest to the 
center axis. . 

Furthermore, even in the case where the diameter of 
the unprocessed log 2 differs in its longitudinal direc 
tion, i.e., in the transverse direction of the work ?ow, 
the aforedescribed leveling device operates to cause 
the lift platform 77 to ascend and descend always with 
a level, horizontal attitude relative to the center axis of 
rotation of the log. Accordingly, an accurate guide 
groove 9 can always be formed. 
Upon completion is this groove forming process step, 

the log guide forming device 8 is retracted upward by 
the hydraulic cylinders 63, 63a, and 63b in the example 
apparatus illustrated in FIGS. 10 through 13. In the ex 
ample shown in FIG. 14, the stocks 23, 23 are moved 
further by the motive power means 29 to a position 
above the log shaping device 37, where the shaping cut 
ter 46 having the contacting member 45, which upon 
contacting the bottom of the guide groove 9 stops the 
advance of the shaping cutter 46, is pressed against the 
log 2 by the hydraulic cylinder 48. The cutter 46 is then 
rotated by suitable means (not shown) thereby to shape 
the log in conformance with the guide groove 9, 
whereby a preshaped log 13 of the columnar shape 
shown in FIG. 4 is obtained. 

In this case, debarking may be carried out, depending 
on the necessity, previously to the shaping step by the 
shaping cutter 46. This debarking step may be carried 
out by operating the hydraulic cylinder 49 to bring the 
debarking cutters 47 into contact with the log 2 in con 
formance with the peripheral contour thereof, rotating 
these debarking cutters 47 by suitable means (not 
shown), and, at the same time, operating the motive 
power means 36 to rotate the driving center spindle 24. 

Depending on the necessity in this operation step, it 
is also possible carry out uniform debarking over the 
entire peripheral surface of the log 2 by moving the 
block 33 by means of the hydraulic cylinder 32 thereby 
to vary the position where the cutter contacts the log. 
The bark chips 52 thus peeled off are carried by way 
of the chip conveyer 51 to the bark chip conveyer 54. 

For the debarking cutters 47, the cutter shown in 
FIG. 15 can be used with suitably selected speci?ca 
tions. In this case, it becomes unnecessary to provide 
a hydraulic cylinder 49 for each of the debarking cut 
ters 47, and a large number of debarking cutters 47 are 
secured to the shaft 57, which is raised and lowered by 
means such as a hydraulic cylinder to cause the cutters 
to contact the log 2. 
The unprocessed log 2 can be shaped directly into 

columnar form in the following manner by means of the 
shaping cutter 15 without ?rst forming a guide groove 
9. In this case, the process steps up to the point where 
the unprocessed log 2 is centered and then conveyed to 
the position above the log shaping device are the same 
as those of the examples illustrated in FIGS. 10 through 
13. 
As indicated in FIG. 9, the surface of an unprocessed 

log 2 which has been placed in position above the log 
shaping device 37 is contacted by sensors, such as a 
plurality of limit switches, of suitable detectors 14, 14 
to detect that point on a line in the longitudinal direc 
tion of the log constituting an intersection of a sectional 
plane passing through the log center axis and the log 
outer peripheral surface which is nearest the center 
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axis. Then, in the sectional plane of this point, this 
point is taken as a reference datum, and the, other parts 
are cut away in parallel to the center axis by means of 
the shaping cutter 15. By carrying out this procedure 
over the entire peripheral surface of the unprocessed 
log 2, the log can be rendered into a log 13 shaped into 
a columnar shape as indicated in FIG. 4. 

In this case also, debarking may be carried out with 
a debarking cutter 47, previously to shaping by means 
of the shaping cutter 15 in accordance with necessity 
similarly as in the above described case wherein shap 
ing is carried out by forming a guide groove 9. 

In the foregoing description, the shaping cutter 46 is 
made of two parts, whereby the resulting preshaped log 
13 is shaped separately on the left and right halves with 
a division point at the mid-point in the longitudinal di 
rection of a single log as indicated in FIG. 4. However, 
in the case where the log is of short length as in the pro 
duction of veneers to be utilized as crossbands or core 
material of plywoods, and one of each of a cutter 15 
(46), guide groove forming device 8, and suitable de 
tecting means such as limit switches are used as shown 
in FIGS. 5, 6, and 8. It is also possible to shape a single 
log so that it has the same columnar shape over its en 
tire length as indicated in FIG. 6. 
Furthermore, in some cases, three or more sets each 

of three or more of shaping cutters 15 (46), guide 
groove forming devices 8, and suitable detection means 
14 such as limit switches can be provided are suitably 
and selectively utilized to shape a single log into a con 
figuration of a plurality of parts. 
By the practice of this invention, as described above, 

it is possible to cut veneer pieces without unnecessary 
parts in the rotary cutting process for producing veneer 
pieces. Accordingly, the trimming off and processing of 
unnecessary parts of veneer pieces, which having been 
carried out with an extremely great amount of time and 
labor, can be eliminated. Furthermore, since foreign 
matter, such as gravel, sand, and shells, adhering to the 
raw log can be removed, the wear and damage of cut 
ting tolls used in the rotary cutting process can be 
greatly reduced. As a result, the work ef?ciency and 
yield in the rotary cutting process can be greatly in 
creased. 
We claim: 
]. A method of preliminarily shaping a raw log into 

columnar shape for subsequent economical rotary cut 
ting thereof to produce veneer pieces having a de?nite 
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, rectangular shape, which comprises detecting that 
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point in each of the intersections between the outer 
surface of said log and plurality of longitudinal sections 
passing through the center axis of the log which is near 
est said center axis and cutting away the outer surface 
part of the log along element lines each alined in paral 
lel to the center axis and passing through a respective 
one of said detected points while carrying out pro?ling 
based on said detected points thereby to preshape the 
log into a columnar shape of substantially the same pla 
nar shape in any cross section thereof. 

2. A method of preliminarily shaping a raw log in a 
plurality of longitudinal contiguous parts for subse 
quent economical rotary cutting thereof to produce ve 
neer pieces having a de?nite rectangular shape which 
comprises: geometrically dividing the log into a plural 
ity of longitudinally contiguous parts; detecting, in each 
of said parts, that point in each of the intersections be 
tween the outer surface of the log and a plurality of lon 
gitudinal sections passing through the center axis of 
said part which is nearest the center axis; and, in each 
part, cutting away the outer surface part of the log 
along element lines each alined in parallel to the center 
axis and passing through a respective one of the points 
thus detected, while carrying out pro?ling based on 
said detected points thereby to preshape each part into 
a columnar shape of substantially the same planar 
shape in any cross section thereof. 

3. A method of preshaping a raw log into columnar 
shape for economical rotary cutting thereof, which 
comprises detecting that point in each of the intersec 
tions between the outer surface of said log and a plural 
ity of longitudinal sections passing through the center 
axis of the log which is nearest said center axis and cut 
ting away the outer surface part of the log along ele 
ment lines each alined in parallel to the center axis and 
passing through a respective one of said detected points 
while carrying out pro?ling based on said detected 
points thereby to preshape the log into a columnar 
shape of substantially the same planar shape in any 
cross section thereof, in which said profiling working 
comprises the steps of cutting a guide groove around 
the outer surface of the log by pro?ling said outer sur 
face in accordance with the detected points included in 
said respective intersections and then pro?ling the 
outer surface part of the log in accordance with the 
form of said cut guide groove. 


