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My invention relates to a stacker particu 
larly adapted to handle such veneers as are 
cut on my horizontal rotary slicer for which 
patents are pending, namely veneers for bat 
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tery separators, box tops, and the like. In 
using my stacker in conjunction with my 
slicer I place the slicer on an upper floor and 
let the veneers, as they are sliced off, slide 
down onto either a moving or stationary 
stock table on an intermediate floor. The 
veneers are taken from the stock table and 
placed in any of a series of hopper's in num 
ber sufficient to take care of the number of 
vertical courses desired in a kiln load. In 
my drawings I have shown ten such hoppers. 
Any desired number of stickers are automati 
cally placed and a pre-determined number of 
veneers from each of the several hoppers are 
ejected therefrom onto the stickers which are 
then lowered to their place in the kiln load 
being built on the jack frame placed on the 
lower floor or kiln level. It can be seen that, 
instead of receiving the veneers from slicers 
above, they may be elevated from clippers on 
a lower floor. 
The object of my invention is to get away 

from the expensive hand stacking now used 

... 6 y - : 

in many plants because of the poor work done 
by any mechanical stackers so far developed. 
Another object is to build a kiln load sim 

iiar in structure to the hand-built load, 
namely: a load in which the number of stick 
ers desired for any particular length of 
veneer can be placed for each horizontal 
course where they are wanted; a load in 
which all the stickers in a vertical column are 
directly over one another; a load in which 
the outside stickers are placed over the ends 

40 
of the veneers; a load in which each packet 
of veneers contains the same number; a load 
in which the ends and sides of each packet are 
approximately even and in which the pack 
ets in any vertical column are directly over 
one another. - 
Another object is to avoid the fall-downs 

incident to kiln drying because of the ragged 
loads built mechanically so far-it is claimed that-the savings made in labor over hand 
methods is more than offset by the value of 
stock spoiled. 

1928, Serial No. 259,512. 

Another object is to further eliminate labor 
how required in other mechanical stackers 
to handle the same amount of material. 
Another object is the perfection of a stacker 

that occupies only a small fraction of the 
space required for the working of any of the 
present stackers or for sufficient space to stack 
the same amount by hand. 
Another object is the perfection of a stacker 

that is very simple, of rugged, cheap con 
struction, easy to adjust, operate and control, 
positive in action, efficient and durable in 
Service, practically automatic when once 
started-the human element only enters in 
keeping the hoppers filled and removing the 
loads as they are completed. 
Another object lies in the perfection of a 

machine the capacity of which is only limited 
by the means employed to take the finished 
loads away-the multiple hoppers and their 
arrangement permit of them being filled by 
inore than one person and from one or both 
sides. 

I accomplish the above objects in the ma 
chine illustrated in the accompanying draw 
ings, in which 

Fig. 1, is a plan view; Fig. 2, is a side view; 
Fig. 3, is an end view with the means for mov 
ing the bottom of the chain skids backwardly 
removed: Fig. 4, is a view showing the re 
silient roll used as the veneer packet ejecting 
means together with its indexing mechanisms; 
Fig. 5, is a side view of the lowering lug; 
Fig. 6, is a plan view of the lug; Fig. 7, is a 
view showing a sticker plunger taking stick 
ei's from multiple sticker hoppers; Fig. 8, is 
a plan view of the sticker plunger used with 
a single sticker hopper: Fig. 9, is a section on 
1-1 Fig. 8: Fig. 10, is a section on 2-2, Fig. 
8: Fig. 11, is a section on 3-3, Fig. 8: Fig. 12. 
is a view showing the pivot bearings for the 
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levers operating the sticker plungers and the 
ejecting and holding slides together with 
the can rollers (in section) for moving them, 
part of the sticker plunger pivot being shown 
in section along the vertical center line of 
the lever and cam rollers as along line 4-4, 
Fig. 13; Fig. 13, is a section on 5-5, Fig. 12, 
being cut on a horizontal center line thru 
the pivot bearing of the sticker plunger. 

95 

280 



O 

5 

20 

25 

30 

40 

a w 
us 

Ct) 

2 

lever; Fig. 14, is a section on 6–6, Fig. 15; 
thru the slide type of ejecting and holding 
means; Fig. 15, is an end view of the slides 
and the shaft bearings; Fig. 16, is a plan 
view of the T-heads of the slides; Fig. 17, is 
a section on 7-7, Fig. 18, showing the rela 
tion of the hopper member 12, the plunger 58, 
the latch 73, with the lowering lug 77; Fig. 
18, is a side view showing the relation of the 
above members; Fig. 19, is an end view of 
the latch and sticker guides, Fig. 20, is a view 
showing the barrel cams and levers more in 
detail than as shown in Fig. 3; Fig. 21, is a 
view showing the resilient roll 14 more in 
detail than as shown in Fig. 4. 

Similar numerals refer to similar parts 
thruout the several views. 

In proceeding to describe my invention in 
detail I wish to point out that many devia 
tions may be made in the details of construc 
tion and many modifications may be made 
without departing from the basic idea and 
while I shall describe a desirable form of 
the machine and its construction, I do not 
limit my invention to it. I shall also illus 
trate and describe otheir possible means of 
accomplishing the main features since I am 
not as much interested in the exact details 
as in the broad combination of the main 
elements. 

Primarily the stacker consists of a series 
of hoppers suitably disposed and adaptable 
to receive veneers from the top side; sticker 
placing means; means for evening and eject 
ing a pre-determined number of veneers si 
multaneously from the bottom side of each 
hopper onto the stickers; and means for low 
ering the stickers and the packets of veneers 
to their place on the kiln load. 
The drawings show a frame or base which 

may be supported on posts or in any other 
suitable manner (no means of support being 
shown). To the two end channels 1 and 2 are 
secured the channel girts 3, 4, and 5. The 
channel girt 6 has the guide pieces 7 fastened 
to it and thus it may be moved along the 
length of and at right angles to the end girts 
land 2. It is moved and held by the action 
of the screws 8 and 9 which are operated thru 
the gears 8A and 8B and 9A and 9B. The 
end of the shaft 10 carrying the gears 8B 
and 9B is adapted to receive and to be turned 
by a ratchet or other suitable means (none 
being shown). The object of moving the 
channel 6 is to vary the distance between it 
and the channel 4 so as to accommodate va 
rious lengths of veneers that it may be desir 
able to handle thru the machine. If only one 
length of veneers is to be handled this ad 
justment would not be necessary. The chan 
nels 3 and 5 serve to make the machine a self 
contained unit. They also serve as supports 
for the work floor 11. It is possible to dis 
pense with them and support the appendages 

shafts 26 and 27 which are similarly desig 
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shown attached to them by other members or 
to the building. 
To the channels 4 and 6 are secured a se 

ries of T's 12 which form the ends and sides 
of the hoppel's 12A. Like the channels used 
in the base the T’s 12 might be replaced by 
other forms but they serve their purpose in a 
cheap and efficient manner. The number of 
T's 12 is governed by the number of vertical 
courses desired in the kiln load. These T’s 12 
extend above the channels 4 and 6, and in 
cidentally above the working floor 11, and be 
low then to carry the bearings 13 when the 
resilient rolls 14 shown in Fig. 4, are used as 
the evening and ejecting means; or the bear 
ings 15, Winen the evening and ejecting means 
shown in Figs. 1, 2, 3, 14, and 15 are used. 
In Fig. 4, the bearings 13 are shown cariying 
the shaft 16 on which the resilient rollis 14 are 
spaced between the legs 12B of the T mem 
bel's 12 of the hoppers 12A. The rolls 14 
project beyond the T flanges 12C so that the 
distance between the rolls 14 on the opposite 
ends of the hoppel's 12A is less than the overall 
length of the Veneers going thru the machine. 
O} one end of the shaft 16 is the face plate 17 
having sixteen rollers as 18 equally spaced 
thereon. A shaft 19 is carried in the bear 
ings 20 and rotated thru the spur gear 21 
which meshes with the spur gear 22 on the 
head Sprocket shaft 23 rotatable in the bear 
ings 24. A cam 25 on the shaft 19 is adapted 
to advance the rollers 18 one spacing during 
part of one of its revolutions and to hold 
them from further movement during the re 
mainder of the revolution, thus the rolls 14 
are moved thru one-sixteenth of a revolution 
for each revolution of the cam shaft 19, 
and incidentally the head sprocket shaft 23. 
As the rolls 14 on each end of the hoppers 12A 
move toward each other simultaneously, ve 
neer's, aggregating in thickness the distance 
the roll 14 moves, are evened up and ejected 
from each hopper 12A while the stock above 
is held from following thru. In Figs. 1, 
2, 3, 14, and 15, the bearings 15 support the 
nated for like functions at both ends of the 
hoppers 12A. Dovetails 15B are cut in the 
ends of the bearings 15 in which the ram slides 
28 and the release slides 29 work, the one 
above the other. Rack teeth 28B cut in the top 
face of the ram slide 28 mesh with the teeth 
26A cut in the lower side of the shaft 26 and in 
a like manner the teeth 29B cut in the slide 29 
are engaged with the teeth 27A cut in the 
bottom of the shaft 27. No matter what type 
of evening and ejecting means is used it is 
desirable that they extend the full width of 
the veneers. So that any chance of splitting i. 
them will be avoided. The bottom of the 
flanges 12C of the T's 12 are cut away and the 
adjacent face of the bearings 15 is recessed, 
the recess 5A permitting the T-shaped heads 
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receded behind the face of the hopper's or the 
T flanges 12C. A spring plate 30 having a 
projecting lip 30A is placed in a recess cut in 
the face of the ram slide 28, the upper part of 
the recess being enlarged so as to form the 
space 31 into which the upper end of the 
spring plate 30 may yield under pressure. 
When the ram slide 28 is advanced its full 
distance into the hoppers 12A the distance 
between opposite projecting lips 30A across 
the load is about /s' less than the overall 
length of the veneers being put thru the ma 
chine. The approximate dimensions when 
handling veneers cut 36' long would be: in 
side of hoppers, 36A.'; between faces of op 
posite ram slides 28 both above and below the projecting lips 30,36%'; between projecting 
lips 30A, 35%; between the faces of opposite 
release slides 29, 35’; overall height of ram 
slide 28, 2'; projecting lip 30A, a thick; 
under projecting lip 30A to top of release 
slide 29, 1'. The dimensions given above 
would vary with the length of veneers being 
handled and also with the change in number 
and thickness of the veneers going into a 
packet 81. The above dimensions referes 
pecially to packets 81 measuring 1 in thick 
ness. This is an advantageous thickness to 
hindle for veneers are usually cut so many to 
1'. As it is, it will be seen that one piece 
of veneer will come opposite the projecting 
its 30A and will be held securely by them due 
to them crushing into the wood. Even 
though the pressure is sufficient to cause the 

is projecting lips 30A to yield they will still 
grip the veneer securely under all condi 
tions and under all positions of the project 
ing lips 30A. When the ram slides 28 are 
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which it receives its power. 

receded back of the faces 12C of the T's 12 
the stock in the hoppers 12A drops onto 
the release slides 29 where it is held while the 
ram slides 28 advance and even the stock up 
and the projecting lips 30A grip the piece 
coming opposite them. The veneers below , the one gripped by the projecting lips 30A 
are free to drop in mediately the release slides 
29 are receded back of the face of the rail 
slides 29 while the stock above is held against coming thru. The piece held by the project 
ing lips 30A becomes the bottom piece of the 
next packet 81 released and being centered 
releases the whole packet evenly and it drops 
as a unit. - 
The synchronized movement of the slides 

28 and 29 and the sticker placing means is ob 
iained by the use of cans on the head sprocket 
shaft 23 and the tail sprocket shaft 23A. 
The tail sprocket shaft 23A is mounted in 
bearings 24A on the opposite end of the ma 
chine from the head sprocket shaft 23, from 

- A reverse mo 

tion is given the shaft 23A by means of the 
idler sprocket 32 mounted on the idler shaft 
83. A barrel cam 34 mounted on the head 

5 sprocket shaft 23 has a groove 35 cut in its pe 

i.e. 
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riphery which imparts the desired movement 
to the lever arm 36 by means of the roller 37 
working in the groove 35. One end of the 
lever arm 3G pivots on the bolt 38 while the 
(opposite end is connected by the rod 39 to 
the rocker arm 40 keyed to the ram slide op 
erating shaft 26. The shaft 26 on the oppo 
site side of the machine is worked in a like 

Thru the barrel canas 41 mounted 
on the tail shaft 23A, the lever arms 42 piv 
oted on the bolts 43 and carrying the rollers 
44 working in the grooves 45 of the cams 41, 
the proper movements are imparted thru the 
rods 46 connecting with the rocker arms 47 
keyed to the release side operating shafts 27. 

Sticker hoppers 48A are placed on each side 
of the machine and are each formed by a 
pair of channels 48 and a pair of angles 49 
both having their flanges pointing in. Stick 
er placing means primarily consist of four 
plungers 58 two on each side of the machine 
with one on each end of a sticker 48B. A 
guide bearing 50 secured to the bottom end of 
the hopper channels 48 forms an inner sup 
port for the plunger 58, while a similar bear 
ing 51 supports the outer end. Barrel cams 
as 52 are mounted on the head and tail shafts 
23 and 23A respectively and impart the prop 
er movements to the plungers 58 by means of 
the grooves 53 cut in their periphery. Move 
inent is transferred to the levers 54 by the roll 
ers 55 working in the grooves 53. The lower 
end of the lever's 54 are connected by the links 
56 to the sliding nuts 5 located on the plung 
er bars 58 by the collars 59 and 60. The end 
of the plunger bal's 58 are adjustable with re 
lation to the hopper 48A by this arrangement. 
The stroke of the plunger bars 58 is regul 
lated by shifting the fulcrum point of the 
levers 54. A sliding nut 61 is positioned in 
the slotted end of the lever 54 by means of the 
adjusting screw 62. The nut 61 carries a 
pivot bolt 63 about which it may turn, the 
bolt 63 being slidable into position in a slot 
64 in a pivot plate 65 and clamped by the nut 
66. The pivot plates 65 which also serve 
the pivot bolts 38 and 43, are Secured to the 
two channels 67 which also serve to tie the 
channels 3, 4, 5, and 6, together and which 
carry the two angles 68 which support the 
work floor 11 adjacent the machine. The 
lunger bar 58 takes one sticker 48B out of 
the sticker hopper 48A by means of a hinged 
trigger 69 held in position by the spring 70 
which also permits it to yield as the plunger 
58 is turned under the stickers 48B in the 
hopper 48A at the end of a working cycle. A 
sliding spline 71 adjustable along the plunger 
58 by means of the adjusting screw 72 takes 
out the second sticker 48B. The stickers 48B 
just before they reach their correct position 
push by the latch 73 which is immediately re 
turned to position by the spring 74, thus pre 
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venting the stickers 48B from returning as 
the plunger 58 slides out from under them. 30 
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By means of the adjustment described the 
stickers 48B can be piaced where waited for 
any length of veineers. Another inethod 
illustrated in fig. 7, has a plunger as iS with 
a plain scarfed end as 58B which is loing 
enough to carry two sticker's as 4813. I; iiis 
instance one sticker 48B is taken from each of 
two hopel's as 4S. Riaced side by side in 

lkers 4SIS out of Oile hopper. stead of two s 
The sliding collar adjustinent and the ad 
justaicle file run point for tie lever ai'e tile 
only Gnes needed with this arrangement. in 
using this arragement, the both sticke's 488 
are carried out to ti: fal' osition where the 
inner sticker 4S13 is held from coining back 
with the returning plunger 58 which piaces 
the otter sticker 4Si3 on the return stroke. If 
only a few leagts of ve:ee's were to be hail 
dled separate non-adjustable bars 58 could be 
iser-gile for each length. 
The lowering means consist of a series of 

oppositely placed chains 75 running ove, the 
sprockets 76A keyed to the head and tail 
sprocket shafts 23 and 23A and around the 
E 76 depending from the above shafts. 
These chains 75 are movable on the shafts 23 
and 23A so that their centerlines are opposite 
any place it is desired to place the stickers 
48B. The chains 75 have spaced on them the 
lugs 77 pivotable on the pins 78 in such 
a manner that on a downward movement of 
the chain 75 the upper end of these lugs 77 
will fall away from the chain 75 but will 
yield upwardly toward the chain 75 when 
they strike any obstruction from below on 
their downward travel. On the side adja 
cent the hoppers 12A the sides of the skids 
76 extend beyond the lug links and carry the 
guide strips 79 which confine the side move 
ments of the stickers 48B to close limits. 
End movement of the stickers 48B is gauged 
by the guide lip 5SA of the plinger 58 and by 
the chain 75 when once positioned on the 
lugs 77. The lugs 77 are spaced so that one 
comes into the proper position at the proper 
time during each working cycle. 

I have shown the kiln loads built on truck 
jack frames 82 with chains 83 to carry the 
empty frames 82 under the machine and the 
loads out. Any method that would work in 
under the existing conditions could be 
adopted. The veneers are taken off the stock 
table 90 or they are delivered within reach 
of the person or persons who keep the hop 
pers full in any suitable manner. The hop 
pers 12A are deep so that a whole load may 
be stored up during the time the full load is 
being removed and an empty jack frame 82 
placed. This is a decided advantage over 
any one hopper arrangement. 
With power applied thru any suitable 

agency to the head sprocket shaft 23 as thru 
the sprocket 80 and stock in the hoppers 12A 
the machine is ready for operation. The 
movements of the various main elements are 
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timed to come into operation at the proper 
time in the working cycle. With the ram 
slides 28 receded and the release slides 29 out 
the lug 77 comes into position, and as it does 
the plungers 58 move outwardly taking one 
sticker 4SB out of the hopper 48A with the 
trigger 69 and a second with the spline 71. 
As the stickei's 48B pass by the latches 73 the 
latter are returned to place by the springs 
4 and the stickers 48B prevented from re 
turning with the plunger 58 as it pulls from 
under them and lets them fall on the lugs 
77. Immediately the stickers 48B are in 
position on the lugs 77 the release slides 29 re 
cede and let the packet 81 formed by the ram 
slides 28, which moved out following the out 
ward movement of the release slides 29, drop 
out of the hopper's 12A onto the stickers 48B. 
The guide strips 79 keep the stickers 48B 
with their load of packets 81 in place as they 
tl’avel dowi) till the first course comes to rest 
on the jack frame 82 and the lug 77 continues 
around the skid 76. The second course 
stickers 4SIB come to rest on the first course 
packets 81 and the lugs 77 yield and con 
tintle around the skid 76. The third and 
fourth coli'ses together with any desired num 
ber of courses come to rest in their respective 
order. When a load is built to the desired 
height the machine is stopped and by moving 
the ever 84 keyed to the rocker shaft, 85 on 
which are secured the rocker arms 86 con 
nected by the links 87 to the skids 76 the bot 
tom of the skids 76 are moved back clear of 
the load and may be held in that or the work 
ing position by a latch 88 on the lever 84 by 
engaging with the notched quadrant 89. 
While I am aware that many of the ele 

ments of my stacker may be found in other 
machines still in view of the prior art claim 
the novel combination of these elements that 
go to make up the basic idea of the machine 
described together with certain details of con 
struction. 

I claim : 
1. A machine for building loads of veneers 

and the like, comprising: a base; a series of 
stock hoppers suspended therefrom and 
adaptable to receive stock at their upper end; 
means adjacent to their lower end operable 
to discharge the stock simultaneously from 
the several hoppers in predetermined quan 
tities; means whereby stickers are placeable 
where wanted to receive the discharged stock; 
two spaced drive shafts carried by the base: 
a series of lowering means depending from 
the drive shafts in operable relation whereby 
the stickers and imposed stock are positioned 
in the load being built. 

2. A machine for building loads of veneers 
and the like, comprising: a base; a series of 
stock hoppers suspended therefrom: sticker 
placing means: means adaptable to eiect a 
predetermined number of veneers simultane 
ously from each hopper onto stickers placed 
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by the sticker placing means; two series of 
operable lowering means in operable relation 
whereby the stickers and imposed veneers are 
positioned in the load being built. 

3. A machine for building loads of veneers 
and the like, comprising: a base; a series of 
stock hoppers suspended therefrom; sticker 
placing means; means adaptable to eject a 
packet of veneers of predetermined thickness 
simultaneously from each hopper onto stick 
ers placed by the sticker placing means; two 
series of operable lowering means in oper 
able relation whereby the stickers and in 
posed packets are positioned in the load be 
ing built. 

4. A machine for building loads of veneers 
and the like, comprising: a base; a series of 
adjustable stock hoppers suspended there 
from and adaptable to receive stock at their 
upper end; means adjacent to their lower end 
operable to discharge the stock simultaneous 
ly from the several hoppers in predetermined 
quantities; means whereby stickers are place 
able where wanted to receive the discharged 
stock; two spaced drive shafts carried by 
the base; a series of lowering means depend 
ing from the drive shafts in operable rela 
tion whereby the stickers and imposed stock 
are positioned in the load being built. 

5. A machine for building loads of veneers 
and the like, comprising: a base; a series of 
adjustable stock hoppers suspended there 
from; adjustable sticker placing means; 
means adaptable to feed stock out of the 
hoppers in predetermined quantities onto 
stickers placed by the sticker placing means; 
two series of operable lowering means in op 
erable relation whereby the stickers and im 
posed stock are positioned in the load being 
built. 

6. A machine for building loads of veneers 
and the like, comprising: a base which in 
cludes end girts and a number of side girts 
one of which is in adjustable relation to its 
opposite; members spaced on the adjustable 
girt and its opposite so as to form a series 
of stock hoppers; sticker placing means ad 
justable to hopper changes; means adaptable 
to feed stock out of the hoppers in predeter 
mined quantities onto the stickers placed by 
the sticker placing means; two series of op 
erable lowering means in operable relation 
whereby the stickers and imposed stock are 
positioned in the load being built. 

7. A machine for building loads of veneers 
and the like, comprising: a base; a series of 
adjustable stock hoppers suspended there 
from; adjustable sticker placing means; 
means adaptable to feed stock out of the 
hoppers in predetermined quantities onto 
stickers placed by the sticker placing means; 
lowering means whereby the stickers and 
imposed stock are positioned in the load be 
ing built comprising two driven shaftscar 
ried by the base in spaced relation, drive 
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Sprockets keyed to the shafts, chains driven 
by the sprockets around skids depending 
from the shafts, said skids being adjustable 
along their supporting shaft and into oper 
able relation to those of the opposite series, 
Sticker carrying lugs spaced on the chains 
and pivotable thereon in Such a manner as 
to permit their upper end to fall away a lim 
ited distance from the chain when the same 
is travelling downward yet operable to yield 
upwardly toward the chain when striking 
any obstruction from beneath. 

8. A machine for building loads of veneers 
and the like, comprising: a base; a series of 
adjustable stock hoppers suspended there 
from: sticker hoppers spaced at the stock 
hopper ends; sticker placing means having 
their ends adjacent to the sticker hoppers ad 
justable thereto and with the stock hoppers 
whereby stickers may be placed where desired 
under the stockhoppers; means adaptable to 
feed stock out of the hoppers in predeter 
mined quantities onto the stickers placed by 
the sticker placing means; two series of oper 
able lowering means in operable relation 
whereby the stickers and imposed stock are 
positioned in the load being built. 

9. A machine for building loads of veneers 
and the like, comprising: a base; a series of 
adjustable stock hoppers suspended there 
from; sticker hoppers placed adjacent to the 
stock hopper ends; sticker placing means 
comprising variable stroke plungers Spaced 
adjacent to the ends of the sticker hop 
pers, said plungers having parts adja 
cent to the hoppers adaptable to take 
stickers out of the hoppers and place them in 
predetermined positions under the stockhop 
pers; means adaptable to feed stock out of the 
hoppers in predetermined quantities onto the 
stickers; two series of operable lowering 
means in operable relation whereby the stick 
ers and imposed stock are positioned in the 
load being built. 

10. A machine for building loads of ve 
neers and the like, comprising: a base; a series 
of adjustable stock hoppers suspended there 
from: sticker hoppers placed adjacent to the 
stockhopper ends; sticker placing means com 
prising variable stroke plungers spaced adja 
cent to the ends of the sticker hoppers, said 
plungers having parts adjacent to the hop 
pers, adaptable to take stickers out of the hop 
pers and place them in predetermined posi 
tions under the stock hoppers, comprising a 
forward shoulder and an adjustable rear 
shoulder; means adaptable to feed stock out of 
the hoppers in predetermined quantities onto 
the stickers placed by the sticker placing 
means; two series of operable lowering means 
in operable relation whereby the stickers and 
imposed stock are positioned in the load being 
built. 

11. A machine for building loads of ve 
neers and the like, including a base; a series 
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of stock hoppers suspended therefrom and 
adaptable to receive stock at their upper end; 
means adjacent their lower end operable to 

. the stock simultaneously from the 
several hoppers in predetermined quantities; 
sticker hoppers placed adjacent the stockhop 
per ends; means whereby stickers are place 
able where wanted under the hoppers to re 
ceive the discharged stock, and oppositely 

to disposed endless chains having spaced lugs 
thereon for lowering the stickers and imposed 
stock to their position in the load being built. 

12. A machine for building the courses in a 
load of veneers to be dried, including a base; 

is a series of stockhoppers suspended therefrom 
and adaptable to receive stock at their upper 
end; means adjacent their lower end operable 
to eject a predetermined number of veneers 
simultaneously from each hopper; sticker 

20 hoppers placed adjacent the stock hopper 
ends; and means whereby the stickers are 
placeable where wanted under the hoppers 
to receive the discharged stock. 

13. A machine for building the courses in a 
25 load of veneers to be dried, including a base; a 

series of stock hoppers suspended therefrom 
and adaptable to receive stock at their upper 
end; means adjacent their lower end operable 
to eject a packet of veneers simultaneously 

20 from each hopper; sticker hoppers placed ad 
jacent the stock hopper ends, and means 
whereby the stickers are placeable where 
wanted under the hoppers to receive the dis 
charged stock. 
Signed at Marshfield, in the county of Coos 

and State of Oregon, this 3rd day of April, 
1929. 

EMMET G. STACK. 
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