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(57) Abréegée/Abstract:

The invention relates to a machine tool (1) comprising means for conveying an object to be machined and at least one machining
means for machining the object. According to the invention the means for conveying the object to be machined comprises at least
one machining conveyor (2), with which the object (3) to be machined Is conveyed to the machining means (4), which machining
conveyor comprises at least one recess arranged to act as the machining position, and at least one transfer conveyor (5), with

which the object (3) to be machined Is conveyed to the machining conveyor (2). The position of the recess In the machinir
conveyor (2) with respect to the object (3) to be machined Is arranged to be controlled by controlling the conveying speed of tr

machining conveyor (2) and/or the transfer conveyor (5). Further objects of the invention are a method for controlling the machir
tool, and a computer software product.
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Machine tool and method for controlling of a machine tool

The invention relates to a machine tool and to a method for controlling of a ma-
chine tool according to the preambles of the independent claims presented below.

Thereby a typical machine tool comprises means for conveying an object to be
machined, and at least one machining means for machining the object. In this
context a machine tool means a device with which the object to be machined can
be machined using the machining means, for instance to cut 1t using a saw or
some other suitable cutting device. Machining means also for instance drilling
and milling. The material to be machined can be for instance wood, metal, plas-
tics or corresponding material.

For instance elongated timber is cut with a machine, typically so that the object
to be cut is conveyed to the cutting device using one or more conveying means,
such as a belt conveyor. Generally these use different rubber belts having points
of discontinuity in order to prevent damage of the belt in the machining range ot
the cutting device. It is further known to use for instance roller conveyors,
whereby the cutting can be performed at the slots between the rolls in the roller
conveyor. A problem with these known techniques is that in practice they can be
applied only in such cutting devices where the object to be cut 1s stopped for the
time when the cutting is made. Such cutting devices are relatively slow, so typi-
cally their production capacity remains rather low.

In order to overcome the above mentioned problem regarding the slowness the
publication WQO98/13165 presents a sawing device where the cutting 1s made
without stopping the object to be cut. A sawing apparatus like that presented 1n
the publication is essentially faster than such cutting devices, which stop the ob-
ject to be cut. The speed is particularly emphasised in such cutting where an
elongated object is cut into relatively short pieces, such as in the furniture indus-
try, the finger joint industry or the parquet industry. However, a problem rises in
supporting the object to be cut within the machining area of the sawing device,
which is moving during the cutting. According to the prior art, the sawing device
presented in the publication WO98/13165 is therefore applicable only for the cut-
ting of pieces with standard length from the object to be machined. This limita-
tion is created particularly by that problem that the slots in the belt comprising
mechanically jointed sections must be located at the machining area of the saw-
ing device.
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Therefore, an object of the present invention is to provide an improved machine tool

and method for controlling the machine tool.

The object is then to provide a machine tool and a method for controlling a machine
tool, which has a simple and durable structure and which enables a rapid machining

of an object to be machined.

An object is particularly to provide a machine tool and a method for controlling a
machine tool, which make it possible to cut from an elongated object pieces of a fixed
length, and when desired, pieces of mutually different lengths, particularly

advantageously without stopping the object to be cut during the cutting.

A turther object is to provide a machine tool and a method for controlling a machine
tool where the operation can be controlled on the basis of tolling information provided
by a production planning system, an optimising system and/or an fault detection

system external to the machine tool.

According to the present invention, there is provided a machine tool (1) comprising
means for conveying an object to be machined and at least one machining means for
machining the object, characterised in that the means for conveying the object to be
machined comprises:

- at least one machining conveyor (2), with which the object (3) to be machined is
conveyed to the machining means (4), which machining conveyor comprises at least
one recess arranged to act as the machining position; and

- at least one transfer conveyor (5), with which the object (3) to be machined is
conveyed to the machining conveyor (2);

and that the position of the recess in the machining conveyor (2) with respect to the
object (3) to be machined is arranged to be controlled by controlling the conveying

speed of the machining conveyor (2) and/or the transfer conveyor (5).
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According to the present invention, there is also provided a method for controlling a
machine tool comprising means for conveying an object to be machined and at least
one machining means for machining the object, characterised in that as means for
conveying the object to be machined the method utilises at least one machining
conveyor (2), with which the object (3) to be machined is conveyed to the machining
means (4), which machining conveyor comprises at least one recess arranged to act
as the machining position, and at least one transfer conveyor (5), with which the
object (3) to be machined is conveyed to the machining conveyor (2), and that the
position of the recess in the machining conveyor (2) with respect to the object (3) to
be machined is arranged to be controlled by controlling the conveying speed of the

machining conveyor (2) and/or the transfer conveyor (5).

Preferably, then in a typical machine tool according to the invention the means for
conveying the object to be machined comprise at least one machining conveyor, with
which the object to be machined is conveyed to the machining means, and at least
one transfer conveyor, with which the object to be machined is conveyed to the
machining conveyor. The machining conveyor comprises at least one recess
arranged to act as the machining position. The position of the recess in the ma-
chining conveyor with respect to the object to be machined ié arranged to be con-

trolled by controlling the conveying speed of the machining conveyor and/or the
transfer conveyor. A machining conveyor means in this context a conveyor formed by

one or more conveyors, of which at least the conveyor supporting from below the
object to be machined comprises one or more recesses arranged to act as the
machining position. A recess arranged t0 act as the machining position means in this
context a space arranged on the support surface of the conveyor where the
machining means going through the object to be machined at least partly can be

located during the machining of the object to be machined.
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Then, for instance when the object to be machined is cut off, the cutting machining
means can go through the object to be machined and extend into said recess without

damaging the conveyor. Thus the machining conveyor can be formed for
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instance by a slot conveyor comprising several parts connected to each other, the
parts comprising at least one support surface for the object to be machined and
which parts together form an endless belt. Then said recess is formed between
the parts forming the conveyor. A transfer conveyor means in this context a con-
veyor formed by one or more conveyors, such as belts and/or rolls, which from at
least one direction supports the object to be machined. Control of the conveying
speed means changing the conveying speed of the machining conveyor and/or the
transfer conveyor by increasing and/or reducing the speed. The recess in the ma-
chining conveyor can be aligned with the next machining position by controlling
the conveying speed.

In an advantageous machine tool according to the present invention the machin-
ing means is a sawing device, which comprises one or more cutting blades,
whereby the machine tool can be used to cut off elongated objects into shorter
pieces. If the cutting is made using two or more circular blades, then the other
blades can perform a return movement while one blade performs the sawing.
This provides a rapid cutting, and it enables a high feeding speed of the object to
be cut.

According to an advantageous embodiment of the present invention the machin-
ing means is arranged to be movable back and forth in the longitudinal direction
of the object to be machined in order to machine the object while it is conveyed.
Then the machining of the object can be made without stopping the object to be
machined during the machining.

In an advantageous machine tool according to the present invention the position
of the machining conveyor with respect to the object to be machined is arranged
to be controlled by momentarily increasing the conveying speed of the machining
conveyor and/or by momentarily reducing the conveying speed of the transfer
conveyor. This prevents congestion in the conveyor section after the machining
means and in the process after the machine tool. In some cases the control of the
position of the machining conveyor can be made also in the opposite way, 1f the
congestion does not cause problems to the operation of the machine tool.

In an advantageous machine tool according to the invention the transfer conveyor
is arranged to support the object to be machined on at least two opposite sides.
Then the transfer conveyor can be arranged to act as a conveyor, which provides
the hold of the machined object, and which primarily determines the conveying
speed of the machined object.
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In an advantageous machine tool according to the invention at least one detector is
arranged in connection with the machining conveyor in order to determine the
position of the machining conveyor. The detector can accurately determine the
position of the machining conveyor and its recesses. Said provision of detectors can
be realised for instance by providing the machining conveyor with a servo-motor
comprising an absolute detector. In addition to said detector determining the position
an additional detector can be advantageously used in order to secure the position of

the recesses in the machining conveyor.

A preferred machine tool according to the present invention comprises means for
determining at least one machining position on the machined object and/or for
receiving information about the machining position of the object to be machined. The
means for determining the machining position for the machined object enable an
automatic detection of the machining position. The means for receiving information
about the machining position of the object to be machined make it possible to

connect the machine tool for instance to an external production management system.

An advantageous machine tool according to the present invention comprises means

for controlling the speed of the machining conveyor and/or the transfer conveyor on

the basis of information about the cutting position. The speed of the machining

conveyor and/or of the transfer conveyor can be controlied by said means, without a

control system external to the machine tool.

Preferably, a typical method according to the present invention uses at least one
machining conveyor as the means for conveying the object to be machined, which

conveyor transports the machined object to the machining means, and which

conveyor comprises at least one recess arranged to act as the machining position,
and at least one transfer conveyor, with which the object to be machined is conveyed

to the machining conveyor, and that the position of the recess in the machining



10

20

CA 02522698 2010-04-08

5

conveyor regarding the machined object is arranged to be controlled by controiling
the conveying speed of the machining conveyor and/or of the transfer conveyor. The
position of the machining conveyor with respect to the machined object is

advantageously controlled on the basis of information about the machining position

for the machined object, so that the recess in the machining conveyor Is positioned at
the machining position of the machined object when the machining position Is
brought to the machining conveyor. If the machining position of the machined object
is already located on the machining conveyor, when the position of the machining
conveyor is controlled, then the position of the machining conveyor is controlled so
that a machining conveyor recess closest to the machining position is brought to the

machining position.

In an advantageous method according to the invention the transter conveyor
supports the object to be machined from at least two opposite sides, whereby the
transfer conveyor provides the holding support acting on the machined object. Then
the conveying speed of the machined object can be primarily determined by the
transfer conveyor. Primary determination of the conveying speed by the transfer
conveyor means that the speed of the object to be machined is determined on the
basis of the conveying speed of the transfer conveyor as long as the holding action

provided by the transfer conveyor acts on the machined object.

According to a preferred method according to the invention the speed of the
machining conveyor Is accelerated momentarily after the machining operation in
order to align the recess on the basis of the next machining position. Then it is
probable that the machined object still is subject to the action of the holding effect of
the transfer conveyor, whereby any error in the last cutting can be minimised, even if

the cutting would be performed after the holding effect of the transfer conveyor has

ended.
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Preferably, the method according to the present invention will be typically realised
with a computer software product, which can be directly stored into the main memory
of a computer, or with a computer software product, which is stored on a means
readable by a computer, whereby the computer software product contains the
program code elements for performing the method according to the invention whiie
said computer software product is run in the computer. A computer software product
means in this context an independent computer or logic software or a part of a
computer or logic software, which can comprise one or more program code
elements. A program code element means an element, which comprises one or more
instructions or commands readable by a computer. In this context a computer

readable means refers to all such means, which permanently or temporarily can store

information, instructions, commands, instruction or command sets or the like
readable by a computer. Such means are for instance hard disks, mass memories,
cache memories, diskettes, and CD ROM disks. In this context a computer means
both programmable logics and micro computers. A micro computer can for instance
be a standard PC, an industrial computer, a module micro assembled in a frame, a

micro on one card, or a single circuit micro controlier.

Preferably, a typical computer software product mentioned above, which Is stored on

a computer readable means, comprises at least the following program code

elements:

- a program code element for making the computer to receive and/or store
iInformation about the first cutting position and the following cutting positions; and
- a program code element for making the computer to control the aligning of the

recess in the machining conveyor on the basis of the cutting position, while the

computer software program runs in a computer.

The method according to the invention for controlling a machine tool can be used in a

computer or as a part of some other device, which contains means for storing the
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computer software product, so that the method can be automated with the aid of the

computer software product by utilising automatic data processing.

The greatest advantage of the machine tool and the method for controlling a machine
tool according to the present invention I1s Its simple operating principle, which
facilitates a simple and durable structure of the machine tool. This provides savings

in the manufacturing and maintenance costs of the machine tool.

The machine tool and the methoad for controlling a machine tool according to the
present invention enables further a flexible and rapid cutting of an elongated object
into pieces of desired size. Thus a great advantage of the machine tool and the

method according to the invention is that the machine tool and the method can be

used even In the cutting and removing of faults.

A machine tool and a method for controlling a machine tool according to the invention
enables further the machine tool to be connected as a part of an external operation

management system.

The Invention I1s described in more detail below with reference to the enclosed

drawing, in which:

Figure 1 shows schematically and as an example a machine tool according to the

iInvention seen from one side:

Figure 2 shows schematically and as an example a part of the machine tool ac-

cording to the invention comprising the machining conveyor; and

Figure 3 shows as a flowchart an embodiment example of how to apply the method

according to the invention.
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Figure 1 shows schematically and as an example an embodiment of the machine
tool 1 according to the invention. The machine tool 1 is a sawing device, which is
used to cut timber, such as boards, planks, lists or panels. The machine tool 1
comprises means for conveying the object to be machined, and a machining de-
vice comprising two machining blades for machining or cutting the elongated ob-
ject. According to what is presented in the figure the means for conveying the
machined object comprises one machining conveyor 2, which conveys the ma-
chined object 3 to the machining means 4, and a first transfer conveyor 5, which
conveys the machined object 3 to the machining conveyor 2, and a second trans-
fer conveyor 5°, which conveys the machined object or pieces of it from the ma-
chining conveyor.

As shown in figures 1 and 2, the machining conveyor 2 is of the slot conveyor
type, which comprises a number of parts 6 separated by slots 7 operating as re-
cesses of the machining conveyor. The parts 6 are connected to each other by an
unbroken, endless belt 8, which is arranged to rotate around cylindrical rolls 9
and 10. The parts 6 of the slot conveyor 2 support the object 3 to be machined.
The machining blade 11 can be arranged to extend well below the machined ob-
ject, or through the object, however so that the blade does not damage the endless
belt, when the sawing of the machined object 3 on the parts 6 is commenced with
the aid of the machining blade 11, and when one of the slots 7 of the slot con-
veyor is at the cutting position. Then the machining blade 11 cuts through the
machined object 3 in a neat manner, as the machining blade partly extends into
one of the slots 7. It is possible to realise the machining conveyor also in some
other form than that described above. The essential thing is that the machining
conveyor has a recess, such as a slot or gap, advantageously a plurality of slots
and/or gaps, into which the machining means of the machine tool can extend. It
is also possible to realise the recesses of the machining conveyor so that the re-
cesses are machined with the machining means into the surface s‘upporting the
machined object before starting the actual production. Then the control system of
the machine tool stores the position information of the recesses during the ma-
chining of the recesses, on the basis of which the position control of the machin-
ing conveyor’s recesses can be realised during the actual production.

A stand 12 is located at edges of the parts 6 of the slot conveyor 2, so that the
machined object 3 can be supported against the stand during the cutting. A good
cutting result can be obtained as the stand 12 supports the object to be cut, even if
the first transfer conveyor does not anymore support the object to be cut. As
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shown in the figure the machine tool comprises a second transfer conveyor 5,
with which the machined object and/or the already cut pieces are conveyed for-
ward from the machining conveyor and the machine tool, for instance to sorting,
packaging or any further processing. The construction of the second transfer
conveyor 5° corresponds to that of the first transfer conveyor 35, the construction
of which is described in more detail later on. Of course it is also possible that the
first and second transfer conveyors are of different construction and type. Further
it is possible to realise the machining conveyor so that its conveying distance 1s
so long that the object to be machined and the pieces from it can be moved with

the aid of the machining conveyor to further processing.

A support surface may be arranged between the rolls 9 and 10 in order to support
the belt 8 on that side where the machined object passes.

A servomotor (not shown in the figures) is coupled to the roll 9 in order to rotate
the roll and thus in order to rotate the slot conveyor. The speed of rotation of the
servomotor can be controlled, whereby the conveying speed of the slot conveyor
can be controlled by controlling the rotational speed of the servomotor. The ser-
vomotor comprises a so-called absolute detector (pulse transducer), which accu-
rately determines the position of the slot conveyor and thus of the slots in the slot
conveyor. A further detector is connected to the roll 9 1n order to secure the posi-
tion of the roll and thus of the slots 7 in the slot conveyor. The detector is ar-
ranged to detect an identifier position on the roll 9, such as a projection arranged
in the roll, which projection is located at a gap in the slot conveyor. The detector
will also prevent the so-called drift in the absolute detector.

According to what is shown in the figure the first transfer conveyor 5 comprises
a first belt conveyor 16 and second belt conveyors 17 arranged above the first
belt conveyor 16, whereby the second conveyors are arranged to press the ma-
chined object 3 against the first belt conveyor 16 with a force of a desired magni-
tude, which advantageously can be adjusted. Instead of the second belt conveyor
and/or instead of both belt conveyors it is possible to use for instance a wheel or
a ski-like member, which could press the machined object against the first belt
conveyor. The distance of the second belt conveyor 17 from the first belt con-
veyor 16 is adjusted to be suitable on the basis of the thickness of the machined
object. A motor 18 is connected to the first belt conveyor 16 and to the second
belt conveyor, and the rotational speed of this motor is controllable 1n order to
control the conveying speed of the transfer conveyor.
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The second belt conveyor 17 provides a hold, and due to this the transfer con-
veyor 5 can be used as the primary conveyor in controlling the conveying speed
of the machined object. In other words, the conveying speed of the machined ob-
ject is controlled with the transfer conveyor while the object is between the first
and second belt conveyors. In addition the hold provided by the transfer con-
veyor prevents the machined object from moving with respect to the transfer
conveyor, even if the conveying speed of the slot conveyor would be momentar-
ily changed. Thus, it is possible to change the position of the slot conveyor and
thus its slots with respect to the machined object by changing the rotational speed
or the conveying speed of the slot conveyor.

The first transfer conveyor 5 comprises further a stop (not shown in the figure),
which can be adjusted corresponding to the width of the machined object, and
which can press the machined object transversally against a fixed stop. Said stops
can secure that the machined object passes to the slot conveyor and to the ma-
chining means in the longitudinal direction of the machined object. A detector
21, such as a photocell, is further arranged in connection with the transfer con-
veyor 3, in order to detect the end of the machined object. A second detector (not
shown in the figure) is further arranged in connection with the first transfer con-
veyor in order to detect the markings of the cutting positions. The control of the
rotational speed of the second transfer conveyor can be interconnected with the
control of the first transfer conveyor, or it can be realised independently. How-
ever, it is preferred that the rotational speed or the conveying speed of the second
transfer conveyor at least equals the conveying speed of the machining conveyor,
so that machined pieces can not accumulate between the machining conveyor and
the second transfer conveyor.

The machining means 4 comprises two machining blades 11, as presented above.
The machining means can also comprise only one blade, or more than two
blades. The structure and the operation of the machining means is not presented
in more detail here, as machine tools known as such can be used as a machining
means, such as a sawing device presented in the patent publication WO98/13165.

The machine tool comprises further a control unit (not shown in the figures),
which in a manner known as such is connected to the detectors and actuators of
the machine tool. The control unit is arranged to receive measurement informa-
tion from the detectors and to receive information about the rotational speed of
the power units and to control the operation of the power units, for instance par-
ticularly the rotational speed. The machine tool further comprises means for con-
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necting the machine tool in a manner known as such to one or more systems ex-
ternal to the machine tool, such as to a production control system.

Figure 3 shows as a flow chart an embodiment example of how the method and a
computer software product according to the invention are used to control a saw-
Ing device, where the sawing device is of a type where the sawing is performed
without stopping the object to be machined. The control can be realised with the
aid of control performed by a computer or logic program or by a servo-controller.
The first cutting position is determined when the object to be machined has been
received to the transfer conveyor and put into hold. The first cutting position can
be determined, depending on the cutting operation at hand, either based on the
detection of the end of the machined object or on the detection of the cutting po-
sition. When the cutting position has been determined the position of the slot
conveyor 1s guided so that one of the slots in the slot conveyor is located below
the cutting position as the machined object arrives to the slot conveyor from the
transter conveyor. The control of the slot conveyor is based on information re-
garding the conveying speed of the transfer conveyor, on information about the
position of the slots in the slot conveyor, and on information regarding the con-
veying speed of the slot conveyor. The conveying speed of the slot conveyor is
momentarily accelerated so that the position of the slot conveyor is changed, in
other words so that the slots are moved in relation to the object to be machined.
The position of the slot conveyor can be changed with respect to the machined
object also for instance by decreasing the conveying speed of the feeding con-
veyor, as was mentioned above. The information about the position of the slots is
obtained on the basis of measurement information provided by a detector in-
stalled in the slot conveyor and on the basis of basic information entered into the
system, such as the width of the components of the slot conveyor and the dis-
tance between the components, i.e. the width of the slots. When a slot of the slot
conveyor has been positioned the conveying speed of the slot conveyor 1§ re-
duced to equal the conveying speed of the transfer conveyor. The cutting is per-
formed when the machined object has travelled on the slot conveyor and arrives
at the machining area of the machining means, i.e. the cutting blade, so that the
blade is accelerated to the starting position, and the cutting is made by rotating
the blade. The next cutting position is determined immediately after the cutting,
1.e. immediately as the blade has been removed from the position in front of the
machined object. The determination is based either on information about the first
cutting position or about the previous cutting position, or it can be based on the
determination of the cutting position, depending on the cutting operation in use.
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Then one of the slots in the slot conveyor is positioned at the cutting position,
and the cutting is performed in the manner described above. This operation con-
tinues until the object to be machined has been processed, whereby the cutting 1s
finished and the process waits for the next object to be machined. When the ma-
chined object has long distances between the machining positions it is also possi-
ble to control the conveyors in some applications so that the conveying speed of
the conveyors is momentarily accelerated. This increases the production capacity

and the machining speed.

If the basic function of the machine tool is of that kind where the object to be
machined is stopped for the cutting, then the function scheme described above
would include the stopping of the slot conveyor and the transfer conveyor when
the cutting position reaches the machining area of the cutting device, and corre-
spondingly the starting of the slot conveyor and the transfer conveyor after the
cutting.

The cutting operation mentioned above can be fixed size cutting, list cutting,
mark cutting, cutting to remove faults, or optimised cutting. In the fixed size cut-
ting the machine tool is provided with the length of the first cut and the fixed
length in order to cut as many pieces as possible with this fixed length from the
object to be machined. In list cutting the machine tool 1s provided with any first
cut length and the fixed list lengths, of which there are advantageously an op-
tional number. Then the object to be machined can be cut into pieces with desired
lengths, which may be of different size. In mark cutting the cutting positions are
marked on the object to be machined, for instance as fluorine lines, which a de-
tector in the machine tool will detect. In the cutting to remove faults the machine
tools receives the data about the cutting position, for instance from fault detection
equipment external to the machine tool or from the production control system.
Typical cutting to remove faults is the removal of a branch or any other faulty
point from the object to be machined. In optimised cutting the machine tool re-
ceives, in the same manner as in cutting to remove faults, the cutting positions
from a system external to the machine tool, for instance from optimising reading
equipment or from the production planning system.

Our aim is not to restrict the invention to the embodiments presented above as
examples, but on the contrary it should be interpreted widely within the scope
defined in the claims presented below.
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WHAT IS CLAIMED IS:

1. A machine tool (1) comprising means for conveying an object to be machined
and at least one machining means for machining the object, characterised in that the

means for conveying the object to be machined comprises:

- at least one machining conveyor (2), with which the object (3) to be
machined is conveyed to the machining means (4), which machining conveyor
comprises at least one recess arranged to act as the machining position; and

- at least one transfer conveyor (5), with which the object (3) to be machined is
conveyed to the machining conveyor (2);

and that the position of the recess in the machining conveyor (2) with respect

to the object (3) to be machined is arranged to be controlled by controlling the

conveying speed of the machining conveyor (2) and/or the transfer conveyor (5).

2. A machine tool according to claim 1, characterised in that the machining

means (4) is a sawing device, which comprises one or more cutting blades (11).

3. A machine tool according to claim 1 or 2, characterised in that the machining
means (4) is arranged to be moved back and forth in the longitudinal direction of the

object (3) to be machined, in order to machine the object during the conveying.

4. A machine tool according to any previous claim 1 to 3, characterised in that
the position of the machining conveyor (2) with respect to the object (3) to be
machined is arranged to be controlled by momentarily increasing the conveying

speed of the machining conveyor (2) and/or by momentarily reducing the conveying
speed of the transfer conveyor (5).

5. A machine tool according to any one of claims 1 to 4, characterised in that the

transfer conveyor (5) is arranged to support the object (3) to be machined from at
least two mutually opposite sides.



10

20

CA 02522698 2010-06-10

13

C. A machine tool according to any one of claims 1 to 5, characterised in that at
least one detector (16) is arranged in connection with the machining conveyor (2) in

order to determine the position of the machining conveyor (2).

/. A machine tool according to any one of claims 1 to 6, characterised in that the
machine tool (1) comprises means (21, 22) in order to determine at least one

machining position on the object to be machined and/or in order to receive

information about the machining position regarding the object to be machined.

8. A machine tool according to any one of claims 1 to 7, characterised in that the
machine tool (1) comprises means for controlling the speed of the machining

conveyor (2) and/or the transfer conveyor (5) on the basis of the information about
the cutting position.

9. A method for controlling a machine tool comprising means for conveying an
object to be machined and at least one machining means for machining the object,
characterised in that as means for conveying the object to be machined the method

utilises at least one machining conveyor (2), with which the object (3) to be machined
Is conveyed to the machining means (4), which machining conveyor comprises at

least one recess arranged to act as the machining position, and at least one transfer
conveyor (9), with which the object (3) to be machined is conveyed to the machining
conveyor (2), and that the position of the recess in the machining conveyor (2) with

respect to the object (3) to be machined is arranged to be controlied by controlling

the conveying speed of the machining conveyor (2) and/or the transfer conveyor (5).

10. A method according to claim 9, characterised in that the position of the
machining conveyor (2) with respect to the object (3) to be machined is controlled on

the basis of the machining position on the object (3) to be machined, so that the

recess (7) of the machining conveyor (2) is located at the machining position of the
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object to be machined as the machining position is passing to the machining

conveyor (2).

11. A method according to claim 9 or 10, characterised in that the object (3) to be
machined is supported by the transfer conveyor (5) at least on two mutually opposite

sides, and that the transfer conveyor (5) primarily determines the conveying speed of

the object (3) to be machined.

12. A method according to any previous claim 9 to 10, characterised In that the
conveying speed of the machining conveyor (2) is momentarily accelerated after the
machining procedure in order to align the recess (7) in the machining conveyor (2) on

10 the basis of the next machining position.
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