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The sheets of veneer coming from the shears, which,
due to the removal of damaged places, such as branch
holes, cracks or the like, are of different lengths, are as
a rule removed by hand, sorted and piled in such a man-
ner that the veneer sheets having a length within similar
limits will form a pile of these size limits. Such sorting by
hand wastes a great deal of time and is also expensive, as
it requires a relatively large staff of operating personnel.
Meoreover, the still moist sensitive sheets are easily dam-
aged when handled carelessly. Also, the limited tempo
of sorting by hand reduces the otherwise possible work-
ing tempo of the veneer shears, behind which the sheets
are moved forward by conveying means to the sorting
point. In order to avoid all these disadvantages, that is
to enable a quick mechanical sorting of such veneer sheets
which will avoid damage to the veneer sheets and require
less operators, by depositing the sheets in piles correspond-
ing to the different size limits is the object of the present
invention.

This is achieved according to the invention by the con-

cept that in such a conveying means for the veneer sheets,
measuring means are mounted between switching mem-
bers so formed and arranged that when the distance be-
tween some of them is at the same time bridged by a
veneer sheet moved on the conveying means, control trans-
mission and driving means which actuate closing members
of the inlet openings arranged in the conveying means of
collecting stations for the reception of veneer sheets of
different lengths, which collecting stations are arranged
below the conveying means and behind the control mem-
bers in the direction of conveyance.

Further details of the invention are described below
with reference to the diagrammatic drawing illustrating a
constructional example.

In the drawing:

FIGURE 1 is a view in side elevation and partly in
cross-section of the complete assembly;

FIGURE 2 is a plan view of a detail of a collecting
station for veneer sheets;

FIGURE 3 is a plan view of the beginning of a con-
veying means for the assembly;

FIGURE 4 is a diagrammatic representation of the
control elements for operating a closing member of a
collecting station; and

FIGURE 5 is a diagrammatic representation on a
larger scale of the beginning of a conveying means of the
assembly with a closing member for a collecting station
and the control elements.

The veneer sheets are fed forward by conveying means
such as endless bands, leading from veneer shears (not
shown) of which in FIGURE 1 only the end is shown.
The continuation of the conveying means 1 is formed by
a transfer table 2 provided with an endless conveyer band
3 travelling thereabove. By means of this conveyer
band 3 the conveying speed of the veneer sheets fed for-
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ward by the conveying means 1 is considerably acceler-
ated for materially increasing the distance between the
rear edge of a veneer sheet which is leaving the conveyer
band 3, from the forward edge of a veneer sheet follow-
ing such sheet and which is still supported by the con-
veying means 1, so that for each veneer sheet there will
be sufficient time interval for measuring the sheet and,
through such measuring, to bring about the hereinafter
described procedures.

The conveyer band 3 or the transfer table 2 is followed
by a conveyer means for the veneer sheets which is
formed by an endless conveyer band 4, fixed transfer
tables 5 and 6 and an endless conveyer band 7 which with
its lower run rests on the upper run of the conveyer band
4 and on the transfer tables 5 and 6.

The upper run of the conveyer band 4 is guided in a
convex path by passing over rollers 4a and the lower run
of the convever band 7 corresponds to the path of the
upper run of band 4 (FIG. 1). Similarly the two trans-
fer tables 5 and 6 are provided with a convex upper
surface and slotted in the manner of grid rollers 6a
which are mounted to rotate below the tables 5 and 6
project through the spaces in the grid into the table sur-
face to enable the veneer sheets to be pushed along with
rolling friction over these tables. ‘On these curved sur-
faces of the tables or their roliers rests the lower run of
the conveyor band 7. .

By these convexly curved conveying surfaces a friction-
closed contact on the conveyer band 4 and the rollers 6a
or the tables 5, 6 is effected positively by the lower run
of the conveyer band 7 which presses the veneer-sheets
on to these surfaces. A motor M functions to maintain
at least the conveyer bands 3 and 7 in constant rotation
about their end rollers, whereas the conveyer band 4 may
be carried along through friction engagement with the
conveyer band 7.

In a forward section of the conveying track, namely at
least within the range of the conveyer band 4, there are
provided control members 8, 9, 10 so arranged that the
veneer sheets moved on the conveying track can bridge
the space between at least two of these control members.
By this means, the control operations hereinafter de-
scribed are released in that the still moist veneer sheets
acting as electric conductors connect electrically with one
another, two control members and thereby control con-
veying and driving means for closing members, as here-
inafter described.

The control members define between one another meas-
uring ranges which determine the limit sizes of the veneer
sheets moving along beneath such members on the con-
veying means and, according to the measuring result in
each case, cut-in and cut-out those driving and trans-
mitting arrangements by which the particular veneer sheet
measure reaches the collecting station, for such particular
length dimension.

The constructional example of the invention illustrated
includes three such collecting stations 12, 13, 14, There
could however be a lesser or greater number of such col-
lecting places behind one another and correspondingly
lesser or greater number of control members would be
provided in the correspondingly dimensioned conveying
section (conveyer band 4) of the conveying means.

The collecting stations 12, 13, 14 are arranged below
that conveying section of the conveyer means, which fol-
lows, seen in the direction of movement of the sheets, the



3,038,604

3

conveyer track section in which the control members 8
to 10 are arranged. The sequence is such that on each
station for piling veneer sheets of a certain size limit there
follows a collecting station of the next greater size limit.

Other than the last or terminal collecting station 14, the
remaining collecting stations 12, and 13 as illustrated are
covered by the transfer tables 5 and 6 which at their for-
ward transverse edge leave free an entrance aperiure 15
or 16 respectively for the veneer sheets into the particular
collecting station 12 or 13.” In the illustrated example,
these entrance apertures are adapted to be closed by flap-
like closing members 17 and 18 respectively. These clos-
ing members 17 and 18 are shown in the drawing nor-
mally in their open position.

The closing members are conirolled in the following
manner by the cut veneer pieces moving on the conveyer
means:

Should a veneer sheet arriving at the forward conveyer
means section (conveyer belt 4) be shorter than the meas-
ured space formed by the distance between the control
members 8 and 9, then all closing members 17, 18 will
remain in the open position so that the particular veneer
sheet will pass into the collecting station 12 lying nearest
to the member 8. Should a veneer sheet be so long that
it bridges over the space between members 8 and 9, but is
shorter than the space between members § and 19,
it will provide an electrically conducting connection
between the members 8 and 9, whereby the closing
member 17 is moved in the manner described hereinafter
in connection with FIGURE 4 into its position inn which
it closes the entrance aperture 15 of the collecting station
12 so that the veneer sheet initiating this procedure will
move over the collecting station 12 into the open collect-
ing station 13.

Should a veneer sheet be so long that it bridges the
space between members 8 and 18, it will then form an
electrically conducting connection between the members
8,9 and 10. Thus, by means of the suitable transmission
and driving means the closing member 17 of the collecting
station 12 and the member 18 of the collecting station 13
will be simultanecusly closed, whereby the veneer sheet
which initiates this control operation and moves along on
the conveying means moves into the collecting station 14
and so on, if there are still further collecting stations.

When, as in the example shown, the collecting station
14 is the last of a series of collecting stations disposed
one behind the other, then a member 19 which is identical
with closing members 17 and 18 will function at the en-
trance to this collecting station exclusively only for guid-
ing the veneer sheet into these collecting stations.

As soon as a veneer sheet has moved with its forward
edge past the closing member 17 or 17 and 18, which
happens to be in the closed position, it will control by
the way of a contact 60 or a contact 66 and 60a the here-
inafter described control circuits, whereby the closing
members 17 or 17 and 18 will be immediately moved
back into their open position shown in FIGURE 1 so
that they will be again ready for control by a following
veneer sheet. The control means suitable for this pur-
pose are also described hereinafter with reference to
FIGURE 4 for one of the closing members.

In order to be able automatically to sort out specially
short veneer sheet pieces, for instance those containing
blemishes, such as branch holes, cracks or the like as
useless waste before they reach one of the collecting sta-
tions 12 to 14, the following arrangement is provided:

Above the end of the conveying means 1 two control
members in the form of photo cells 166 and 107 of a
type known per se are arranged in a spaced relationship,
which is slightly greater than the waste veneer pieces to
be removed to a collecting station, for instance a mobile
container 23 and opposite to said photo cells and below
the conveying means 1, two sources of light 101 and 102,
respectively, are mounted. The light beam emanating
from these sources may pass the conveying means 1 and
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strike the photo cells 106 and 187, respectively. This is
due to the fact that the conveying means consists of nar-
row, separated endless bands (FIG. 3) and the light
beams can pass through the spaces between the bands.

The transfer table 2 between the conveying means 1
and 4, which has already been alluded to is normally in
a position, in which the waste veneer pieces conveyed
by the conveying means, would fall into the waste col-
lecting container 23. This position corresponds to the
operative stage which will be further described below
with reference to FIGURE 5.

All veneer sheets which are longer than the space be-
tween the photo cells 106 and 107 will interrupt the path
of the rays of the two sources of light. This interrup-
tion simultaneously causes a switching operation for
swinging the transfer table 2 into the plane of the con-
veying surface of the conveying means 1 about pivotal
point 22 so that the veneer sheets move on over the table
2 on the conveying means and be measured on the con-
veying track section (band 4), for the purposes referred
to above.

Should the veneer sheets be shorter than the space
between the two photo cells 106 and 197, the eight beams
of the two sources of light 101 and 162 will, when the
piece of veneer is between them, not be interrupted si-
multaneously. Consequently, as will be explained be-
low, the transfer table 2 which is in its open position
will not be turned out of the position shown in FIGURE
1 into the conveying plane of the conveying means 1,
so that the piece of veneer in question will fall as waste
into the container 23.

The control members 8, 9, 10 may be made displace-
able and fixable on their carriers T in such a manner
that their distance from one another can be altered or
adjusted according to the requirements of the measuring
lengths desired in each particular case.

As the transfer and driving means for each of the
closing members 17 and 18 are similar in structural
detail, it will suffice, for an understanding to describe
the switching arrangement for one of these closing mem-
bers. In FIGURE 4 these means are illustrated for the
closing member 17 of the collecting station 12. In ac-
cordance therewith, a thyratron tube 57 receives its anode
voltage from the positive pole of a battery 58 by way of
conductor 59, interrupting contact 60, conductor 61, sole-
noid 54 and conductor 62. Grid 63 of the thyratron tube
57 is connected by way of a resistance 64 with negative
pole 65 of the battery 58. Tapping 66 of the battery
58 in connected by way of conductor 67 with cathode
68 of the thyratron tube 57. A battery 69 supplies the
heating voltage for the cathode 68 of the thyratron tube
57. The grid 63 of the thyratron tube 57 is connected
by way of conductor 70 with the control member 9.
The tapping 66 of the battery 58 is connected by way
of the conductor 71 with the control member 8.

As soon as a veneer sheet F which in consequence of
its moisture is electrically conductive connects the con-
trol member 8 and the control member 9 conductively
with one another, a current will flow from the tapping
66 of the battery 88 through the conductor 71, the con-
trol member 8 through the veneer sheet F, the control
member 9, the conductor 70 and the resistance 64 to the
negative pole 65 of the battery 58. By this means the
negative voltage acting at the grid 63 of the thyratron
tube 57 and fed by way of the resistance 64 to the nega-
tive pole 65 of the battery 58 will change in such man-
ner that the blockage of the thyratron tube 57 will be
cleared and an anode current will flow from the positive
pole of the battery 58 by way of the conductor 59, the
interrupting contact 60, the conductor 61, the solenoid
54, the conductor 62, anode 72 and the cathode 68 of
the thyratron tube 57 to the tapping 66. The anode cur-
rent causes a building up of a magnetic field in the sole-
noid 54, so that the plunger of a magnetic valve 53 is
actuated and a pressure medium flows from a compressor
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(not shown) by way of pipe line 56, the magnetic valve
53 and pipe line 52 into cylinder 51 and closes by way
of a lever 50 the closing member 17 of the collecting
station 12. As soon as the veneer sheet F, which now can
pass over to the table 5 has opened the interrupted con-
tact 60 which is located behind the closing member 17
above the conveying means by means of its forward edge,
the flow of the anode current of the thyratron tube 57 will
be interrupted, the magnetic field of the solenoid 54 re-
duced and thereby the pressure in the pressure cylinder
51 suspended, so that the closing member 17 will under
the action of its dead weight move into the open position.

In order that the veneer sheets shall be deposited in
the collecting stations 12 to 14 paralle] to their boftom
and shall not when being pushed into the collecting sta-
tion, be deposited in an entirely or partially rolled up
state, two precautionary measures are adopted. In the
first place the bottom of each collecting station is formed
by a raisable platform 24, 25 and 26 respectively and
each platform is made capable of being raised and
lowered by lifting means. For instance, as shown in
FIGURE 1, the same includes piston and cylinder means
27, 28, 29 connected to a pipe D for a pressure medium,
such that the falling distance of a veneer sheet moving
into the collecting station is made as small as possible.
The raised lifting platform is generally sunk in accord-
ance with the pile of veneer sheets building up thereon
which can be brought about for instance by actuating
valves H. Each platform of the lifting platforms 24, 25,
26 may be so constructed that the pile of veneer sheets is
formed on a collecting member for instance a frame or
plate 30, 31, 32 and can be lifted off the platform by
stackers together with the frame or plate.

The second means for ensuring a position of the veneer
sheets parallel to the bottom of the collecting station con-
sists of a depositing platform which is disposed in the
collecting stations immediately below the entrance aper-
ture 15 or 16 or the member 19 for the veneer sheet into
the collecting stations 12, 13, 14. The depositing plat-
form consists of two rails 45, 46 which are capable of
being moved in opposite directions and which can be
moved away from one another in such a manner that
a veneer sheet lying on the same loses its support and
will fall on to the frame or plate 3@, 31 or 32 lying
immediately beneath.

"A stop 47, 48 or 49 limits the movement of the veneer
sheet when being pushed into the collecting station. A
rockable contact lever 204, 200 or 2@c which is located
immediately in front of these stops is actuated by the
veneer sheet as it is pushed in by closing the contact.
The switching operation immediately following may be
seen by referring to FIGURE 2 for the collecting station
12. Thereupon, after closing the contact lever 28a a
current will flow from battery 21 by way of conductors
151. By this means solenoids 152 are actuated and op-
erate magnetic valves 153 which reverse the direction of
the pressure medium acting in pressure cylinders 35, 36
from pressure medium pipe 155 into pressure medium
pipe 156 whereby the pressure medium in the cylinder
35, 36 is introduced so that it displaces pistons 154 slid-
able in the said cylinders outwardly. Since, as shown in
FIGURE 2, these pistons are comnected with the rails
45 and 46 forming the depositing platform, these rails
will be displaced away from one another whereby, as

mentioned above, the veneer sheet lying on the same ¢

looses its support. By this means the contact lever 28a
is again opened and the said circuit is recpened, where-
by the magnetic valves 153 are returned into their initial
position and the pressure medium again enters the cylin-
ders 35, 36 on the opposite side of the pistons 164 and
thereby moves the pistons towards one another whereby
the rails 45, 46 connected therewith will also be moved
again towards one another for receiving the next veneer
sheet. The pressure medium is supplied from a com-
pressor (not shown) through the pipes D and D2

As the width of such veneer sheets is variable, it ap-
pears advisable to make the supporting distance of the
rails 45 and 46 with respect to one another adjustable.
For this purpose, the cylinders 35 and 36 are fixed on
girders 40 and 41 which slide on pipes 37 and 38 of frame
39 of the collecting station 12, 13 or 14 respectively and

. can be fixed by screws 44 in any position to which they
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To the girders 48, 41 the previously mentioned mag-
netic valves 153 are fixed. The pressure medium pipes
D= which form a connection between the magnetic valves
153 and the main pipe D for the pressure medium must
of course be made in the nature of hose-pipes and the
like, to allow for the adjusting motions of the two girders
48 and 41.

The above-mentioned transmission and driving means
for actuating the transfer table 2 are shown in FIG-
URE 5.

Primary winding 75 of a transformer 76 receives its
network voltage by way of conductors 77 and 78. A
secondary winding 7% of the said transformer supplies
by way of conductors 8¢ and 81 the heating voltage to
tubes 82, 83, 84 and 85. Another secondary winding
86 of a third photo cell 136 supplies by way of conductors

5 87 and 88 the heating voltage for a rectifier tube 89. A

further secondary winding 26 of the transformer 76 sup-
plies by way of conductors 81 and 92 the voltage for an-
odes 93 and 94 of the retifier tube 89. By this means there
is produced between the conductors 95 and 96 a direct
current voltage which is required for providing current
to the tubes 82, 84, 85. From another secondary wind-
ing 97 of the transformer 76 the anode voltage for the
tube 83 is taken by way of a further conductor 98 and

rectifier 99. From secondary winding 10¢ of the said

transformer the normal-running potential is supplied to
the sources of light 181, 102 by way of conductors 104
and 105.

The third photo cell 136 is arranged with its source of
light 103 in the region of the transfer table 2 that is lo-
cated with regard to the position of the above-menttioned
two photo cells 106 and 197 on the other side of the
pivotal point 22 of the transfer table 2. Tt is assumed
that the veneeer sheet F; shown in FIG. 5 is shorter than
the distance between the photo cells 186 and 187. An-
other veneer sheet F, is longer than the distance between
the photo cells 186 and 187. .All veneer sheets which,
like the veneer sheet F, are shorter than the distance be-
tween the photo cells 106 and 187 release no functions of
the arrangement and travel unhindered Dbelow the
obliquely raised transfer table into the waste container 23.

As soon as the forward edge of veneer sheet Fy has
passed the photo cell 106, the beam of light from the
source of light 161 to the photo cell 106 is interrupted. By
this means the current flowing from the conductor 95
by way of resistance 108, conductor 109, the photo cell
166, conductor 116 to the negative pole 96 of the second-
ary winding of the transformer 76 is reduced, whereby
the voltage connected to grid 111 of the tube 83 is in-
creased. As soon as the veneer sheet Fy also interrupts
the beam of light of the source of light 102 on to the
photo cell 187, the flow of current from the conductor
95 by way of a resistance 112, a conductor 113, the
photo cell 107, a conductor 114, a resistance 115, a
resistance 116, a resistance 117, to the conductor 96
will be diminished.. This causes the voltage to grid 118
of the tube 82 to be reduced. Thus, the voltage at
the grid 118 of the tube 82 will drop and the voltage
from the conductor 95 over a resistance 119 at anode
120 of the tube 82 increases. Consequently, a charging
current flows from the anode 120 of the tube 82 by
way of a condenser 121 to the grid 111 of the tube 83.
The voltage from the conductor 95 connected by way
of a resistance 122 to the grid 111 of the tube 83 is
raised to such an extent by charging current that the
gas-filled thyratron tube 83 ignites and a current flows
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from the secondary winding 97 of the transformer 76
by way of the conductor 98, the rectifier 99, contact 123
of a relay 124, a conductor 125, the solenoid 126 or
solenoid valve 131, a conductor 127, anode 128 -of the
tube 83, by way of cathode 129 to negative pole 130 of
the secondary winding 97 of the network transformer 76.
The current through the solenoid 126 causes the change-
over of the solenoid valve 131, whereby the pressure
medium will flow from a pipe 132 connected to the com-
pressor pipe D through the solenoid valve 131 by way of
a pipe 133 into a pressure cylinder 134 and moves the
piston of the latter in the direction of the arrow. The
piston rod is connected to a lever 135 so that the latter
will be rocked about the pivot 22 and the transfer table 2
which is connected to the lever 135 will be likewise rocked
about the pivot 22 into the conveying plane of the con-
veying means 1. Consequently a veneer sheet F, will
pass from the conveyer band 1 across the transfer table
2 on to the conveyer band 4.

At the same time the said veneer sheet F, passes the
photo cell 136 and interrupts the beam of light of the
lamp 103 striking the photo cell 136. Through this
action, the current flowing from the conductor 5 by way
of resistance 137, conductor 138, the photo cell 136, the
conductor 116 to the negative pole 2§ becomes reduced,
whereby the voltage in point 139 of the resistance 137 in-
creases. Consequently, a charging current flows by way
of a condenser 140, a resistance 141 to the conductor 138,
so that the voltage at grid 142 of the tube 84 increases.
This also causes the anode current flowing through the
tube 84 to increase, so that the ancde voltage from the
conductor %5 by way of a resistance 143 at anode 144 of
the tube 84 decreases. Thus, the charge of a condenser
145, which hewever does not yet have any further func-
tion, changes. As soon as the rear edge of the veneer
sheet Fy again allows the light from the source of light
103 to strike the photo cell 136, the current coming from
the conductor 95 by way of the resistance 137, the
conductor 138, the photo cell 136, the conductor 119
and flowing to the negative pole 86 will increase. Thereby
the voltage in the point 139 of the resistance 237 is re-
duced and a charging current will flow from the con-
ductor 136 by way of resistance 141, condenser 149 to the
point 139 of the resistance 137, which for a moment causes
the voltage at the grid 142 of the tube 48 to drop. This
causes the current flowing from the conductor 95, by way
of the resistance 143 through the tube 48 to change, so
that the voltage connected to the anode 144 of the tube
84 increases and a charging current will flow from the
anode 144 of the tube 84 by way of condenser 145, re-
sistance 146 and the resistance 117 to the negative pole
26. This changing current causes an increase in the volt-
age at grid 147 of the gas-filled tube 85 and brings about
the ignition of the tube. A current will therefore flow
from the conductor 95 by way of the resistance 117, the
coil of relay 124, through the tube 85 and conductor 143
to the negative pele of the secondary winding $7 of the
transformer 76. Contact 123 of the relay 124 is thereby
interrupted and the current will flow from the secondary
winding 97 of the transformer 76, the conductor 88, the
rectifier 99, the contact 123 of the relay 124, conductor
125, the solenoid 226, the conductor 127, through the gas-
filled tube 83 and the conductor 130 to the negative pole
of the scondary winding 97 of the transformer 76. The
solenoid valve 131 therefore returns into the initial posi-
tion shown in the figure. Through this the pipe 133 of
the pressure cylinder 134 will be opened, so that the
pressure medium on this side of the piston in the cylinder
134, for instance compressed air, passes over the open
front side of the solenoid valve 131 into the atmosphere.
At the same time a pipe 149 is connected with the main
pressure line D of a compressor by way of the pipe 132
and the solenoid valve 131, so that the pressure medium
can act on the other side of the said piston in the pressure
cylinder 34. By this means the said piston becomes dis-
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placed and the lever 135 connected with jt and along with
the latter the transfer table 2 is rocked back about the
pivotal point 22 into the inclined position shown.

Through the flow of current from the conductor 95 by
way of the resistance 147, the relay 124, the gas-filled
tube 85 and the conductor 148 to the negative pole of
the secondary winding 97 of the transformer 76 the volt-
age at the ancde £50 of the gas-filled tube 85 becomes
reduced until it lies below the ignition voltage. The
ignition of the gas-filled tube 85 thereby becomes ex-
tinguished, the anode current flow is interrupted and the
contact 123 of the relay 124 returns into the initial posi-
tion shown in the drawing.

I claim: :

1. In a machine for sorting and collecting veneer sheets
of different lengths comprising a conveying track for the
veneer sheets, a length testing means having a plurality
of testing members adjacent to said conveying track, said
members being arranged in the conveying direction of said
conveying track one behind the other at a predetermined
distance so that at least two of said testing members form
therebetween a measuring section for said veneer sheets,
at least two collecting stations for veneer sheets of dif-
ferent length arranged in the conveying direction of said
conveying track in a row behind said testing member and
below said conveying track, said conveying track having
openings each of which leads to one of said collecting
stations, and a movable closing member for each of said
openings, with the movement of which closing members
being controlled by said length testing means in depend-
ence of the veneer shzet length tested by said testing means,
the improvements including a conveying surface for said
conveying track being at least within the regions of said
length testing means and said collecting stations provided
with a convex curve in the conveying direction, and an
endless and continucusly running conveying means pro-
vided above said conveying track, the lower run of said
conveying means being guided in such a manner as to
closely fit the convex curvature of the conveying surface
of said conveying track and to press with friction the
veneer sheets against such surface.

2. In a machine as defined in claim 1, in which each
of said collecting stations comprises a bottom adapted
to be raised and lowered, driving means for raising and
lowering said bottom, a depositing piatform for a veneer
sheet entering said station through said opening in said
conveying track, said platform being arranged parallel to
said bottom and immediately below said opening in said
conveying track and consisting of two supporting rails
arranged to be movable in a common plane in opposite
directions, driving means for moving said supporting rails,
and a control member arranged between said supporting
rails so as to be actuated by the veneer sheet moving
through said opening into said collecting station, said
control member being adapted to control said driving
means so that upon actuation of said control member, said
supporting members are moved away from one another
for releasing said supported veneer sheet and are moved
back into their supporting position when said veneer
sheet has fallen on said bottom of said collecting station.

3. In a machine as defined in claim 1, in which each
of said collecting stations comprises a bottom adapted
to be raised and lowered, and driving means for raising the
bottom to a point immediately below the opening in the
conveying track for receiving a veneer sheet with the bot-
tom being lowered by the veneer sheets placed thereon.

4. In a machine as claimed in claim 1, in which each
of said collecting stations includes a bottom, a depositing
platform immediately below the opening in the conveying
track for a veneer sheet entering said opening, the plat-
form being arranged parallel to the bottom, said platform
including two supporting members capable of movement
in opposite directions, driving means for moving said two
supporting members, a control member so arranged as
to be actuated by the veneer sheet moving through the
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opening with said control member being adapted to control lecting station on which the girder means is displaceable,
said driving means so that upon actuation of the control and screw means for fixing said girder means in position.

member, the supporting meibers are moved away from
one another for releasing the supported veneer sheet and
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