EP 3 248 745 B1

Patent Office

(1 9) ’ e "llmlmllHH||m||‘||HHlHl“|‘||"l“”ll“l‘ll‘lml""H‘mll‘
Patentamt
0 European

s brvets " (11) EP 3 248 745 B1
(12) EUROPEAN PATENT SPECIFICATION
(45) Date of publication and mention (51) International Patent Classification (IPC):
of the grant of the patent: B27D 5/00 (2006.07)

11.05.2022 Bulletin 2022/19
(562) Cooperative Patent Classification (CPC):

(21) Application number: 17172843.9 B27D 5/006

(22) Date of filing: 24.05.2017

(54) EDGE-BANDING MACHINE PROVIDED WITH A MILLING DEVICE AND OPERATION METHOD
OF SAID EDGE-BANDING MACHINE

KANTENANLEIMMASCHINE MIT EINER FRASVORRICHTUNG UND BETRIEBSVERFAHREN DER
KANTENANLEIMMASCHINE

MACHINE DE PLAQUAGE DE CHANTS MUNIE D’UN DISPOSITIF DE FRAISAGE ET PROCEDE
DE FONCTIONNEMENT D’UNE TELLE MACHINE DE PLAQUAGE DE CHANTS

(84) Designated Contracting States: (74) Representative: Gallo, Luca
AL AT BE BG CH CY CZDE DK EE ES FI FR GB Gallo & Partners S.r.l.
GRHRHUIEISITLILT LULV MC MK MT NL NO Via Rezzonico, 6
PL PT RO RS SE SI SK SM TR 35131 Padova (IT)
(30) Priority: 24.05.2016 IT UA20163744 (56) References cited:
EP-A1-2011 614 EP-A1-2 886 272
(43) Date of publication of application: EP-A2- 1 302 287 DE-A1-102013 010 359
29.11.2017 Bulletin 2017/48 DE-C1-3732 810 DE-C1-10 229 775
DE-U1-20 308 037 ES-A1-2 208 081
(73) Proprietor: Fravol Export S.r.l. US-A- 4 792 266

35010 Peraga di Vigonza (PD) (IT)

(72) Inventor: VOLPATO, Andrea
I-35010 Vigonza (PD) (IT)

Note: Within nine months of the publication of the mention of the grant of the European patent in the European Patent
Bulletin, any person may give notice to the European Patent Office of opposition to that patent, in accordance with the
Implementing Regulations. Notice of opposition shall not be deemed to have been filed until the opposition fee has been
paid. (Art. 99(1) European Patent Convention).

Processed by Luminess, 75001 PARIS (FR)



1 EP 3 248 745 B1 2

Description

Field of application

[0001] The presentinvention relates to an edge-band-
ing machine, according to the preamble of claim 1, pro-
vided with a milling device and an operation method of
said edge-banding machine. Such an edge-banding ma-
chine and process obtained by said machine are known
from the document DE 3732810 C1.

[0002] The edge-banding machine of the invention is
intended to be used to carry out the application of clad-
ding edges on panels made of different materials such
as wood, chipboard, plywood, MDF, etc.

[0003] In particular, the subject machine is adapted to
perform the trimming of the cladding edges by linearly
cutting the ends of such edges, and to perform the round-
ing of the cladding edges by carrying out an angular join-
ing and rounding process at the ends of the cladding
edges to seamlessly join the orthogonal sides of the pan-
els.

[0004] The machine the invention is advantageously
adapted to apply a cladding edge to one side of the panel
at each passage of the panel through the edge-banding
machine.

Background art

[0005] Inthe wood processing industry, in particular in
the furniture industry, it is common practice to refine the
panels by the application of edging strips that form the
cladding edges of the panels and which are then proc-
essed by rounding the edges thereof according to the
desired profiles. For this purpose, edge-banding ma-
chines have been introduced on the market which are
adapted to apply the cladding edges on the sides of the
panels and are provided with operating units adapted to
perform the necessary finishing operations of the same
edges.

[0006] Inparticular, edge-banding machines of the uni-
lateral type are known, which are adapted to apply an
edge to one side of the panel at each passage of the
panel through the edge-banding machine.

[0007] More in detail, edge-banding machines of the
known type comprise a support frame provided with a
sliding guide extending between an inlet port and an out-
let port, and driving means (obtained for example with a
sliding belt) adapted to move the panels to advance along
the sliding guide from the inlet port to the outlet port.
[0008] The edge-banding machine further comprises
a storage station adapted to accommodate an edging
tape to be applied to the panels and which will form the
cladding edge. More specifically, such storage station
comprises a rotatable support which carries the wrapped
edging tape and is operable to rotate to unwrap the edg-
ing tape along the sliding lane to apply the edging tape
to the side of the panel.

[0009] The edge-banding machine comprises a grind-
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ing unit placed along the sliding lane downstream of the
inlet port and provided with one or more cutters adapted
to acton the side of the panel to eliminate the irregularities
thereof.

[0010] The edge-banding machine also comprises a
gluing unit located downstream of the grinding group and
adapted to deposit a layer of glue (e.g. heat-melting type)
on the side of the panel and compress, by means of two
or more rollers, the edging tape on the layer of glue for
gluing the tape to the side of the panel. The grinding unit
is provided with a cutting tool adapted to cut the edging
tape at the rear end of the panel.

[0011] The edging tape glued to the panel using the
above gluing unit has a greater length than the panel and
a greater width than the thickness of the same panel, so
that the edging tape protrudes with respect to the ends
and the longitudinal sides of the side of the panel.
[0012] The edge-banding machine further comprises
an end milling unit arranged downstream of the gluing
unit and provided with a circular saw adapted to cut the
portions of the edging tape that protrude beyond the ends
of the side of the panel, linearly cutting the edging tape
ends substantially flush with the ends of the side of the
panel.

[0013] The edge-banding machine also comprises a
trimming unit arranged downstream of the end milling
unit and adapted to cut the portions of the edging tape
that protrude beyond the longitudinal sides of the side of
the panel.

[0014] The edge-banding machine also comprises a
rounding unit arranged downstream of the trimming unit
and provided with a cutter adapted to round the ends of
the edging tape for seamlessly connecting the outer sur-
face of the edging tape with the adjacent orthogonal side
of the panel.

[0015] In particular, the cutter of the rounding unit is
peripherally provided with multiple cutting teeth, each of
which has an arched profile with a radius of curvature
equal to the thickness of the edging tape for properly
joining the two sides at 90 degrees of the panel.

[0016] Operationally, with reference to unilateral edge-
banding machines, it is necessary to perform a passage
of the panel through the machine operating units for each
side of the panel.

[0017] More in detail, in each passage, an operator
must introduce the panel into the edge-banding machine
at the inlet port of the latter, in such a way that the driving
means of the edge-banding machine move the panel to
the operating units arranged along the sliding lane up to
an outlet port.

[0018] In the first two passages of the panel through
the edge-banding machine, the cladding edges are ap-
plied on the two longitudinal sides of the panel mutually
parallel to and opposite.

[0019] During these first two passages, the end milling
unit is actuated to cut in a rectilinear manner the ends of
the edging tape flush with the ends of the corresponding
side of the panel, while the rounding unit is disabled.
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[0020] In the last two passages of the panel through
the edge-banding machine, the cladding edges are ap-
plied on the two end faces of the panel orthogonal to said
longitudinal sides of the same panel.

[0021] During these last two passages, the end milling
unit is disabled while the rounding unit is actuated to
round the ends of the edging tape applied to the end side
ofthe panel, in such a way as to seamlessly join the outer
surface of such an edging tape with the outer surface of
the edging tape applied to the adjacent longitudinal side
of the panel.

[0022] The edge-banding machines of known type
briefly described above have proved to be not free from
drawbacks in practice.

[0023] Afirstdrawback ofthe above edge-banding ma-
chines of known type is due to the fact of necessarily
comprising two distinct operating units (the end milling
unit and the rounding unit) for working the ends of the
edges during the first two passages and during the last
two passages of the panel in the edge-banding machine,
with consequent high cost and considerable dimensions
of the same edge-banding machines.

[0024] A further drawback of the above edge-banding
machines of known type is due to the fact that the circular
saw of the end milling unit has a relatively large diameter
(of the order of tens of centimeters) and, therefore, when
it is driven in rotation (at speeds of the order of ten thou-
sand revolutions per minute), the saw edge moves at a
very high tangential speed, thereby generating a strong
and high-pitched noise.

[0025] A further drawback of the above edge-banding
machines of known type is due to the fact that the circular
saw of the end milling unit, when it cuts the edging tape,
produces numerous scraps that are projected into the
air, with consequent danger for the operators, i.e. requir-
ing the installation of protective panels with a consequent
increase of costs of the edge-banding machine.

Disclosure of the invention

[0026] In this situation, the problem underlying the
present invention is therefore that of overcoming the
drawbacks associated with known solutions by providing
a milling device for an edge-banding machine which is
able to perform both end milling operations and rounding
operations of the cladding edges applied to the panel.
[0027] Anotherobjectof the presentinvention is to pro-
vide a milling device for an edge-banding machine which
allows implementing edge-banding machines having a
reduced cost.

[0028] Anotherobject of the presentinvention is to pro-
vide a milling device for an edge-banding machine which
allows implementing edge-banding machines having
contained overall dimensions.

[0029] Anotherobject of the presentinvention is to pro-
vide a milling device for an edge-banding machine which
allows implementing relatively noise-free edge-banding
machines.
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[0030] Anotherobjectofthe presentinvention is to pro-
vide a milling device for an edge-banding machine which
is constructively simple and cost-effective to implement.
[0031] Anotherobjectof the presentinvention is to pro-
vide a milling device for an edge-banding machine which
is operatively safe and reliable.

Brief description of the drawings

[0032] The technical features of the invention, accord-
ing to the aforesaid aims, can clearly be seen in the con-
tent of the claims below, and its advantages will become
more readily apparent in the detailed description that fol-
lows, made with reference to the accompanying draw-
ings, which illustrate a preferred embodiment, which is
purely exemplary and not limiting, in which:

- figure 1 shows a perspective view of an example of
edge-banding machine in which the milling device is
intended to be used;

- figure 2 shows a lateral view of the edge-banding
machine shown in figure 1;

- figure 3 shows a perspective view of the milling de-
vice object of the present invention;

- figure 4 shows a top plan view of the milling device
object of the present invention;

- figure 5 shows a perspective view of a detail of the
milling device shown in figures 3 and 4, relating to a
milling head of the milling device itself;

- figure 6 shows a detail of the milling head of the mill-
ing device, relative to a milling tool, according to a
first embodiment of the present invention;

- figure 7 shows a plan view of the milling tool shown
in figure 6;

- figure 8 shows a sectional view of the milling tool
shown in figure 7 along line VIII - VIl in figure 7;

- figure 9 shows a detail of the milling tool shown in
figure 6 relative to a cutting profile of the milling tool
itself;

- figure 10 shows the milling tool arranged in a retract-
ed position for performing an end milling operation
of the cladding edge of the panel;

- figure 11 shows the milling tool arranged in an ad-
vanced position for performing a rounding operation
of the cladding edge of the panel;

- figure 12 shows a portion of the milling tool in retract-
ed position during the end milling operation of the
cladding edge of the panel;

- figure 13 shows a portion of the milling tool in retract-
ed advanced position during the rounding operation
of the cladding edge of the panel;

- figure 14 shows a detail of the milling head of the
milling device, relative to the milling tool, according
to a second embodiment of the present invention;

- figure 15 shows a plan view of the milling tool shown
in figure 14;

- figure 16 shows a sectional view of the milling tool
shown in figure 15 along line XVI - XVl in figure 15;
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- figure 17 shows a detail of the milling tool shown in
figure 14 relative to the cutting profile of such amilling
tool.

Detailed description of an example of a preferred em-
bodiment

[0033] With reference to the accompanying drawings,
reference numeral 1 indicates as a whole a milling device
object of the present invention.

[0034] The milling device 1 of the invention is intended
to be advantageously mounted on an edge-banding ma-
chine 100 adapted to carry out the application of cladding
edges on panels made, for example, of wood, chipboard,
plywood, MDF (Medium-density fiberboard), etc.

[0035] In particular, each panel P is substantially
shaped as a parallelepiped and has two major faces,
generally coated, parallel and opposite each other and
peripherally connected together by four sides L in twos
parallel which define the thickness of panel P itself.
[0036] Each side L of panel P extends longitudinally
between a front end edge and a rear end edge and is
delimited in width by two longitudinal sides preferably
parallel to each other.

[0037] The edge-banding machine 100 is adapted to
apply a cladding edge B (e.g. PVC, ABS, melamine,
wood, Formica, aluminum, etc.) on one or more sides L
of panel P.

[0038] According to the embodiment shown in figures
1 and 2, the edge-banding machine 100 is in particular
of the unilateral type, being adapted to apply a cladding
edge B to one side only of panel P at every passage of
panel P through the edge-banding machine 100 itself.
[0039] The edge-banding machine 100 comprises a
support frame 101 intended to be rested on the ground
and provided with a sliding lane 102 extending between
an inlet port 103 and an outlet port 104, preferably ac-
cording to a sliding direction S substantially rectilinear
and in particular horizontal.

[0040] The edge-banding machine 100 further com-
prises feeding means 105 adapted to move panels P to
advance along the sliding lane 102 from the inlet port 103
to the outlet port 104.

[0041] Preferably, the feeding means 105 comprise a
track conveyor belt of conventional type per se, adapted
to advance panels P individually and horizontally, in suc-
cession to each other from the inlet port 103 to the outlet
port 104.

[0042] Advantageously, the edge-banding machine al-
so comprises a storage station 106 adapted to accom-
modate an edging tape to be applied to sides L of panels
P and that will form the cladding edge B of panels P them-
selves. More specifically, such storage station 106 com-
prises arotatable support 107 which carries the wrapped
edging tape (not shown) and is operable to rotate to un-
wrap the edging tape along the sliding lane 102 to apply
the edging tape to side L of panel P. The edge-banding
machine 100 advantageously comprises a grinding unit
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108, of known type per se, placed along the sliding lane
102 downstream of the inlet port 103 and provided with
one or more cutters (not shown) adapted to act on side
L of panel P to eliminate the irregularities thereof.
[0043] The edge-banding machine 100 preferably
comprises a gluing unit 109 placed downstream of the
grinding unit 108 and comprising, in a conventional man-
ner per se, a distribution device adapted to take an ad-
hesive (such as heat-melting) from a containment tank
and depositalayer of such an adhesive on side L of panel
P. The gluing unit 109 is also provided with two or more
rollers adapted to compress the edging tape to the layer
of glue to glue the edging tape to side L of panel P. The
gluingunit 109 is also provided with a cutting tool adapted
to cut the edging tape at the rear edge of side L of panel
P, so that the portion of edging tape glued to side L of
panel P forms a cladding edge B of panel P itself.
[0044] The cladding edge B glued to the corresponding
side L of panel P by the gluing unit 109 has a greater
length than side L of panel P and greater width than the
thickness of panel P itself, so that the cladding edge B
protrudes with respect to the end edges and the sides of
side L of panel P.

[0045] Advantageously, the edge-banding machine
100 also comprises a trimming unit 110, of known type
per se, arranged downstream of the gluing unit 109 and
adapted to cut the portions of the cladding edge B pro-
truding beyond the sides of side L of panel P substantially
flush with the main sides of panel P itself.

[0046] The edge-banding machine 100 may advanta-
geously be provided with further operating units of known
type per se and not described in the present description.
[0047] The edge-banding machine 00 comprises a
control unit 100, in particular provided with a PLC, adapt-
ed to control in an automated or semi-automated manner
the operating units 108, 109, 110 of the edge-banding
machine 100 itself.

[0048] The milling device 1 object of the presentinven-
tion is intended to be mounted on the support frame 101
of the edge-banding machine 100 along the sliding lane
102, preferably downstream of the gluing unit 109 and in
particular downstream also of the trimming unit 110.
[0049] Such amilling device 1 can be operated for mill-
ing the portions of the cladding edge B that protrude be-
yond the end edges of the corresponding side L of panel
P, defining two ends E of the cladding edge B substan-
tially aligned with the edges of the corresponding side L
of panel P. In particular, the milling device 1 can be op-
erated for selectively carrying out an end milling opera-
tion or a rounding operation.

[0050] In the end milling operation, the milling device
1is adapted to cut in a substantially straight manner ends
E of the cladding edge B substantially flush with the end
edges of the corresponding side L of panel P, as shown
in particular in the embodiment example in figure 12.
[0051] In the rounding operation, the milling device 1
is adapted to round edges E of the cladding edge B of
panel P, in such a way as to seamlessly join the outer
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surface of such a cladding edge B with the outer surface
of the adjacent side L of panel P or, i.e. with the outer
surface of the cladding edge B applied to such adjacent
side L, as described in particular in the embodiment ex-
ample in figure 13.

[0052] The milling device 1 comprises a support struc-
ture 2 intended to be mounted on the edge-banding ma-
chine 100, and in particular intended to be fixed to the
support frame 101 of the edge-banding machine 100 it-
self.

[0053] The milling device 1 further comprises a milling
head 3 mounted on the support frame 2 and provided
with an operational zone 4 in which the cladding edge B
of panel P advancing along the sliding lane 102 is sus-
ceptible to pass.

[0054] The milling device 1 also comprises a milling
tool 5 mounted on the milling head 3 and comprising a
rotation body 6 provided with a rotation axis X, preferably
orthogonal to the sliding direction S of panels P and in
particular horizontal.

[0055] More in detail, with reference to the examples
shown in figures 6-8 and 14-16, the rotation body 6 of
the milling tool 5 extends along the rotation axis X be-
tween a front side 7 thereof, intended to face towards the
cladding edge B to be worked, and a rear side 8 thereof
facing the direction opposite to the front side 7. Advan-
tageously, the front side 7 and the rear side 8 of the ro-
tation body 6 are substantially orthogonal to the rotation
axis X of the rotation body 6 itself.

[0056] In addition, the rotation body 6 is peripherally
provided with a cutting profile 9 extending around the
rotation axis X between the front side 7 and the rear side
8 and intended to act at the operational zone 4 for milling
the cladding edge B of panel P.

[0057] The milling device also comprises driving
means 10 mechanically connected to the milling tool 5
and 10 drive adapted to bring in rotation the rotation body
6 of the latter about the rotation axis X to allow the cutting
profile 9 of the rotation body 6 to mill the cladding edge
B of panel P.

[0058] Thedriving means 10 comprise afirst motor 11,
preferably electric, mounted on the milling head 3 and
provided with an output shaft to which the rotation body
6 of the milling tool 5 is connected to rotate the rotation
body 6 about the rotation axis X, at a speed of forexample
12000 rpm.

[0059] According to the idea at the basis of the present
invention, the cutting profile 9 of the rotation body 6 of
the milling tool 5 has a section with a rounding section
12 of curved shape with concavity facing towards the
front side 7 of the rotation body 6, and an end milling
section 13, substantially straight and extending between
the rounding section 12 and the front side 7. The above
section of the cutting profile is defined on a section plane
radial and parallel to the rotation axis X and in particular
containing the rotation axis X itself.

[0060] According to the invention, the milling device 1
comprises handling means 14 mechanically connected
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to the milling tool 5 and adapted to move such a milling
tool 5 along the rotation axis X between a retracted po-
sition (shown in the example in figure 10) and an ad-
vanced position (shown in the example in figure 11).
[0061] According to the example in figure 10 and 12,
when the milling tool 5 is in the retracted position, the
end milling section 13 of the cutting profile 9 of the rotation
body 6 is arranged in the operational zone 4 to act on
the cladding edge B of panel P to linearly cut end E of
such a cladding edge B, so as to carry out the above end
milling operation.

[0062] In particular, when the milling tool 5 is in the
retracted position, the rounding section 12 is arranged
outside the operational zone 4 not to go in contact with
the cladding edge B of panel P. According to the example
in figure 11 and 13, when the milling tool 5 is in the ad-
vanced position, the rounding section 12 of the cutting
profile 9 of the rotation body 6 is arranged in the opera-
tional zone 4 to act on the cladding edge B of panel P to
round end E of the cladding edge B itself, so as to carry
out the above rounding operation.

[0063] in this way, the subject milling device 1 is able
to perform both end milling operations and rounding op-
erations, avoiding the use of two separate end milling
and rounding units in the edge-banding machine 100,
with consequent reduction in costs and dimensions of
the edge-banding machine 100 itself.

[0064] Advantageously, the rotation body 6 of the mill-
ing tool 5 is peripherally provided with a plurality of teeth
15 arranged around the rotation axis X and on which said
cutting profile 9 is formed.

[0065] In particular, each tooth 15 is provided with a
corresponding section with the rounding section 12 and
the end milling section 13.

[0066] Preferably, the rotation body 6 is provided with
a central hub 16 connected to the output shaft of the first
motor 11 and from which teeth 15 extent radially.
[0067] Suitably, the rotation body 6 of the milling tool
5 is made of a rigid material, preferably metal, such as
steel (such as HSS), sintered metal, etc.

[0068] With reference to the embodiment shown in fig-
ures 8 and 9, the end milling section 13 of the cutting
profile 9 of the rotation body 6 of the milling tool 5 devel-
ops between a first end 17, suitably arranged at the front
side 7 of the rotation body 6, and a second end 18 con-
nected to the rounding section 12.

[0069] According to a first embodiment of the present
invention shown in figures 6-9, the section of the cutting
profile 9 is provided with a joining section 32 fitting con-
necting the rounding section 12 and the second end 18
of the end milling section 13.

[0070] Advantageously, with reference to the example
shown in figure 9, said joining section 32 is inclined with
respect to the rotation axis X of the rotation body 6, ex-
tending in approach to the rotation axis X from the round-
ing section 12 towards the end milling section 13.
[0071] In particular, the joining section 32 is inclined
with respect to the rotation axis X of the rotation body 6
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by ajoining angle p of between 6° and 10°, and preferably
of about 8°.

[0072] Advantageously, the joining section 32 is sub-
stantially straight and in particular has a length of about
1 mm and 3 mm and preferably of about 1 mm.

[0073] According to a second embodiment of the in-
vention shown in figures 14-17, the second end 18 of the
end milling section 13 of the section of the cutting profile
9 is seamlessly joined to the rounding section 12.
[0074] Advantageously, the end milling section 13 of
the cutting profile 9 is inclined with respect to the rotation
axis X of the rotation body 6 by an end milling angle a. of
between 0° and 15°, and preferably greater than 0°.
[0075] Inparticular, the end milling section 13 develops
from its first end 17 to its second end 18 away from the
rotation axis X with inclination equal to said end milling
angle a.

[0076] The above end milling angle o (in particular
greater than 0°) prevents the end milling section 13 of
the cutting profile 9 of the milling tool 5 from going into
contact with the main side of panel P during the milling
operations, preventing damage to such a main side.
[0077] Accordingtothe firstembodimentof the present
invention, shown in particular in the example in figure 9,
the end milling angle o is of between 0° and 3° and is
preferably greater than 0° and, in particular, equal to
about 1°.

[0078] According to the second embodiment of the
present invention, shown in particular in the example in
figure 17, the end milling angle a is of between 6° and
10° and is preferably equal to about 8°.

[0079] Preferably, the end milling section 13 of the cut-
ting profile 9 has a length of at least about 5 millimeters
and in particular of between about 5 mm and 6 mm.
[0080] With reference to the embodiment shown in fig-
ures 3 and 4, the support structure 2 of the milling device
1 comprises a translation guide 19 orthogonal to the ro-
tation axis X of the milling tool 5, and in particular parallel
to the sliding direction S of the sliding lane 102 along
which they panels P to be edged advance.

[0081] The milling device 1 comprises a movable car-
riage 20 slidably mounted on the translation guide 19 and
carrying said milling head 3 mounted.

[0082] The milling device 1 also comprises a second
motor (not shown) mounted on the support structure 2
and mechanically connected to the movable carriage 20
to actuate the latter to slide along the translation guide
19. In particular, the second motor is connected to the
movable carriage 20 through flexible transmission
means, which advantageously consist of a chain
wrapped as a ring on a driving wheel, a tension wheel
and two return wheels.

[0083] The second motor advantageously consists of
an asynchronous motor and is controlled by an inverter
connected to the control unit of the edge-banding ma-
chine 100 having an electronic positioning system which
allows controlling the rotation of the rotor of the second
motor, and thus ultimately that allows controlling the po-
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sition of the movable carriage 20 (and thus of the milling
head 3) along the translation guide 19.

[0084] Preferably,the handling of panels P by the feed-
ing means 105 of the edge-banding machine 100 is as-
sisted by an encoder, also connected to the control unit
and able to produce a pulse signal capable of controlling
the inverter of the second motor so that the movable car-
riage 20 moves perfectly synchronized with panels P.
Accordingly, the second motor controls the translation of
the milling head 3 at the same speed as panels P to follow
the latter in their stroke along the sliding lane 102 of the
edge-banding machine 100.

[0085] Advantageously, the milling head 3 is rotatably
mounted on the movable carriage 20, via a tilting shaft
21, around a transversal axis Y orthogonal to the trans-
lation guide 19 and parallel to the rotation axis X of the
milling tool 5.

[0086] Preferably, the milling device 1 comprises a
third motor 22 integral with the movable carriage 20, me-
chanically connected to the milling head 3 for controlling
the latter to rotate around the tilting shaft 21, and electri-
cally coupled with the second motor to synchronize ac-
cording to predetermined operational steps the rotation
of the milling head 3 with its translation along the trans-
lation guide 19 above the movable carriage 20.

[0087] In particular, the third motor 22 consists of a
reduction unit with worm screw controlled by an inverter
connected to the control unit of the edge-banding ma-
chine 100 and provided with a pulse positioner for a cor-
rect angular positioning of the milling head 3.

[0088] Advantageously,inorderto keep the milling tool
5 during the milling of the cladding edges B of panel P
constantly at a precise distance from edges B, the milling
head 3 comprises afront coupler 23 and a vertical coupler
24, the latter consisting in particular of an idle disc free
to rotate with axis parallel to the rotation axis X of the
rotation body 6 of the milling tool 5. Preferably, the milling
head 3 comprises actuating means 25, 26 adapted to
keep the two couplers 23, 24 constantly resting onto pan-
el P and thus ensure the correct working position of the
milling tool 5.

[0089] Inparticular, the milling device 1 is provided with
a support 27 fixed to the tilting shaft 21 and provided with
a coupling guide 28, orthogonal to the tilting shaft 21 and
to the translation guide 19, and on which coupling guide
28 the milling head 3 is slidably mounted.

[0090] The actuating means 25, 26 advantageously
comprise a first pneumatic actuator 25 which is mounted
on support 27 and is actuated by the control unit to move
the milling head 3 along the coupling guide 28 up to push
the vertical coupler 24 in abutment on the main side of
panel P. The actuating means 25, 26 advantageously
comprise a second pneumatic actuator 26 to move the
front coupler 23 transversely with respect to the sliding
direction S of panel P up to bringing such front coupler
23 in abutment against the cladding edge B of panel P
itself. Advantageously, the milling head 3 comprises a
support body 29 mechanically connected to the support
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structure 2 of the milling device 1 and provided with a
positioning guide substantially straight and parallel to the
rotation axis X of the rotation body 6 of the milling tool 5.
[0091] In particular, the support body 29 of the milling
head 3 is slidably mounted on the coupling guide 28 of
support 27 of the milling device 1.

[0092] Moreover, the milling head 3 comprises a dis-
placementbody 30 slidably constrained to the positioning
guide of the support body 29 and carrying the milling tool
5 rotatably mounted around the rotation axis X.

[0093] In particular, the above displacement body 30
carries mounted the first motor 11 of the driving means
10 adapted to bring in rotation the rotation body 6 of the
milling tool 5.

[0094] The handling means 14 of the milling device 1
are connected to the displacement body 30 and are de-
signed to displace the latter along the positioning guide
of the support body 29 for moving the milling tool 5 be-
tween the retracted position and the advanced position.
[0095] Preferably, the handling means 14 comprise a
linear actuator 31, in particular pneumatic, mounted on
the support body 29 of the milling head 3 and connected
to the displacement body 30 to move the latter along the
positioning guide.

[0096] According to a different embodiment, the han-
dling means 14 may comprise an electric motor or an
electromagnet.

[0097] According to an embodiment variant of the
present invention, the handling means 14 are arranged
to move along the rotation axis X the support structure 2
of the trimmer head milling device 1 or support 27 of the
milling head 3 in order in both cases to move the milling
tool 5 between the retracted position and the advanced
position.

[0098] An object of the present invention is also an
operation method of a milling device 1 of the type de-
scribed above.

[0099] Hereinafter, for simplicity of description, refer-
ence will be made to the same nomenclature introduced
thus far, although it is to be understood that the present
method can also be achieved with devices not provided
with all the features above.

[0100] The method object of the present invention pro-
vides for actuating the rotation body 6 of the milling tool
5 to rotate about the rotation axis X, in particular by the
driving means 10 of the milling device 1.

[0101] The method also provides for positioning the
milling tool 5, selectively, in the retracted position or in
the advanced position, in particular by the handling
means 14 of the milling device 1.

[0102] Withreferencetothe exampleinfigure 12, when
milling tool 5 is in the retracted position, the rotation body
6 acts on the cladding edge B of panel P with the end
milling section 13 of the cutting profile 9 for linearly cutting
one end E of the cladding edge B itself, in order to carry
out an end milling operation of the cladding edge B.
[0103] In particular, when the milling tool 5 is in the
retracted position, the rounding section 12 of the cutting
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profile 9 of the rotation body 6 is arranged outside the
operational zone 4 of the milling head 3 not to go in con-
tact with the cladding edge B of panel P.

[0104] Withreferencetothe exampleinfigure 13, when
milling tool 5 is in the advanced position, the rotation body
6 acts on the cladding edge B of panel P with the rounding
section 12 of the cutting profile 9 for rounding end E of
the cladding edge B itself, thus carrying out a rounding
operation of the cladding edge B.

[0105] In particular, the above method is carried out in
an edge-banding operation of panel P preferably ob-
tained by the edge-banding machine 100.

[0106] This method allows carrying out an end trim-
ming step of the cladding edge B of panel P or a rounding
step of the cladding edge B, depending on the position
(retracted or advanced, respectively) controlled to the
milling tool 5.

[0107] Theedge-banding process provides for passing
panel P through the edge-banding machine 100 from the
inlet port 103 to the outlet port 104 of the latter along the
sliding lane 102. At each passage of panel P, the oper-
ating units 108, 109, 110 of the edge-banding machine
100 apply a cladding edge B to one of sides L of panel P.
[0108] More in detail, in each passage, an operator
must introduce panel P into the edge-banding machine
100 at the inlet port 103 of the latter, in such a way that
the feeding means 105 of the edge-banding machine 100
advance panel P along the sliding lane 102 of the same
edge-banding machine 100.

[0109] The edge-banding process comprises a step of
grinding side L of panel P to be edge-banded, by means
of the above grinding unit 108 of the edge-banding ma-
chine, in order in particular to eliminate irregularities on
side L.

[0110] A gluing step is then provided for a portion of
the edging tape on side L of panel P, in particular obtained
through the above gluing unit 109, in such a way as to
attach a cladding edge B to side L of panel P.

[0111] In particular, the cladding edge B applied in this
gluing step protrudes beyond the end edges and beyond
the sides of side L of panel P.

[0112] The edge-banding process comprises, in par-
ticular after the gluing step, a trimming step, obtained in
particular through the trimming unit 110 of the edge-
banding machine 100, to remove the portions of the clad-
ding edge B protruding from the sides of side L of panel P.
[0113] The edge-banding process includes a trimming
step for linearly trimming the cladding edge B at the end
edges of panel P, and/or a rounding step of the cladding
edge B to perform an angular joining and rounding
processing and at the end edges of panel P.

[0114] Such end trimming and rounding steps are both
carried out by the milling device 1 by the operation meth-
od object of the present invention.

[0115] Functionally, a photocell detects the arrival of
panel P at the milling device 1, notifying it to the control
unit of the edge-banding machine 100, which actuates
the milling device 1.



13 EP 3 248 745 B1

[0116] More in detail, the control unit controls the driv-
ing means 10 (and in particular the first motor 11) to bring
in rotation the rotation body 6 of the milling too01 5 of the
milling device 1.

[0117] Moreover, the control unit controls the second
motor of the milling device 1 to actuate the movable car-
riage 20 (with the milling head 3 thereon) to slide along
the translation guide 19 to follow panel P advancing along
the sliding lane 102.

[0118] Inaddition, the control unit controls the third mo-
tor 22 of the milling device 1 to bring in rotation the milling
head 3 at the front end edge of side L of panel P so that
the milling tool 5 cuts the cladding edge B at such a front
edge.

[0119] The control unit then controls the milling device
1 to work the cladding edge B at the rear end edge of
side L of panel P, through movements of translation and
rotation of the milling head 3 similar to those described
above for the processing of the front end edge of side L
of panel P.

[0120] The activation of the (rotation and translation)
movements of the milling head 3 to perform processing
at the rear end edge is achieved due to a sensor con-
nected to the control unit that detects the length of panel
P and therefore allows knowing when the latter has gone
past the milling device 1.

[0121] If the edge-banding process involves perform-
ing the end milling step, the milling device 1 is set, in
particular through the control unit controlled by the oper-
ator, to arrange the milling tool 5 in said retracted position
in order to cut the cladding edge B by the (straight) end
milling section 13 of the cutting profile 9 of the rotation
body 6 of the milling device 5.

[0122] If the edge-banding process involves perform-
ing the rounding step, the milling device 1 is set, in par-
ticular through the control unit controlled by the operator,
to arrange the milling tool 5 in the advanced position in
order to cut the cladding edge B by the (arched) rounding
section 12 of the cutting profile 9 of the rotation body 6
of the milling device 5.

[0123] In particular, the operation method of the milling
device 1 can provide for setting or set the latter to carry
out a rounding operation of the cladding edge B at the
front edge of side L of panel P and an end trimming op-
eration of the cladding edge B at the rear edge of side L
of panel P, or vice versa.

[0124] Theinvention thus conceived thus achieves the
intended purposes.

Claims

1. Edge-banding machine (100), comprising:
- a support frame (101) provided with a sliding
lane (102) extending between an inlet port (103)

and an outlet port (104) according to a sliding
direction (S) substantially rectilinear;
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- advancement means (105) designed to move
panels (P) to advance along said sliding lane
(102) from the inlet port (102) to the outlet port
(104); each said panel (P) being provided with
two main faces parallel and opposite to each
other and connected together along the perim-
eter on four sides (L), each said side (L) extend-
ing longitudinally between a front end edge and
arear end edge and being delimited in width by
two longitudinal parallel sides;

- a gluing unit (109) mounted on said support
frame (101) along said sliding lane (102) and
designed to glue an edging tape on one of said
sides (L) of said panel (P) to form a cladding
edge (B);

- a trimming unit (110) arranged downstream of
said gluing unit (109) and designed to cut the
portions of said cladding edge (B) protruding be-
yond the longitudinal sides of the side (L) of said
panel (P);

- a milling device (1) mounted on the support
frame (101) of said edge-banding machine (100)
along said sliding lane (102) downstream of said
gluing unit (109), and designed to mill the por-
tions of said cladding edge (B) which protrude
beyond the end edges of the corresponding side
(L) of said panel (P), thereby defining two ends
(E) of said cladding edge (B) aligned with the
edges ofthe corresponding side (L) of said panel
P);

- a control unit (100) adapted to control in an
automated or semi-automated manner said glu-
ing unit (109) and said trimming unit (110);

wherein said milling device (1) comprises:

- a support structure (2) fixed to the support
frame (101) of said the edge-banding machine
(100);

- a milling head (3) mounted on said support
structure (2) and provided with an operational
zone (4) in which a cladding edge (B) of a panel
(P) is susceptible of passing;

- a milling tool (5) mounted on said milling head
(3) and comprising a rotation body (6), which is
provided with a rotation axis (X) orthogonal to
said sliding direction (S), it extends with respect
to said rotation axis (X) between a front side (7)
and arear side (8), and itis provided peripherally
with a cutting profile (9) developing around said
rotation axis (X), extending between said front
side (7) and said rear side (8) and intended to
act at said operational zone (4) of the milling
head to mill the cladding edge (B) of said panel
P);

- driving means (10) mechanically connected to
said milling tool (5) and adapted to bring said
rotation body (6) into rotation around said rota-
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tion axis (X); wherein said driving means (10)
comprise a first motor (11) mounted on said mill-
ing head (3) and provided with an output shaft
to which the rotation body (6) of said milling tool
(5) is connected to rotate said rotation body (6)
about said rotation axis (X);

wherein said milling head (3) comprises:

- a support body (29) mechanically connected
to said support structure (2) and provided with
a positioning guide substantially straight and
parallel to said rotation axis (X);

- a displacement body (30) slidably constrained
to said positioning guide and carrying said mill-
ing tool (5) mounted rotatably around said rota-
tion axis (X);

wherein said handling means (14) comprise
atleast alinear actuator (31), are connected
to said displacement body (30) and are de-
signed to displace said displacement body
(30) along said positioning guide to move
said milling tool (5) between said retracted
position and said advanced position;

said edge-banding machine (100) being
characterized in that the cutting profile (9)
of said rotation body (6) is provided with a
section, defined on a radial section plane
and parallel to said rotation axis (X), having
a rounding section (12), of arched shape
with the concavity facing towards said front
side (7), and a straight end milling section
(13) extending between said rounding sec-
tion (12) and said front side (7) and inclined
with respect to said rotation axis (X) by an
end milling angle (o) comprised between 0°
and 15°; wherein the end milling section
(13) of the cutting profile (9) of the rotation
body (6) of said milling tool (5) develops be-
tween a first end (17) arranged at the front
side (7) of said rotation body (6), and a sec-
ond end (18) connected to said rounding
section (12);

said milling device (1) comprising handling
means (14) mechanically connected to said
milling tool (5) and, by means of said control
unit(100), arranged to move said milling tool
(5) along said rotation axis (X) between:

- a retracted position, in which the end
milling section (13) of the cutting profile
(9) of said rotation body (6) is arranged
in said operational zone (4) to act on
the cladding edge (B) of said panel (P)
to linearly cut one end (E) of said clad-
ding edge (B),

- and an advanced position, in which
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the rounding section (12) of the cutting
profile (9) of said rotation body (6) is
arranged in said operational zone (4)
to act on the cladding edge (B) of said
panel (P) to round the end (E) of said
cladding edge (B);

and in that the support structure (2) of said
milling device (1) comprises a translation
guide (19) orthogonal to the rotation axis (X)
of said milling tool (5) and parallel to the
sliding direction (S) of said sliding lane
(102);

wherein said milling device (1) comprises:

- a movable carriage (20) slidably
mounted on said translation guide (19)
and carrying said milling head (3)
mounted;

- a second motor mounted on said sup-
port structure (2) and mechanically
connected to said movable carriage
(20) to actuate said movable carriage
(20) to slide along said translation guide
(19).

Edge-banding machine (100) according to claim 1,
characterized in that said end milling angle (a) is
comprised between 0° and 3°.

Edge-banding machine (100) according to claim 1,
characterized in that said end milling angle (a) is
comprised between 6° and 10°.

Edge-banding machine (100) according to any one
of the preceding claims, characterized in that the
section of said cutting profile (9) is provided with a
connecting section (32) placed in connection be-
tween said rounding section (12) and said end milling
section (13) and inclined with respect to said rotation
axis (X) extending towards said rotation axis (X) from
said rounding section (12) to said end milling section
(13).

Edge-banding machine (100) according to claim 4,
characterized in that said connecting section (32)
is inclined with respect to said rotation axis (X) by a
connecting angle (o) comprised between 6° and 10°.

Edge-banding machine (100) according to claim 4
or 5, characterized in that said connecting section
(32) is straight.

Edge-banding machine (100) according to any one
of the preceding claims, characterized in that the
end milling section (13) of said cutting profile (9) is
at least 5 millimeters in length.
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Edge-banding machine (100) according to any one
of the preceding claims, characterized in that the
rotation body (6) of said milling tool (5) is peripherally
provided with a plurality of teeth (15) arranged
around said rotation axis (X) and on which teeth (15)
said cutting profile is obtained (9).

Edge-banding machine (100) according to any one
of the preceding claims, characterized in that:

- said milling head (3) is rotatably mounted on
said movable carriage (20), via a tilting shaft
(21), around a transversal axis (Y) orthogonal
to said translation guide (19) and parallel to the
rotation axis (X) of said milling tool (5);

- said milling device (1) comprises a third motor
(22) mounted on said movable carriage (20),
mechanically connected to said milling head (3)
to control said milling head (3) to rotate around
said transversal axis (Y), and electrically cou-
pled with said second motor so as to synchro-
nize the rotation of said milling head (3) around
said transversal axis (Y) with the translation of
said milling head (3) along said translation guide
(19) above said movable carriage (20).

10. Edge-banding process using the edge-banding ma-

chine (100) according to any one of the preceding
claims, wherein said edge-banding process com-
prises the step of passing said panel (P) through said
edge-banding machine (100) from said inlet port
(103) to said outlet port (104) along said sliding lane
(102), wherein, at each passage of panel (P), said
operating units (109, 110) of the edge-banding ma-
chine (100) apply a cladding edge (B) to one of sides
(L) of said panel (P);

wherein at each passage of panel (P), said edge-
banding process comprises:

- a gluing step for a portion of an edging tape on
the side (L) of said panel (P), obtained through
said gluing unit (109), in such a way as to attach
a cladding edge (B) to the side (L) of said panel
(P), wherein the cladding edge (B) applied in
said gluing step protrudes beyond the end edges
and beyond the longitudinal sides of the side (L)
of said panel (P);

- after said gluing step, a trimming step, obtained
through said trimming unit (110), to remove the
portions of said cladding edge (B) protruding
from the longitudinal sides of the side (L) of said
panel (P);

- a trimming step for linearly trimming the clad-
ding edge (B) atthe end edges of said panel (P),
and/or a rounding step of the cladding edge (B)
to perform an angular joining and rounding
processing at the end edges of panel (P);
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wherein said end trimming and rounding steps are
both carried out by said milling device (1) by an op-
eration method of said milling device (1), such meth-
od providing for:

- said control unit controls the second motor of
said milling device (1) to actuate said movable
carriage 20 to slide along said translation guide
(19) to follow panel (P) advancing along said
sliding lane (102);

- the operation of the rotation body (6) of said
milling tool (5) to rotate around said rotation axis
(X); wherein said control unit controls the first
motor (11) of said driving means (10) to bring in
rotation the rotation body (6) of said milling tool
(3)

- selective positioning of said milling tool (5):

- in a retracted position, in which said rota-
tion body (6) of said milling tool (5) acts on
said cladding edge (B) with the end milling
section (13) of said cutting profile (9), to lin-
early cut one end (E) of said cladding edge
(B),

- in an advanced position, in which the ro-
tation body (6) of said milling tool (5) acts
on said cladding edge (B) with the rounding
section (12) of said cutting profile (9), to
round the end (E) of said cladding edge (B);

wherein:

- if said edge-banding process involves perform-
ing said end milling step, said milling device (1)
is set, by means of said control unit (100), to
arrange the milling tool (5) in said retracted po-
sition in order to cut the cladding edge (B) by
the straight end milling section (13) of the cutting
profile (9) of the rotation body (6) of said milling
device (1);

- if said edge-banding process involves perform-
ing the rounding step, said milling device 1 is
set, by means of said control unit (100), to ar-
range said milling tool (5) in the advanced posi-
tion in order to cut the cladding edge (B) by the
arched rounding section (12) of the cutting pro-
file (9) of the rotation body (6) of said milling
device (1).

11. Edge-banding process according to claim 10, char-

acterized in that, when said milling tool (5) is in said
retracted position, the rounding section (12) of the
cutting profile (9) of said rotation body (6) is arranged
outside the operational zone (4) of said milling head

)
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Patentanspriiche

1.

Kantenanleimmaschine (100), umfassend:

- einen Tragrahmen (101), der mit einer zwi-
schen einer Eingangsoéffnung (103) und einer
Ausgangsoffnung (104) in einer Gleitrichtung
(S) im Wesentlichen geradlinig verlaufenden
Gleitbahn (102) ausgestattet ist;

- Vorschubmittel (105), die darauf ausgelegt
sind, Platten (P) zu ihrer Beférderung entlang
der genannten Gleitbahn (102) von der Ein-
gangsoffnung (102) zu der Ausgangsoffnung
(104) zu bewegen; wobei jede genannte Platte
(P) mit zwei parallelen und einander gegentiber-
liegenden und entlang des Umfangs an vier Sei-
ten (L) miteinander verbundenen Hauptseiten
ausgestattet ist, wobei jede Seite (L) langs zwi-
schen einer vorderen Endkante und einer hin-
teren Endkante verlauft und in der Breite von
zwei langs verlaufenden parallelen Seiten be-
grenzt wird;

- eine Klebeeinheit (109), die an dem genannten
Tragrahmen (101) entlang der genannten Gleit-
bahn (102) montiert und darauf ausgelegt ist,
ein Kantenband an einer der genannten Seiten
(L) der genannten Platte (P) zu verkleben, um
eine Verkleidungskante (B) zu bilden;

- eine Kappeinheit (110), die der genannten Kle-
beeinheit (109) nachgeschaltet angeordnet und
darauf ausgelegt ist, die Uber die Langsseiten
der Seite (L) der genannten Platte (P) vorste-
henden Abschnitte der genannten Verklei-
dungskante (B) abzuschneiden;

- eine Frasvorrichtung (1), die an dem Tragrah-
men (101) der genannten Kantenanleimmaschi-
ne (100) entlang der genannten Gleitbahn (102)
der genannten Klebeeinheit (109) nachgeschal-
tet montiert und darauf ausgelegt ist, die Ab-
schnitte der genannten Verkleidungskante (B)
zu frasen, die Uber die Kante der entsprechen-
den Seite (L) der genannten Platte (P) vorstehen
und dadurch zwei Enden (E) der genannten Ver-
kleidungskante (B) zu definieren, die mit den
Kanten der entsprechenden Seite (L) der ge-
nannten Platte (P) ausgerichtet sind;

- ein Steuergerat (100), das geeignet ist, die ge-
nannte Klebeeinheit (109) und die genannte
Kappeinheit (110) auf automatische oder halb-
automatische Weise zu steuern;

wobei die genannte Frasvorrichtung (1) Folgendes
umfasst:

- eine Tragstruktur (2), die an dem Tragrahmen
(101) der genannten Kantenanleimmaschine
(100) befestigt ist;

- einen Fraskopf (3), der an der genannten
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Tragstruktur (2) montiert und mit einem Arbeits-
bereich (4) ausgestattet ist, in dem eine Verklei-
dungskante (B) einer Platte (P) geeignet ist, zu
passieren;

- ein Fraswerkzeug (5), das auf dem genannten
Fraskopf (3) montiert ist und einen Rotations-
kérper (6) umfasst, der mit einer zu der genann-
ten Gleitrichtung (S) orthogonalen Drehachse
(X) ausgestattet ist, im Verhaltnis zu der ge-
nannten Drehachse (X) zwischen einer Vorder-
seite (7) und einer Riickseite (8) verlauft und
rundum mit einem um die genannte Drehachse
(X) verlaufenden Schneidprofil (9) ausgestattet
ist, das zwischen der genannten Vorderseite (7)
und der genannten Riickseite (8) verlauft und
dazu bestimmt ist, an dem genannten Arbeits-
bereich (4) des Fraskopfes einzugreifen, um die
Verkleidungskante (B) der genannten Platte (P)
zu frasen;

- Antriebsmittel (10), die mechanisch mit dem
genannten Fraswerkzeug (5) verbunden und
geeignet sind, den genannten Rotationskdrper
(6) um die genannte Drehachse (X) in Drehung
zu versetzen; wobei die genannten Antriebsmit-
tel (10) einen an dem genannten Fraskopf (3)
montierten ersten Motor (11) umfassen, der mit
einer Antriebswelle ausgestattet ist, mit der der
Rotationskérper (6) des genannten Fraswerk-
zeugs (5) verbunden ist, um den genannten Ro-
tationskorper (6) um die genannte Drehachse
(X) zu drehen;

wobei der genannte Fraskopf (3) Folgendes um-
fasst:

- einen Stutzkorper (29), der mechanisch mit der
genannten Tragstruktur (2) verbunden und mit
einer im Wesentlichen geraden und zu der ge-
nannten Drehachse (X) parallelen Positionier-
fuhrung ausgestattet ist;

- einen Verschiebungskorper (30), der ver-
schiebbar an der genannten Positionierfiihrung
gehalten wird und das drehbar um die genannte
Drehachse (X) montierte genannte Fraswerk-
zeug (5) tragt;

wobei die genannten Handhabungsmittel (14)
mindestens einen linearen Stellantrieb (31) um-
fassen, mit dem genannten Verschiebungskor-
per (30) verbunden und darauf ausgelegt sind,
den genannten Verschiebungskoérper (30) ent-
lang der genannten Positionierungsfiihrung zu
versetzen, um das genannte Fraswerkzeug (5)
zwischen der genannten zuriickgezogenen und
der genannten vorgeschobenen Position zu be-
wegen;

wobei die genannte Kantenanleimmaschine
(100) dadurch gekennzeichnet ist, dass das
Schneidprofil (9) des genannten Rotationskor-
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pers (6) mit einem Abschnitt versehen ist, derin
einer radialen Schnittebene definiert und zu der
genannten Drehachse (X) parallel ist, der einen
bogenférmigen Rundungsabschnitt (12) mit zu
der genannten Vorderseite (7) gerichteter Kon-
kavitat aufweist und einen geraden Stirnfrasab-
schnitt (13), der zwischen dem genannten Run-
dungsabschnitt (12) und der genannten Vorder-
seite (7) verlauft und im Verhaltnis zu der ge-
nannten Drehachse (X) um einen Stirnfraswin-
kel (o) zwischen 0° und 15° geneigt ist; wobei
der Stirnfrasabschnitt (13) des Schneidprofils
(9) des Rotationskérpers (6) des genannten
Fraswerkzeugs (5) zwischen einem an der Vor-
derseite (7) des genannten Rotationskdrpers (6)
angeordneten ersten Ende (17) und einem mit
dem genannten Abrundungsabschnitt (12) ver-
bundenen zweiten Ende (18) verlauft;

wobei die genannte Frasvorrichtung (1) Hand-
habungsmittel (14) umfasst, die mechanische
mit dem genannten Fraswerkzeug (5) verbun-
den sind und mittels des genannten Steuerge-
rats (100)angeordnetwerden, umdas genannte
Fraswerkzeug (5) entlang der genannten Dreh-
achse (X) zu bewegen, zwischen:

- einer zurlickgezogenen Position, in der
der Stirnfrasabschnitt (13) des Schneidpro-
fils (9) des genannten Rotationskérper (6)
in dem genannten Arbeitsbereich (4) ange-
ordnetist, um aufder Verkleidungskante (B)
der genannten Platte (P) einzugreifen und
eine Ende (E) der genannten Verkleidungs-
kante (B) linear abzuschneiden,

-und einer vorgeschobenen Position, in der
der Rundungsabschnitt (12) des Schneid-
profils (9) des genannten Rotationskorpers
(6) in dem genannten Arbeitsbereich (4) an-
geordnet ist, um auf der Verkleidungskante
(B) der genannten Platte (P) einzugreifen,
um das Ende (E) der genannten Verklei-
dungskante (B) zu runden,

und dadurch, dass die Tragstruktur (2) der Fras-
vorrichtung (1) eine zu der Drehachse (X) des
genannten Fraswerkzeugs (5) orthogonale und
zu der Gleitrichtung (S) der genannten Gleit-
bahn (102) parallele Verschiebungsfiihrung
(19) umfasst;

wobei die genannte Frasvorrichtung (1) Folgen-
des umfasst:

- einen beweglichen Schlitten (20), der ver-
schiebbar auf der genannten Verschie-
bungsfiihrung (19) montiert ist und den ge-
nannten Fraskopf (3) montiert tragt;

- einen zweiten Motor, der an der genannten
Tragstruktur (2) montiert und mechanisch
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mit dem genannten beweglichen Schlitten
(20) verbunden ist, um den genannten be-
weglichen Schlitten (20) zu betatigen, damit
dieser entlang der genannten Verschie-
bungsfiihrung (19) gleitet.

Kantenanleimmaschine (100) nach Anspruch 1, da-
durch gekennzeichnet, dass der genannte Stirn-
fraswinkel (o)) zwischen 0° und 3° betragt.

Kantenanleimmaschine (100) nach Anspruch 1, da-
durch gekennzeichnet, dass der genannte Stirn-
fraswinkel (o)) zwischen 6° und 10° betragt.

Kantenanleimmaschine (100) nach einem beliebi-
gendervorangegangenen Anspriiche, dadurch ge-
kennzeichnet, dass der Querschnittdes genannten
Schneidprofils (9) mit einem als Verbindung zwi-
schen dem genannten Rundungsabschnitt (12) und
dem genannten Stirnfrdsabschnitt (13) platzierten
Verbindungsabschnitt (32) ausgestattet ist, der im
Verhaltnis zu der genannten Drehachse (X) geneigt
ist und von dem genannten Rundungsabschnitt (12)
zu dem genannten Stirnfrasabschnitt (13) in Rich-
tung der genannten Drehachse (X) verlauft.

Kantenanleimmaschine (100) nach Anspruch 4, da-
durch gekennzeichnet, dass der genannte Verbin-
dungsabschnitt (32) im Verhaltnis zu der genannten
Drehachse (X) um einen Verbindungswinkel (o) zwi-
schen 6° und 10° geneigt ist.

Kantenanleimmaschine (100) nach Anspruch 4 oder
5, dadurch gekennzeichnet, dass der genannte
Verbindungsabschnitt (32) gerade ist.

Kantenanleimmaschine (100) nach einem beliebi-
gender vorangegangenen Anspriiche, dadurch ge-
kennzeichnet, dass der Stirnfrasabschnitt (13) des
genannten Schneidprofils (9) in der Lange mindes-
tens 5 Millimeter betragt.

Kantenanleimmaschine (100) nach einem beliebi-
gender vorangegangenen Anspriiche, dadurch ge-
kennzeichnet, dass der Rotationskérper (6) des ge-
nannten Fraswerkzeugs (5) am Rand mit einer Viel-
zahl von um die genannte Drehachse (X) angeord-
neten Zahnen (15) ausgestattet ist und auf diesen
Zahnen (15) das genannte Schneidprofil (9) erzielt
wird.

Kantenanleimmaschine (100) nach einem der vor-
angegangenen Anspriiche, dadurch gekennzeich-
net, dass:

- der genannte Fraskopf (3), mit Hilfe einer kipp-
baren Welle (21), um eine Querachse (Y) ortho-
gonal zu der genannten Verschiebungsfiihrung
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(19) und parallel zu der Drehachse (X) des ge-
nannten Fraswerkzeugs (5) drehbar auf dem
genannten beweglichen Schlitten (20) montiert
ist;

- die genannte Frasvorrichtung (1) einen auf
dem genannten beweglichen Schlitten (20)
montierten dritten Motor (22) umfasst, der me-
chanisch mit dem genannten Fraskopf (3) ver-
bundenist, umden genannten Fraskopf(3)beim
Drehenumdie genannte Querachse (Y)zu steu-
ern, und elektrisch mit dem genannten zweiten
Motor gekoppelt ist, um die Drehung des ge-
nannten Fraskopfes (3) um die genannte Quer-
achse (Y) mit der Verschiebung des genannten
Fraskopfes (3) entlang der genannten Verschie-
bungsfiihrung (19) Gber dem genannten beweg-
lichen Schlitten (20) zu synchronisieren.

10. Betriebsverfahren der Kantenanleimmaschine, bei

demdie Kantenanleimmaschine (100) gemaf einem
beliebigen der vorangegangenen Anspriiche einge-
setzt wird, bei dem das genannte Kantenanleimver-
fahren den Schritt des Durchlaufs der genannten
Platte (P) durch die genannte Kantenanleimmaschi-
ne (100) von der genannten Eingangséffnung (103)
zu der genannten Ausgangsoffnung (104) entlang
der genannten Gleitbahn (102) umfasst, wobei bei
jedem Durchlauf der Platte (P) die genannten Ar-
beitseinheiten (109, 110) der Kantenanleimmaschi-
ne (100) eine Verkleidungskante (B) an einer der
Seiten (L) der genannten Platte (P) anbringen;

wobei bei jedem Durchlauf der Platte (P) das ge-
nannte Kantenanleimverfahren Folgendes umfasst:

- einen Klebeschritt fir einen Abschnitt des Kan-
tenbands an der Seite (L) der genannten Platte
(P), der uber die genannte Klebeeinheit (109)
so erzielt wird, dass eine Verkleidungskante (B)
an der Seite (L) der genannten Platte (P) ange-
bracht wird, wobei die bei dem genannten Kle-
beschritt angebrachte Verkleidungskante (B)
Uber die Endkanten und Uber die Langsseiten
der Seite (L) der genannten Platte (P) vorsteht;
- nach dem genannten Klebeschritt einen Kapp-
schritt, der Uber die genannte Kappeinheit (110)
erzielt wird, um die Abschnitte der genannten
Verkleidungskante (B) zu entfernen, die von den
Langsseiten der Seite (L) der genannten Platte
(P) vorstehen;

- einen Kappschritt zum linearen Abschneiden
der Verkleidungskante (B) an den Endkanten
der genannten Platte (P) und/oder einen Run-
dungsschritt der Verkleidungskante (B), um ein
winkliges Flige- und Rundungsverfahren an den
Endkanten der Platte (P) auszufiihren;

wobei die genannten Kapp- und Rundungsschritte
beide von der genannten Frasvorrichtung (1) durch
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ein Betriebsverfahren der genannten Frasvorrich-
tung (1) ausgefihrt werden, wobei dieses Verfahren
dafur sorgt:

- dass das genannte Steuergerat den zweiten
Motor der genannten Frasvorrichtung (1) steu-
ert, um den genannten beweglichen Schlitten
(20) in Bewegung zu versetzen, damit dieser
entlang der genannten Verschiebungsfiihrung
(19) gleitet und der entlang der genannten Gleit-
bahn (102) beférderten Platte (P) folgt;

- dass der Rotationskdrper (6) des genannten
Fraswerkzeugs (5) um die genannte Drehachse
(X) herum in Drehung versetzt wird; wobei das
genannte Steuergerat den ersten Motor (11) der
genannten Antriebsmittel (10) steuert, um den
Rotationskérper (6) des genannten Fraswerk-
zeugs (5) in Drehung zu versetzen;

- das genannte Fraswerkzeug (5) wahlweise zu
positionieren:

- in einer zuriickgezogenen Position, in der
der genannte Rotationskorper (6) des ge-
nannten Fraswerkzeugs (5) auf der ge-
nannten Verkleidungskante (B) mit dem
Stirnfrasabschnitt (13) des genannten
Schneidprofils (9) eingreift, um ein Ende (E)
dergenannten Verkleidungskante (B) linear
abzuschneiden,

- in einer vorgeschobenen Position, in der
der genannte Rotationskorper (6) des ge-
nannten Fraswerkzeugs (5) auf der ge-
nannten Verkleidungskante (B) mit dem
Rundungsabschnitt (12) des genannten
Schneidprofils (9) eingreift, um das Ende
(E) der genannten Verkleidungskante (B)
zu runden,

wobei:

- wenn das genannte Kantenanleimverfahren
das Ausflihren des genannten Stirnfrasschritts
beinhaltet, die genannte Frasvorrichtung (1) mit
Hilfe des genannten Steuergerats (100) einge-
stellt wird, um das Fraswerkzeug (5) in der ge-
nannten zuriickgezogenen Position anzuord-
nen und die Verkleidungskante (B) von dem ge-
raden Stirnfrasabschnitt (13) des Schneidprofils
(9) des Rotationskorpers (6) der genannten
Frasvorrichtung (1) abzuschneiden;

- wenn das genannte Kantenanleimverfahren
das Ausfilhren des genannten Rundungs-
schritts beinhaltet, die genannte Frasvorrich-
tung (1) mit Hilfe des genannten Steuergerats
(100) eingestellt wird, um das Fraswerkzeug (5)
in der genannten vorgeschobenen Position an-
zuordnen, um die Verkleidungskante (B) von
dem bogenférmigen Rundungsabschnitt (12)
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des Schneidprofils (9) des Rotationskérpers (6)
der genannten Frasvorrichtung (1) abzuschnei-
den.

11. Kantenanleimverfahren nach Anspruch 10, da-
durch gekennzeichnet, dass, wenn das genannte
Fraswerkzeug (5) sich in der genannten zuriickge-
zogenen Position befindet, der Rundungsabschnitt
(12) des Schneidprofils (9) des genannten Rotati-
onskoérpers (6) auBerhalb des Arbeitsbereichs (4)
des genannten Fraskopfes (3) angeordnet ist.

Revendications
1. Machine de plaquage de chants (100), comprenant :

- un chassis de support (101) pourvu d’'une ban-
de coulissante (102) s’étendant entre un orifice
d’entrée (103) et un orifice de sortie (104) sui-
vant une direction de coulissement (S) sensible-
ment rectiligne ;

- des moyens d’avancement (105) congus pour
déplacer les panneaux (P) afin de les faire avan-
cer le long de ladite bande coulissante (102) de
I'orifice d’entrée (102) a I'orifice de sortie (104) ;
chacun desdits panneaux (P) étant pourvu de
deux faces principales paralleles et opposées
'une al'autre etreliées ensemble le long du pé-
rimétre au niveau de quatre cbtés (L), chacun
desdits cotés (L) s’étendant de fagon longitudi-
nale entre un bord d’extrémité avant et un bord
d’extrémité arriere et étant délimité en largeur
par deux c6tés paralléles longitudinaux ;

- une unité de collage (109) montée sur ledit
chassis de support (101) le long de ladite bande
coulissante (102) et congue pour coller une ban-
de de chant sur un desdits c6tés (L) dudit pan-
neau (P) pour former un bord de revétement
(B);

- une unité de coupe (110) disposée en aval de
ladite unité de collage (109) et congue pour cou-
per les parties dudit bord de revétement (B) fai-
sant saillie au-dela des c6tés longitudinaux du
coté (L) dudit panneau (P) ;

- un dispositif de fraisage (1) monté sur le chas-
sis de support (101) de ladite machine de pla-
quage de chants (100) le long de ladite bande
coulissante (102) en aval de ladite unité de col-
lage (109), et congu pour fraiser les parties dudit
bord de revétement (B) qui font saillie au-dela
des bords d’extrémité du coté correspondant (L)
dudit panneau (P), définissant ainsi deux extré-
mités (E) dudit bord de revétement (B) alignées
avec les bords du cété correspondant (L) dudit
panneau (P) ;

- une unité de commande (100) apte a contrdler
ladite unité de collage (109) et ladite unité de
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coupe (110) de maniére automatique ou semi-
automatique ;

dans laquelle ledit dispositif de fraisage (1)
comprend :

- une structure de support (2) fixée au chassis
de support (101) de ladite machine de plaquage
de chants (100) ;

- une téte de fraisage (3) montée sur ladite struc-
ture de support (2) et pourvue d’'une zone opé-
rationnelle (4) dans laquelle un bord de revéte-
ment (B) d’'un panneau (P) est susceptible de
passer ;

- un outil de fraisage (5) monté sur ladite téte de
fraisage (3) et comprenant un corps de pivote-
ment (6) qui est muni d’'un axe de rotation (X)
orthogonal a ladite direction de coulissement
(S), il s’étend par rapport audit axe de rotation
(X) entre un coté avant (7) et un cété arriere (8)
et il est pourvu d’un profil de coupe (9) périphé-
riqgue se développant autour dudit axe de rota-
tion (X), s’étendant entre ledit c6té avant (7) et
ledit coté arriere (8) et destiné a agir au niveau
de ladite zone opérationnelle (4) de la téte de
fraisage pour fraiser le bord de revétement (B)
dudit panneau (P) ;

- des moyens d’actionnement (10) reliés de fa-
¢on mécanique audit outil de fraisage (5) et ap-
tes a entrainer en rotation ledit corps de pivote-
ment (6) autour dudit axe de rotation (X) ; dans
laquelle lesdits moyens d’actionnement (10)
comprennent un premier moteur (11) monté sur
ladite téte de fraisage (3) et pourvu d'un arbre
de sortie auquel le corps de pivotement (6) dudit
outil de fraisage (5) est relié pour faire tourner
ledit corps de pivotement (6) autour dudit axe
de rotation (X) ;

dans laquelle ladite téte de fraisage (3) comprend :

- un corps de support (29) relié de fagon méca-
nique a ladite structure de support (2) et pourvu
d'un guide de positionnement sensiblement
droit et paralléle audit axe de rotation (X) ;

- un corps de déplacement (30) fixé de maniere
coulissante audit guide de positionnement et
portant ledit outil de fraisage (5) monté de ma-
niére rotative autour dudit axe de rotation (X) ;
dans laquelle lesdits moyens de manipulation
(14) comprennent au moins un actionneur li-
néaire (31), sont reliés audit corps de déplace-
ment (30) et sont congus pour déplacer ledit
corps de déplacement (30) le long dudit guide
de positionnement pour mettre en mouvement
ledit outil de fraisage (5) entre ladite position ré-
tractée et ladite position avancée ;

ladite machine de plaquage de chants (100)
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étant caractérisée en ce que le profil de coupe
(9) dudit corps de pivotement (6) est pourvu
d’une section, définie surun plan de coupe radial
et parallele audit axe de rotation (X), ayant une
sectiond’arrondissage (12), enformed’arcavec
la concavité faisant face audit cété avant (7), et
une section de fraisage d’extrémité (13) droite
s’étendant entre ladite section d’arrondissage
(12) et ledit coté avant (7) et inclinée par rapport
audit axe de rotation (X) d’un angle de fraisage
d’extrémité (o) compris entre 0° et 15° ; dans
laquelle la section de fraisage d’extrémité (13)
du profil de coupe (9) du corps de pivotement
(6) dudit outil de fraisage (5) se développe entre
une premiére extrémité (17) disposée au niveau
du cété avant (7) dudit corps de pivotement (6),
etune seconde extrémité (18)reliée a ladite sec-
tion d’arrondissage (12) ;

ledit dispositif de fraisage (1) comprenant des
moyens de manipulation (14) reliés de fagon
mécanique audit outil de fraisage (5) et, au
moyen de ladite unité de commande (100), dis-
posés pour mettre en mouvement ledit outil de
fraisage (5) le long dudit axe de rotation (X)
entre :

- une position rétractée, dans laquelle la
section de fraisage d’extrémité (13) du profil
de coupe (9) dudit corps de pivotement (6)
est disposée dans ladite zone opérationnel-
le (4) pour agir sur le bord de revétement
(B) dudit panneau (P) afin de couper de fa-
con linéaire une extrémité (E) dudit bord de
revétement (B),

- et une position avancée, dans laquelle la
section d’arrondissage (12) du profil de cou-
pe (9) dudit corps de pivotement (6) est dis-
posée dans ladite zone opérationnelle (4)
pour agir sur le bord de revétement (B) dudit
panneau (P) afin d’arrondir I'extrémité (E)
dudit bord de revétement (B) ;

et en ce que la structure de support (2) dudit
dispositif de fraisage (1) comprend un guide de
translation (19) orthogonal a I'axe de rotation (X)
dudit outil de fraisage (5) et paralléle a la direc-
tion de coulissement (S) de ladite bande coulis-
sante (102) ; dans laquelle ledit dispositif de frai-
sage (1) comprend :

-un chariot mobile (20) monté de fagon cou-
lissante sur ledit guide de translation (19)
etportantladite téte de fraisage (3) montée ;
- un second moteur monté sur ladite struc-
ture de support (2) et relié de fagon méca-
nique audit chariot mobile (20) pour action-
ner ledit chariot mobile (20) afin qu’il glisse
le long dudit guide de translation (19).
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2,

Machine de plaquage de chants (100) selon la re-
vendication 1, caractérisée en ce que ledit angle
de fraisage d’extrémité (a.) est compris entre 0° et 3°.

Machine de plaquage de chants (100) selon la re-
vendication 1, caractérisée en ce que ledit angle
de fraisage d’extrémité (o) est compris entre 6° et
10°.

Machine de plaquage de chants (100) selon l'une
quelconque des revendications précédentes, carac-
térisée en ce que la section dudit profil de coupe
(9) est pourvue d’'une section de raccordement (32)
placée en connexion entre ladite section d’arrondis-
sage (12) et ladite section de fraisage d’extrémité
(13) et inclinée par rapport audit axe de rotation (X)
s’étendant vers ledit axe de rotation (X) de ladite
section d’arrondissage (12) a ladite section de frai-
sage d’extrémité (13).

Machine de plaquage de chants (100) selon la re-
vendication 4, caractérisée en ce que ladite section
de raccordement (32) est inclinée par rapport audit
axe de rotation (X) d’'un angle de raccordement ()
compris entre 6° et 10°.

Machine de plaquage de chants (100) selon la re-
vendication 4 or 5, caractérisée en ce que ladite
section de raccordement (32) est droite.

Machine de plaquage de chants (100) selon l'une
quelconque des revendications précédentes, carac-
térisée en ce que la section de fraisage d’extrémité
(13) dudit profil de coupe (9) est au moins 5 millimé-
tres de long.

Machine de plaquage de chants (100) selon l'une
quelconque des revendications précédentes, carac-
térisée en ce que le corps de pivotement (6) dudit
outil de fraisage (5) est pourvu d’'une pluralité de
dents (15) de fagon périphérique, disposées autour
dudit axe de rotation (X) et sur lesquelles dents (15)
ledit profil de coupe est obtenu (9).

Machine de plaquage de chants (100) selon l'une
quelconque des revendications précédentes, carac-
térisée en ce que :

- ladite téte de fraisage (3) est montée de ma-
niére rotative sur ledit chariot mobile (20), a tra-
vers un axe basculant (21), autour d’'un axe
transversal (Y) orthogonal audit guide de trans-
lation (19) et paralléle al'axe de rotation (X) dudit
outil de fraisage (5) ;

- ledit dispositif de fraisage (1) comprend un troi-
siéme moteur (22) monté surledit chariot mobile
(20), relie de fagcon mécanique a ladite téte de
fraisage (3) pour contréler ladite téte de fraisage
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(3) afin qu’elle pivote autour dudit axe transver-
sal (Y), et couplé électriquement audit second
moteur de maniére a synchroniser la rotation de
ladite téte de fraisage (3) autour dudit axe trans-
versal (Y) avec la translation de ladite téte de
fraisage (3) le long dudit guide de translation
(19) au-dessus dudit chariot mobile (20).

10. Procédé de plaquage de chants qui utilise la machi-

ne de plaquage de chants (100) selon I'une quelcon-
que des revendications précédentes, dans lequel le-
dit procédé de plaquage de chants comprend I'étape
consistant a faire passer ledit panneau (P) a travers
ladite machine de plaquage de chants (100) dudit
orifice d’entrée (103) audit orifice de sortie (104) le
long de ladite bande coulissante (102), dans laquel-
le, lors de chaque passage du panneau (P), lesdites
unités fonctionnelles (109, 110) de la machine de
plaquage de chants (100) appliquent un bord de re-
vétement (B) sur undes cétés (L) dudit panneau (P) ;
dans lequel, lors de chaque passage du panneau
(P), ledit procédé de plaquage de chants comprend :

- une étape de collage pour une partie d’'une
bande de chant sur le c6té (L) dudit panneau
(P), obtenue par l'intermédiaire de ladite unité
de collage (109), de maniére a attacher un bord
derevétement (B) au coté (L) duditpanneau (P),
danslaquelle le bord de revétement (B) appliqué
dans ladite étape de collage fait saillie au-dela
des bords d’extrémité et au-dela des cotés lon-
gitudinaux du cété (L) dudit panneau (P) ;

- aprés ladite étape de collage, une étape de
coupe, obtenue par I'intermédiaire de ladite uni-
té de coupe (110), pour enlever les parties dudit
bord de revétement (B) faisant saillie desdits c6-
tés longitudinaux du cété (L) dudit panneau (P) ;
- une étape de coupe pour couper de fagon li-
néaire le bord de revétement (B) au niveau des
bords d’extrémité dudit panneau (P), et/ou une
étape d’arrondissage du bord de revétement (B)
pour réaliser un rattachement angulaire et un
traitement d’arrondissage au niveau des bords
d’extrémité du panneau (P) ;

dans lequel lesdites étapes de coupe et d’arrondis-
sage d’extrémité sont toutes les deux effectuées par
ledit dispositif de fraisage (1) a travers un procédé
opérationnel dudit dispositif de fraisage (1), ledit pro-
cédé prévoyant ce qui suit :

- ladite unité de commande contréle le second
moteur dudit dispositif de fraisage (1) pour ac-
tionner ledit chariot mobile (20) afin qu’il glisse
le long dudit guide de translation (19) pour suivre
le panneau (P) qui avance le long de ladite ban-
de coulissante (102) ;

- le fonctionnement du corps de pivotement (6)
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dudit outil de fraisage (5) afin de pivoter autour
dudit axe de rotation (X) ; dans lequel ladite unité
de commande contrble le premier moteur (11)
desdits moyens d’actionnement (10) pour en-
trainer en rotation le corps de pivotement (6)
dudit outil de fraisage (5) ;

-le positionnement sélectifdudit outil de fraisage

(5):

- dans une position rétractée, dans laquelle
ledit corps de pivotement (6) dudit outil de
fraisage (5) agit surleditbord de revétement
(B) avec la section de fraisage d’extrémité
(13) dudit profil de coupe (9), pour couper
de fagon linéaire une extrémité (E) dudit
bord de revétement (B),

- dans une position avancée, dans laquelle
ledit corps de pivotement (6) dudit outil de
fraisage (5) agit surleditbord de revétement
(B)aveclasection d’arrondissage (12) dudit
profil de coupe (9), pour arrondir I'extrémité
(E) dudit bord de revétement (B) ;

dans lequel :

- si ledit procédé de plaquage de chants com-
prend la réalisation de ladite étape de fraisage
d’extrémité, ledit dispositif de fraisage (1) estré-
glé, par I'intermédiaire de ladite unité de com-
mande (100), afin de disposer I'outil de fraisage
(5) dans ladite position rétractée afin de couper
le bord de revétement (B) par la section de frai-
sage d’extréemité (13) droite du profil de coupe
(9) du corps de pivotement (6) dudit dispositif
de fraisage (1) ;

- si ledit procédé de plaquage de chants com-
prend la réalisation de I'étape d’arrondissage,
ledit dispositif de fraisage (1) est réglé, par I'in-
termédiaire de ladite unité de commande (100),
afin de disposer ledit outil de fraisage (5) dans
la position avancée pour couper le bord de re-
vétement (B) par la section d’arrondissage (12)
arqué du profil de coupe (9) du corps de pivote-
ment (6) dudit dispositif de fraisage (1).

11. Procédé de plaquage de chants selon la revendica-

tion 10, caractérisé en ce que, lorsque ledit outil de
fraisage (5) se trouve dans ladite position rétractée,
la section d’arrondissage (12) du profil de coupe (9)
dudit corps de pivotement (6) est disposée a I'exté-
rieur de la zone opérationnelle (4) de ladite téte de
fraisage (3).
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Fig. 4
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