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(54) EDGE BANDING MACHINE FOR THE EDGE BANDING OF A LATERAL SURFACE OF A
WORKPIECE AND RELATIVE EDGE BANDING METHOD

(67)  The present invention relates to an edge band-
ing machine (1) for the edge banding of atleast one lateral
surface or edge (B) of a workpiece (P), such as a panel
made of wood, metal, glass, ceramic, fiberglass, plastic
and the like with an edge banding tape, comprising a
pressing unit (4), to press an edge banding tape on said
edge (B) of said workpiece (P), at least one sensor (6),
to detect the actual thickness value of said edge banding
tape before its application by said pressing unit (4) and
a logic control unit (8) connected to said at least one
sensor (6) and comprising storing means to store one or
more nominal thickness values of said edge banding

e

tape, said edge banding machine (1) comprising at least
one machining group (7), for machining said edge (B),
placed before said pressing unit (4) and connected to
said logic control unit (8), and in that said logic control
unit (8) is configured to send a signal to said at least one
machining group (7) to machine said edge (B) if said ac-
tual thickness value differs from said one or more nominal
thickness values, in such a way to compensate for said
thickness difference of said edge banding tape.

The present invention also relates to an operation
method of said the edge banding machine (1).
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Description

[0001] The presentinvention relates to an edge band-
ing machine for edge-edging at least one side surface of
a workpiece.

[0002] The present invention also relates to a relative
edge banding method.

Field of the invention

[0003] More in detail, the invention relates to an edge
banding machine of the above type, for applying a dec-
orative edge to a panel made of wood, metal, ceramic,
plastic, glass, fiberglass, and the like, in such a way that
the final edge-banded panel has a homogeneous thick-
nesses in every point.

[0004] In the following the description will be directed
to an edge banding machine for wooden panels and the
like.

[0005] However, it is clear that the description itself
should not be considered limited to this specific use.

Prior art

[0006] Asiswellknown, there are currently edge band-
ing machines for wooden panels used for finishing the
surface machining of such panels by applying a decora-
tive edge. The decorative edges are usually edge band-
ing tapes made of plastic, wood, or metal, supplied in
reels or strips.

[0007] Known edge banding machines usually com-
prise a sliding support surface, on which a panel com-
prising a lateral surface, or edge, to be edge banded is
arranged and made to slide. This sliding plane is usually
equipped with at least one abutment element, to keep
said panel in position.

[0008] Furthermore, said known types of edge banding
machines comprise an edge banding station arranged in
correspondence with one side of said sliding support
plane.

[0009] The edge banding station comprises, in turn, a
spreading unit, for applying the glue on said lateral sur-
face to be coated while said panel flows, a reel of edge
banding tape, and a pressing unit, comprising pressing
rollers, arranged downstream of the spreading unit, to
make the edge banding tape adhere to said glued side
surface.

[0010] Such edge banding machines of the prior art
also comprise cutters, arranged downstream of the edge
banding station, for cutting and rounding the excesses
of the previously applied edge banding tape.

[0011] However, due to the possible variability in the
thickness of the edge banding tapes, the panel leaving
the edge banding machines of the prior art may have
edges with non-homogeneous thicknesses. This in-
volves the production of panels with aesthetic defects
and the potential waste of such panels.

[0012] In particular, the variability in thickness can be
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present inside an edge banding tape belonging to the
same reel or in edge banding tapes belonging to different
reels used to cover the side surface of a single panel.
[0013] In order to overcome this problem, edge band-
ing machines have been proposed, in which the edge
banding station is provided with a sensor for detecting
the thickness of the edge banding tape before its appli-
cation and milling means, for milling the portions of said
edge banding tape having thicknesses greater than a
predetermined threshold.

[0014] However, not all edge banding tapes can be
milled without being damaged.

[0015] Furthermore, in case of the sensor is affected
by a measurement error, these machines of the prior art
will produce non-homogeneous panels, which will be
subsequently discarded.

Scope of the invention

[0016] In light of the above, it is therefore an object of
the present invention to provide an edge banding ma-
chine, which overcomes the disadvantages of the prior
art.

[0017] In particular, the object of the present invention
is to provide an edge banding machine that is capable
of producing panels with homogeneous edges, regard-
less of the type of edge banding tapes used.

[0018] A further object of the present invention is to
provide an edge banding machine that is capable of re-
ducing the number of rejected panels.

[0019] Still, the object of the presentinvention is to pro-
vide an edge banding machine that is safe, relatively sim-
ple to manufacture, and has competitive costs if com-
pared to the prior art.

[0020] Finally, the object of the present invention is to
provide a method for applying an edge to a panel by
means of such a machine.

Object of the invention

[0021] Itis, therefore, specific object of the present in-
vention an edge banding machine for the edge banding
of at least one lateral surface or edge of a workpiece,
such as a panel made of wood, metal, glass, ceramic,
fiberglass, plastic and the like with an edge banding tape,
comprising a pressing unit, to press an edge banding
tape on said edge of said workpiece, at least one sensor,
to detect the actual thickness value of said edge banding
tape before its application by said pressing unit and a
logic control unit connected to said at least one sensor
and comprising storing means to store one or more nom-
inal thickness values of said edge banding tape, said
edge banding machine comprising at least one machin-
ing group, for machining said edge, placed before said
pressing unit and connected to said logic control unit,
and said logic control unit is configured to send a signal
to said at least one machining group to machine said
edge if said actual thickness value differs from said one
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or more nominal thickness values, in such a way to com-
pensate for said thickness difference of said edge band-
ing tape.

[0022] Further according to the invention, said logic
control unit is configured to send an alarm signal if the
number of actual thickness values different from said one
or more nominal thickness values of said edge banding
tape is greater than a predetermined number.

[0023] Still according to the invention, said edge band-
ing machine comprises a resting plane, to support said
workpiece, said resting plane comprising moving means
to move said workpiece in a sliding area along adirection,
from an entry position towards an exit position, a spread-
ing unit, placed in said sliding area, to spread, while in
use, an adhesive substance of a predetermined thick-
ness on said edge of said workpiece, said pressing unit
is placed in said sliding area after said spreading unit,
with respect to said entry position, and it comprises an
entry for said edge banding tape and pressing means to
press, while in use, said edge banding tape on said edge
of said workpiece, and said at least one sensor is placed
at said entry or before said entry.

[0024] Preferably according to the invention, said edge
banding machine comprises a tape feeding unit compris-
ing at least one reel or slats of said edge banding tape,
and sliding means, for sliding said edge banding tape
towards said pressing unit.

[0025] Always according to the invention, said logic
control unitis configured to start a recalibration procedure
of said at least one sensor, at each start of said edge
banding machine.

[0026] Furter according to the invention, said logic con-
trol unit is configured to write the actual thickness values
different from said one or more nominal thickness values
of said edge banding tape in said storing means and to
associate to each edge banding tape the number of ac-
tual thickness values different from said one or more
nominal thickness values.

[0027] Stillaccording to the invention, said at least one
sensor is an electronic caliper, and/or a laser sensor,
and/or an ultrasound sensor, and/or an inductive sensor.
[0028] Preferably according to the invention, said
alarm signal is a signal of block of said edge banding
machine, and/or an acoustic signal, and/or a light signal,
and/or a tactile signal and/or a video signal which can be
displayed on a screen comprised in said edge banding
machine.

[0029] Always according to the invention, said alarm
signal can be sent to remote devices such as tablets or
smartphones or smartwatches or cloud.

[0030] Further according to the invention, said edge
banding machine comprises a further machining group
for machining said workpiece after the pressing of said
edge banding tape.

[0031] It is further object of the present invention an
edge banding method for the edge banding of at least
one lateral surface or edge of a workpiece, such as a
panel made of wood, glass, ceramic, metal, fiberglass,
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plastic and the like with an edge banding tape, wherein
said edge banding tape is pressed onto said edge of said
workpiece by pressing means of a pressing unit, said
method comprising the following steps:

A. reading at least one nominal thickness values of
said edge banding tape stored in said storing means;
B. detecting an actual thickness value of said edge
banding tape;

C. comparing said actual thickness value with said
nominal thickness value; and

D. sending a signal if said actual thickness value
differs from said nominal thickness value.

[0032] Furtheraccording to the invention, if said actual
thickness value differs from said nominal thickness value
within a predetermined threshold, said method compris-
es the following step:

E. sending a signal to at least one machining group to
machine said edge of said workpiece before the applica-
tion of said edge banding tape, in such a way to com-
pensate for said thickness difference of said edge band-
ing tape.

[0033] Still according to the invention, after said step
D., arecalibration step of said at least one sensor is pro-
vided for.

[0034] Preferably according to the invention, said
method comprises a writing step of said actual thickness
values different from said nominal thickness values in
said memorization means.

[0035] Finally, according to the invention, if the number
of actual thickness values different from said nominal
thickness values is greater than a predetermined
number, a further signal sending step is provided for.

Brief description of the figures

[0036] The presentinvention will be now described, for
illustrative but not limitative purposes, according to its
preferred embodiments, with particular reference to the
figures of the enclosed drawings, wherein:

figure 1 shows a schematic view of an edge banding ma-
chine according to the present invention.

Detailed description

[0037] With reference tofigure 1, an edge banding ma-
chine 1 according to the present invention can be seen.
[0038] In particular, this edge banding machine 1 is a
pass-through machine and is capable of applying an
edge banding or covering tape to edge band at least one
side surface or edge B of a workpiece P, such as a panel
made of wood, metal, glass, ceramic, metal, fiberglass,
plastic and the like by means of an edge banding tape.
[0039] Specifically, the edge banding machine 1 com-
prises a support surface 2, sliding in a sliding area 20, to
support the piece P to be edge banded and making it
slide in the sliding area 20 along a direction X, from an
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entry position |, towards an outlet position O.

[0040] Said edge banding machine 1 also comprises
a machining group 7, for machining said edge B, ar-
ranged in the sliding area 20.

[0041] Said edge banding machine 1 also comprises
a spreading unit 3, arranged in the sliding area 20, down-
stream of the machining group 7, with respect to said
inlet position |, to spread, in use, an adhesive substance
of a predetermined thickness on the edge B.

[0042] Said edge banding machine 1 also comprises
a pressing unit 4, arranged in the sliding area 20 down-
stream of the spreading unit 3 with respect to said inlet
position I, to press an edge banding tape on the edge B
of the piece P after its spreading.

[0043] Said edge banding machine 1 also comprises
a tape feeding unit 5, or magazine, which comprises at
least one reel or strips of edge banding tape, to feed the
pressing unit 4.

[0044] Said edge banding machine 1 also comprises
a sensor 6, arranged between the tape feeding unit 5,
and the pressing unit 4, to detect the actual thickness of
the edge banding tape, before said edge banding tape
is applied to the edge B of the panel P by the pressing
unit 4.

[0045] Said edge banding machine 1 also comprises
a logic control unit 8, connected to the sensor 6 and to
the machining group 7 and comprising storage means
for memorizing one or more nominal thickness values of
said edge banding tape.

[0046] Said edge banding machine 1 also comprises
a further machining group 9, to carry out further machin-
ing, such as finishing the edge B of the newly coated
panel P, arranged in the sliding area 20 downstream of
the pressing unit 4, with respect to said position input I.
[0047] In an embodiment (not shown) the edge band-
ing machine 1 can comprise only the pressing unit 4, the
sensor 6, and the logic control unit 8, in this case, con-
nected only to the sensor 6, while the other elements can
be connected to this edge banding machine 1, for exam-
ple being part of other machines, or not be present at all.
[0048] In a further embodiment (not shown) an edge
banding machine 1 can comprise the pressing unit4, the
sensor 6, and the logic control unit 8 and at least one of
the further elements of figure 1.

[0049] In another form embodiment (not shown) the
edge banding machine 1 can also comprise display or
alarm means connected to the control unit 8, such as,
for example, a screen, a light, or a loudspeaker, for the
reasons better illustrated below.

[0050] Finally,inanembodiment(notshown), the edge
banding machine 1 can also comprise measuring means
connected to the control unit 8, to measure the dimen-
sions of the edge B of said panel, as better illustrated
below.

[0051] Referring now to the embodiment of figure 1,
the support plane 2 is slidingly coupled to tracks (not
shown) arranged parallel to the X direction

[0052] .Furthermore, the support plane 2 is connected
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to motor means (not shown), to the sliding, in use, of said
support plane 2 on said tracks along the direction X. This
sliding takes place at a predetermined first speed v,.
[0053] Finally, the support plane 2 can comprise abut-
ment elements (not shown), to keep the panel P in posi-
tion so that the edge B can be worked by the spreading
unit 3 and by the pressing unit 4 and possibly by the
machining group 7 and 9, as better illustrated below.
[0054] These abutment elements can be movable
and/or adapt to the dimensions of the panel P, so that
the edge banding machine 1 is capable of edge banding
workpieces of different sizes and shapes. In this case,
said abutment elements can be configured to abut with
the two ends of the edge B to be covered with the edge
banding tape. Furthermore, said abutment elements can
be equipped with said measuring means (for example
position sensors), in such away as to be able to measure
the total length of the edge B to be edge banded, and
provide indications of the relative position of said edge
B in the sliding area 2.

[0055] Before the edge banding of the panel P, the
support surface 2 is usually arranged upstream of the
spreading unit 3, with respect to said inlet position I.
[0056] Therefore, during use, the panel P to be edge
banded is placed on the support surface 2, with the edge
B to be coated facing towards the spreading unit 3, the
pressing unit 4, and the machining group 7 and 9. There-
fore, when the edge banding machine 1 is operated, the
support surface 2 moves along the direction X with said
predetermined first speed v,, meeting, in sequence, the
machining group 7, the spreading unit 3, the pressing
unit 4, and the further machining group 9.

[0057] The spreading unit 3 generally comprises feed-
ing means for the adhesive substance and an edge band-
ing roller connected to the feeding means, for receiving
a quantity of an adhesive substance from the respective
feeding means.

[0058] The roller is made in such a way as to be able
to retain a predetermined quantity of adhesive substance
and spread it, with said predetermined thickness, rotating
on the edge B, under the action of the friction force ex-
erted by the edge B on the roller 3 due to the movement
of the panel P along the X direction. The adhesive sub-
stance is usually glue.

[0059] The pressing unit 4 comprises an inlet 40 for
the edge banding tape, and pressing means 41 for press-
ing, in use, the edge banding tape on the edge B of the
panel P. In particular, in the embodiment of figure 1, the
inlet 40 receives the already taut tape from the tape feed-
ing unit 5. Said edge banding tape is then diverted, for
example by guides, towards the pressing means 41.
[0060] The pressing means 41 can comprise a pres-
sure roller, to exert a pressure on the edge banding tape
so that the latter adheres to edge B of the panel.
[0061] In one embodiment, said pressing means 41
can comprise a plurality of pressure rollers arranged in
series, so as to exert an optimal pressure of the edge
banding tape on the edge B of the panel P.
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[0062] The tape feeding unit 5, or magazine, can com-
prise at least one housing (not shown), for housing at
least one reel or strips of edge banding tape.

[0063] The tape feeding unit 5 also comprises sliding
means 50, for the sliding of said edge banding tape to-
wards the inlet 40 of the pressing unit 4. This sliding takes
place at a predetermined second speed v,.

[0064] Therefore, being known the inlet position | of
the panel P in the sliding area 20, the initial size of the
panel P, the first sliding speed v, of the panel P along
the X direction, the path of the edge banding tape towards
the pressing means 41, and the second speed v,, it is
possible to accurately calculate the portion of the edge
banding tape that will be applied to any point of said edge
B.

[0065] The sensor 6 can be any sensor capable of
measuring the thickness in a precise manner, and in par-
ticular an electronic gauge, and/or an inductive sensor,
and/or a laser sensor, and/or an ultrasonic sensor.
[0066] However, the electronic gauge is preferable as
it has a low cost compared to the other sensors available.
[0067] With reference to the embodiment of figure 1,
the sensor 6 is arranged at the inlet 40 for the edge band-
ing tape. In this way, it is possible to make a precise
measurement of the thickness of the edge banding tape,
since the measurement is made on the already taut edge
banding tape.

[0068] Furthermore, by carrying out the measurement
of the thickness of the edge banding tape in a position
sufficiently distant from the pressing means 41, this ad-
vantageously allows sufficient time to be available to de-
tect a difference in the thickness of the edge banding
tape itself.

[0069] In this case, it would be possible to implement
point correction mechanisms in the area of the edge B,
in which this portion of the edge banding tape will be
applied without having to stop the edge banding machine
1, as better illustrated below.

[0070] However, in one embodiment, the sensor 6 can
be arranged at any point between the tape feeding unit
5 and the pressing means 41.

[0071] The machining group 7 is, as mentioned, ar-
ranged upstream of the spreading unit 3 and of the press-
ing unit 4, with respect to the inlet position I. In particular,
the machining group 7 comprises cutters or other cutting
means, to remove material from the edge B with a pre-
determined precision.

[0072] The control unit 8 comprises, as mentioned, the
storage means for storing one or more nominal thickness
values of the edge banding tape presentin the tape feed-
ing unit 5. In particular, said one or more nominal thick-
ness values can be manually inserted by an operator
when the edge banding tape is changed in the tape feed-
ing unit 5. For example, this manual insertion can take
place by means of an acquisition device connected to
the control unit 8. Alternatively, the edge banding ma-
chine 1 can comprise a reader (not shown), such as, for
example, a bar code reader, to identify the edge banding
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tape inserted inside the tape feeding unit 5 by means of
at least a given identification of the relative bar code. In
this case, the control unit 8 can be configured to connect
to a database containing said at least one identifier and
said one or more nominal thickness values of the edge
banding tape associated with said at least one identifier,
so as to storing said one or more nominal thickness val-
ues in said storage means when the edge banding tape
is changed in the tape feeding unit 5. Preferably, in this
case, said reader is arranged at the tape feeding unit 5,
so as to be able to insert the reel or strips of the edge
banding tape and to identify them with said reader in a
single point of the machine 1.

[0073] The control unit 8 is configured to receive the
actual value of the thickness measured by said at least
one sensor 6, to detect any deviation of said actual thick-
ness value measured with respect to said one or more
nominal thickness values, and, send an alarm signal if
the detected deviation is greater than a predetermined
threshold.

[0074] In this way, it is possible to signal the presence
of macroscopic defects in the edge banding tape.
[0075] The predetermined threshold can be stored in
the storage means or calculated starting from the value
of the nominal thickness during use.

[0076] The alarm signal can be a signal sent to said
display or alarm means, so as to warn the operator of
the deviation of the nominal thickness from said prede-
termined threshold.

[0077] Inparticular, the alarm signal can be an acoustic
signal, a light signal, and/or a video signal, which can be
displayed on said screen.

[0078] Following the sending of the alarm signal by the
control unit 8, the edge banding machine 1 can stop, so
as to allow the operator to replace the defective beading
tape reel or strips.

[0079] In this case, the control unit 8 can also be con-
figured to send a signal to start a recalibration procedure
of the sensor 6. In fact, too great a deviation of the actual
thickness of the edge banding tape with respect to its
nominal thickness can be connected either to a particu-
larly defective reel of the edge banding tape, or to a meas-
urement error due to the sensor 6 itself. By way of ex-
ample, the recalibration procedure can take place auto-
matically, or semi-automatically, using a calibration tape
of known thickness, arranged in correspondence with
said sensor 6.

[0080] The controlunit8can also be configured to write
to the storage means the actual thickness values of the
edge banding tape that differ from the nominal thickness
values.

[0081] In particular, said logic control unit 8 is capable
of writing in the storage means the actual thickness val-
ues different from the nominal thickness values, and it is
able to associate to each edge banding tape the number
of actual thickness values different from said one or more
thickness nominal values.

[0082] Inthis way, itis possible to give an indication to
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the operator if a batch of edge banding tape reels turns
out to be particularly defective.

[0083] In particular, it is also possible to associate the
number of actual thickness values different from nominal
values to groups of reels or strips of edge banding tape
produced by certain manufacturers/suppliers, in order to
track the quality of the edge banding tapes, also associ-
ated to producers/suppliers to have a producers/suppli-
ers ranking.

[0084] Furthermore, the control unit 8 can be config-
ured to identify the number of actual thickness values of
said edge banding tape that differ from its nominal thick-
ness value. In particular, the control unit 8 can update a
counter that relates to the number of actual values of
measured different thicknesses. If this number is greater
than a predetermined number, the control unit 8 can be
configured to send a further alarm signal. This coun-
ter/further alarm signal also advantageously makes it
possible to identify whether a batch of edge banding tape
reels is particularly defective.

[0085] In case of the actual thickness value of the edge
banding tape differs from the relative nominal thickness
value by a value less than, or equal to said predetermined
threshold, but in any case greater than zero, the control
unit 8 of the machine 1 is also configured for sending a
signal to the machining group 7 to work the edge B, in
such a way as to compensate for said thickness differ-
ence of said edge banding tape. Specifically, the control
unit 8 can be configured to consider this difference great-
er than zero if its module is greater than the machining
accuracy of the machining group 7.

[0086] In particular, the control unit 8 of the machine 1
is configured to receive the relative position of said panel
P in the sliding area 20, read the first speed v, the second
speed v,, the dimensions of the panel P and the distance
of the portion of the edge banding tape measured by the
sensor 6 with respect to the pressing means 41, in such
a way as to be able to send said signal to the machining
group 7 for machining the portion of the edge B that will
be coated with the portion of the measured edge banding
tape.

[0087] Finally, the further machining group 9 is config-
ured for machining the piece P after pressing said edge
banding tape. This further machining group can also
comprise cutters or other cutting means and allows the
edge B of the newly coated panel P to be finished.
[0088] The operation of the machine 1 accordingto the
present invention for the edge banding of an edge B of
a panel P, such as a panel P made of wood, glass, ce-
ramic, metal, fiberglass, plastic, and the like by means
ofan edge banding tape, takes place as described below.
[0089] A panel P having an edge B is placed on said
support plane 2, in said inlet position .

[0090] The support plane 2 advances along the direc-
tion X, from said inlet position | towards the outlet position
O.

[0091] Said control 8 carries out the following steps:
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A. reads a nominal thickness value of said edge
banding tape stored in storage means;

B. detects the actual thickness value of said edge
banding tape, by means of said sensor 6;

C. compares said actual thickness value with said
thickness nominal value; and

D. if said thickness actual value differs from said
thickness nominal value in addition to a predeter-
mined threshold, it sends an alarm signal.

[0092] On the other hand, if said effective thickness
value differs from said nominal thickness value within
said predetermined threshold, said control unit 8 can per-
form the following step:

E. sends a signal to said machining group 7, to work the
edge B of said panel P before the application of said
adhesive material and of said edge banding tape, in such
a way as to compensate for said difference in thickness
of said edge banding tape.

[0093] Furthermore, after said step D., a recalibration
step of the sensor 6 can be provided.

[0094] Furthermore, such a method can comprise a
step of writing said actual thickness values different from
said nominal thickness value in said storage means. In
addition, or alternatively, if said effective thickness values
different from said nominal thickness value are greater
than a predetermined number, a step for sending a further
alarm signal can be provided.

[0095] In the foregoing, the preferred embodiments
have been described and variants of the present inven-
tion have been suggested, but it is to be understood that
those skilled in the art will be able to make modifications
and changes without thereby departing from the relative
scope of protection, as defined by the claims attached.

Advantages

[0096] The edgebandingmachine 1justdescribedand
the relative method advantageously allow to detect the
presence of macroscopic defects in the edge banding
tapes, before their application, so as to avoid the produc-
tion of defective panels, thus reducing possible waste
production.

[0097] Furthermore, this edge banding machine 1 and
the method of operation allow to signal the presence of
particularly defective batches of edge banding tapes,
thanks to the memorization of the data relating to the
defects of said tapes.

[0098] Furthermore, this edge banding machine 1 and
the relative method allow avoiding the production of de-
fective panels even in the case, in which measurement
errors occur by the sensor 6 itself, the possibility of rec-
alibration of the sensor 6 itself being provided. This fur-
ther reduces the waste of the produced panels P.
[0099] Moreover, in the case of non-macroscopic de-
fects of the edge banding tape, the edge banding ma-
chine 1 and the relative method advantageously allow
compensating for these defects, by means of the targeted
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machining of the edge B of the panel before the applica-
tion of the portion of the defective edge banding tape, in
in such a way as to produce panels with homogeneous
edges.

Claims

1. Edge banding machine (1) for the edge banding of
atleastone lateral surface or edge (B) of a workpiece
(P), such as a panel made of wood, metal, glass,
ceramic, fiberglass, plastic, and the like with an edge
banding tape, comprising

a pressing unit (4), to press an edge banding
tape on said edge (B) of said workpiece (P),
atleast one sensor (6), to detect the actual thick-
ness value of said edge banding tape before its
application by said pressing unit (4) and
alogic control unit (8) connected to said at least
one sensor (6) and comprising storing means to
store one or more nominal thickness values of
said edge banding tape, said edge banding ma-
chine (1) being characterized
inthatitcomprises atleast one machining group
(7), for machining said edge (B), placed before
said pressing unit (4) and connected to said logic
control unit (8), and

in that said logic control unit (8) is configured to
send a signal to said at least one machining
group (7) to machine said edge (B) if said actual
thickness value differs from said one or more
nominal thickness values, in such a way to com-
pensate for said thickness difference of said
edge banding tape.

2. Edgebanding machine (1) according to the previous
claim, characterized in that said logic control unit
(8)is configured to send an alarm signal if the number
of actual thickness values different from said one or
more nominal thickness values of said edge banding
tape is greater than a predetermined number.

3. Edge banding machine (1) according to any one of
the previous claims, characterized

in that it comprises a support plane (2), to sup-
port said workpiece (P), said support plane (2)
comprising moving means to move said work-
piece (P) in a sliding area (20) along a direction
(X), from an entry position (I) towards an exit
position (O),

in that it comprises a spreading unit (3), placed
in said sliding area (20), to spread, while in use,
an adhesive substance of a predetermined
thickness on said edge (B) of said workpiece (P),
in that said pressing unit (4) is placed in said
sliding area (20) after said spreading unit (3),
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with respect to said entry position (1), and it com-
prises an entry (40) for said edge banding tape
and pressing means (41) to press, while in use,
said edge banding tape on said edge (B) of said
workpiece (P), and

in that said at least one sensor (6) is placed at
said entry (40) or before said entry (40).

Edge banding machine (1) according to any one of
the previous claims, characterized in that it com-
prises a tape feeding unit (5) comprising at least one
reel or slats of said edge banding tape, and sliding
means (50), for sliding said edge banding tape to-
wards said pressing unit (4).

Edge banding machine (1) according to any one of
the previous claims, characterized in that said logic
control unit (8) is configured to start a recalibration
procedure of said at least one sensor (6), at each
start of said edge banding machine (1).

Edge banding machine (1) according to any one of
the previous claims, characterized in that said logic
control unit (8) is configured to write the actual thick-
ness values different from said one or more nominal
thickness values of said edge banding tape in said
storing means and to associate to each edge band-
ing tape the number of actual thickness values dif-
ferent from said one or more nominal thickness val-
ues.

Edge banding machine (1) according to any one of
the previous claims, characterized in that said at
least one sensor (6) is an electronic caliper, and/or
a laser sensor, and/or an ultrasound sensor, and/or
an inductive sensor.

Edge banding machine (1) according to any one of
the previous claims, characterized in that said
alarm signal is a signal of block of said edge banding
machine (1), and/or an acoustic signal, and/or a light
signal, and/or a tactile signal and/or a video signal
which can be displayed on a screen comprised in
said edge banding machine (1).

Edge banding machine (1) according to any one of
the previous claims, characterized in that said
alarm signal can be sent to remote devices such as
tablets or smartphones or smartwatches or cloud.

Edge banding machine (1) according to any one of
the previous claims, characterized in that it com-
prises a further machining group (9) for machining
said workpiece (P) after the pressing of said edge
banding tape.

Edge banding method for the edge banding of at
least one lateral surface or edge (B) of a workpiece
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(P), such as a panel made of wood, glass, ceramic,
metal, fiberglass, plastic and the like with an edge
banding tape, wherein said edge banding tape is
pressed onto said edge (B) of said workpiece (P) by
pressing means (41) of a pressing unit (4), said meth-
od comprising the following steps:

A.reading atleast one nominal thickness values
of said edge banding tape stored in said storing
means;

B. detecting an actual thickness value of said
edge banding tape;

C. comparing said actual thickness value with
said nominal thickness value; and

D. sending a signal if said actual thickness value
differs from said nominal thickness value.

Method according to the previous claim, character-
ized in that if said actual thickness value differs from
said nominal thickness value within a predetermined
threshold, said method comprises the following step:
E. sending a signal to at least one machining group
(7) to machine said edge (B) of said workpiece (P)
before the application of said edge banding tape, in
such a way to compensate for said thickness differ-
ence of said edge banding tape.

Method according to any one of claims 11 or 12,
characterized in that, after said step D., a recali-
bration step of said atleast one sensor (6)is provided
for.

Method according to any one of claims 11 - 13, char-
acterized in that it comprises a writing step of said
actual thickness values different from said nominal
thickness values in said memorization means.

Method according to any one of claims 11 - 14, char-
acterized in that if the number of actual thickness
values different from said nominal thickness values
is greater than a predetermined number, a further
signal sending step is provided for.
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