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The Process and Tooling Setup of Edge Banding of Panel Furniture Parts

CAO Ping-xiang
(Nanjing Forestry University, Nanjing 210037, Jiangsu, China)

Abstract :

Edge banding processes and tooling setup were introduced for the manufacture of panel

furniture parts. The technical parameters in different steps of edge banding were discussed.
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Fig. 1 Sawing diagram of panel sizing machine
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Fig. 2 Glue clearance with/without jointing cutters
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Fig. 3 The position between fence and gluing roller
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Fig. 4 Machining diagram of jointing cutter
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Fig. 5 Teeth layout of jointing cutter
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Fig. 6 Machining diagram of rough/finish trimming cutter
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Fig. 7 The cutter with HSK 25R
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