LEDINEK

KONTIZINK

JInHng cpawmBaHuA
Finger jointing line




lMogatoLmn poTop 3arpy>kaeT 3aroToBku
B (OUKCUPYHOLLME SreMEHTbI OCHOBHOM
noaaroLLen Lienu:

The infeed rotor loads the workpieces into
the clamping units of the main feed chain.

CoBMeCTHO nepeMeLLatoLLasics nonepeyHast
nofaya BbipaBHUBAET 3aroToBKM A
BOTOPOIo (ope3epoBaHmsi.

Trailing crossfeed alignes the
workpieces for second milling.

®pesepHbIn y3en ¢ pobunkoi,
LmMnopesHoun opeson 1 arperatom

ONa HaHeceHus knes obpabaTbiBaeT
NPOXOASALLUIN TOPeL, KaXKaon oTaenbHOM
3aroTOBKM CHATUS domKcaLmi.

Milling unit with trim saw, finger joint
cutters and glue applicator, machines
the end of each single passing
workpiece without reclamping it.

Bo Bpems npoueBB chpe3epoBaHus

Y HaHeCeHs Kres 3arotToBKu
yOEepXMBalTCs NMHEBMATUYECKMU
CABOEHHbLIMW 3a>XKMMHbBIMWU 3f1IEMEHTaMW.

Pneumatic double clamp units transport

the workpiece through the milling
and glue application.




B cTaHUuM NOATOHKM 3aroTOBKY BCTaBMSIOTCS LUMM
B LLKM 1 TPAHCMOPTUPYIOTCS Aarnee K 3anpeccoBKe.

HaKO””Te”'ij'V' norepesHsIn kakeeuep, In the assembly track single pieces are joined
OCHall|eHbIN yrIoBbIMY AepXarenamu, and transported towards the press.
obecreunBaeT 3anac 3arotoBOK.

3aTem 3aroToBKM TPaHCMOPTUPYHOTCS

K CTaHLMM MOATOHKM.

A buffer cross conveyor builds a small stock.
From here the workpieces are loaded
into the assembly track.




3anpeccoBka NpoucxoauT C MOMOLLbIO psAa nodatoLumx Korec. PasHuua B CKOpoCTU NModayun Ha pasHbiX
Konecax oGecne4ymBaeT HEOOX0AMMOE YCUMME NPEeCccoBaHns. ITy pasHUL perynmpyem, 4Yto rnossornser
3apaTb NPUMMepHOe ycurvie NPeccoBaHUs A4Sl 3aroTOBOK C ONpeAeneHHbIM NonepedHbiM CeHeHUEM.

Cuna npeccoBaHUsi U3MepsIeTCsl 30HAOM, NOfyYeHHble 3HaYeHUsI CPaBHUBAIOTCA C 3aAaHHbIMU B CUCTEME
yrnpaeneHusi AaHHbIMU,a CKOPOCTb Mofayun PeryrnmpyeTcs B COOTBETCTBUM C BbIYUCTIEHHLIMM MapaMeTpamm.

The pressing is induced by the arrangement of the feeding wheels of the press. Pressing force results from
the difference of feeding speeds. This difference can be regulated and in this way the pressing force can
be adapted to cross section of the workpiece. A measuring probe measures the achieved pressing force;
the control unit compares the collected data with set values. Feeding speed is adjusted

according to gathered and calculated parameters.

WNHTerpupoBaHHas netsiiasi obpesHas nuna ¢ yCTponcTBOM U3MEPEHUS 10
ANVHbI TOPLYET 3aroTOBKU Ha 3ajaHHble pasMepbl.

The integrated flying crosscut saw with length measuring device cuts
the finger jointed pieces to required length.




KomnakTHbIN y3en ope3epoBaHns C TonkaTenem.

Compact continuous milling unit with pusher.

duikcmpytoLye arneMeHTsl OCHOBHOW noJatoLLeii Lienu.

Clamping units of the main feed chain.

Cuctema gns pasgenbHOro HaHeceHus Knes u oTBepauTens.

Glue applicator system for separate application of glue and hardener.



dpesepHbilt y3en Kontizink moxeT KOMOMHMpPOBATLCA
C KaHanbHbIM NMPECCOM UMK C TakTOBbIM MPECCOM.

The Kontizink milling unit can also be supplemented
with a section press or a cyclical press.

WHTerpupoBaHHas TOpLOBOYHas
nuna TpebyeT HEMHOrO MecTa.

Integrated fix crosscut saw requiers little space.

< FENSTER MENU

Die Bedienung der Steuerung ist durch
iibersichtliche Darstellungen untersttzt.

Operation of the PLC is supported with easily |
understood graphic representations. Feflerite | LemOK | Spedal B




3aroToBKM MPOXOAAT CTOSA

yepes LUMMNopesHble arperarbl,
rae ®pesepyoTca BepTUKalbHbIE
LUMNbI. Y3Mbl LWAMOPE3HOro
CTaHKa Ans TOPU3OHTAMBHBIX
LUMNoB paboTaloT C nexawmmm
3arotoBKamu.

Workpieces are transported upright through the milling
machine for vertical joints. Milling units of the milling
machine for horizontal joints work with flat lying
workpieces.

© 90 WTYi/MmME.

MpWXUMHbIE Korneca ¢ rMapaBiuYeckuM YCUeHeM NOAHUMAIOT 3aroToBKY
1 3acTaBnsloT ee «Naputby» B Npecce. [JocTyn K ycTaHOBKe Grnarogapsi
OTKPbITOM KOHCTPYKLIMM O4Y€Hb NPOCT.

Hydraulically supported press rolls lift the workpiece and let it "float” through
the press.Entirely open side enables excellent access.

Netawas nuna ¢ cepBono3vLIMOHNPOBAHNEM MOXET BECTU
06paboTKy B pa3nmnyHbIX NOSIOXKEHUSAX, MO3TOMY HacTpanuBaeTCcs
Ha ntobyto 3agady.

Servo positioned flying crosscut saw can cut in every position
and can therefore be adapted for every situation.




KONTIZINK

Vertical

OpvieHTauus wwunos / Joint orientation

CeyeHune wuna (cm?)
Cross section of FJ (cm?)

WnpuHa 3aroToBky (MM)
Workpiece width (mm)

TonwmnHa 3aroToBku (MM)
Workpiece thickness (mm)

MoLWHOCTb Makc. (WT./MUH; M/MUH)
Capacity max (pieces/min; m/min)

MponseoanTenbHOCTb MM/8 4 (M)
Productivity rm/8h (m)

[OnvHa Ha Bxoae (MM)
Input length (mm)

TopuoBoyHasd nuna
Cross-cut saw

®pesa Ans WANOB
Finger joint cutter

AnvHa wuna
Finger length

Mpecc
Press

HaHeceHune knesq
Glue application

KONTIZIN K Horizontal

OpwueHTauwnsa wwunoe / Joint orientation

CeyeHue wuna (cm?)

Cross section of FJ (cm?)

LnpuHa 3aroToBku (MM)

Workpiece width (mm)

TonuwuHa 3aroToBku (MM)

Workpiece thickness (mm)
MOLWHOCTb Makc. (WT./MUH; M/MUH)
Capacity max (pieces/min; m/min)
MpouzBoanTenbHOCTL MMN/8 Y (M)
Productivity rm/8h (m)

[OnuHa Ha Bxoae (MM)

Input length (mm)

TopuoBoYHas nunia

Cross-cut saw

®pesa 4718 Wunos

Finger joint cutter

OnvHa wuna

Finger length

Mpecc

Press

HaHeceHue knes
Glue application

Komnanus Ledinek octasnser 3a co6oii npaso NPOBOANTL M3MEHEHMS W y/yYIIEHNS] B KOHCTPYKUMN 060pyA0BarNs 6e3 NpeaBapHTebHOro 0MoBeLeHHS.

50-200 kN
S160

BEpPTUKaJIbHO

24-200
85-310
20-80
50; 160
50.000

1.000-6.100

nerawas
flying

©350/9100;z8

zI15/16,5(20/22)

PonunkoBbI npecc
roll press (2x4)

H50-150 kN
S160

ropu3oHTa/IbHO

24-150
85-310
19-60 (80)
50; 160

50.000°

1.000-6.100
(4100)

nerawas
flying

©350/080;z8
z115/16,5(20/22)

PonvkoBbIli npecc
roll press (2x3)

50-150 kN
S120

BEPTUKAJIbHO

24-150
85-310
20-60 (80)
50; 120
37.500

1.000-6.100

nerawas
flying

©350/0100;z8

2115/16,5(20/22)

Ponnkosbi npecc
roll press (2x3)

MUF-pasgenbHo
MUF-separate

H50-100 kN
S120

ropu3oHTasibHO

24-100
85-310
19-45 (80)
50; 120

37.500

1.000-6.100
(4100)

netsuas
flying

©350/080;z8
ZI15/16,5(20/22)

Ponukosbili mpecc
roll press (2x2)

25-100 kN
S80

BEpPTUKaJIbHO

24-100
85-310
20-45 (80)
25; 80
25.000

1.000-6.100

netsawas
flying

0260/@100;z6

zI15/16,5(20/22)

PonvkoBbIi npecc
roll press (2x2)

H25-100 kN
S80

ropu3oHTa/IbHO

24-100
85-310
19-45 (80)
25; 80

25.000

1.000-6.100
(4100)

nerswas
flying

0260/080;z6
z115/16,5(20/22)

PonnkoBbIn npecc
roll press (2x2)

MUF-pa3genbHo / PU-rpe6eHka
MUF-separate / PU-matrix

The company Ledinek reserves the right to make any modifications retained opportune without any prior notice.
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A-9150 Bleiburg
Vélkermarkter StraBe 1
Tel.: +43 4235 5104
Fax: +43 4235 5103

E-mail: office@ledinek.at

Web: www.ledinek.com

Ledinek Maschinen und Anlagen G.m.b.H

POCCHA

Mpea-Bo «JleanHek NHXUHUPUHM»

115184 Mockea,

Ct. Tonma4yeBckuin nep. 9
Ten: +7 495 967 68 56
®akc: +7 495 951 72 77
E-mail: info@ledinek.com
Web: www.ledinek.com

13-200 kN

15-200 kN 13-300 kN
BEPTUKaA/IbHO BEPTUKa/IbHO  BEPTUKAJIbHO
24-200 24-200 30-330 |
85-310 85-310 85-310 '
20-80 20-80 20-120
15; 50 13; 43 13; 43
17.500 15.000 15.000
900-6.100 900-6.100 900-6.100
nosunumoHnpyemas dukc. duKc. ,‘
positioned fix fix / ?
©260/0100;z6 0260/0100;z6 0260/©100;z6

zI15/16,5(20/22) zI15/16,5(20/22) zl15/16,5(20/22) !

TaKToBbIN npecc

TakToBbIM Mpecc |
cycle press I,

cycle press

TakTOBbIN Npecc
cycle press

MUF-pa3aenbHo / PU-6eCKOHTaKTHO : ]
MUF-separate / PU-contactless
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LEDINEK

SLOVENIA (Verkaufsbiro / Sales Office)
Ledinek Engineering d.0.0..

Bohovska cesta 019 A il
SI-2311 Hoce - Maribor
Tel.: +386 2 6130061
Fax: +386 2 6130060
E-mail: info@ledinek.com
Web: www.ledinek.com
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