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Reading station on through feed version

The control is based on Windows CE.
Operating happens via a
touch-screen display.

EDP knowledge is not required.

The operator marks the defects on the workpieces and places
them on the conveyor belt. The reading station s¢

;%n he
workpiece as it passes through and identifies £ = x and
determines the lengths to bé cut. %
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Electronic Control CONTROL 6.0

The machine control can fully automatically process up to 10 different lists and
300 different dimensions. Increasad capacity can be achieved by preparing ad-
ditional lists externally on a PC and transmitted via data transfer to the machinea,

Fully optimized to priority specification

The operator enters in or calls up a previous cutting list in which the cutting
lengths have been determined, and priority of sizes chosen. The operator marks
each workpiece for defects and if required for quality. The computer calculates
the best cutting pattern relative to the lengths and priorities within the cutting

list. As the list 1s processed by the machine the output is continuously monitored
and reported via the PC.

Automatic optimising

Productivity is processed automatically.
» throughput

* percentage yiela

* percentage cut

* machine workload




Roll feed system

Sawing unit
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The feed rolls automatically adapt Chequered rolls, optionally plastic The cutting spee
to each work pieces' thickness. coated rolls, guarantee a fast, steplessly (cutti

Different thicknesses can be precise and safe transport of the During the ¢
processed directly one after another.  work pieces. ' fix the w
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is adjustable
e < 0.1 sech.
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ischarge of waste | Sorting the clippings VARIO LINE

Highest possible
efficiency for
optimizing and

cross-cut
ne lower pair of rolls swerves away | The yield work pieces are pushed
ut::rmaticallyl. w_hen tlhe maching neatly onto the freely definable, + Highest yield and hlghesh
ast to cut clipping pieces. For yield | pre-defined storage places. Long \
iork pieces the pair of rolls stays in | work pieces can be pushed with possible-added valug
lace. Also short yield work pieces two or more pushers simultane-
re thus being transported safely. ousty.

* Low persc-nnei re‘h{rfment
1 Mammu(r@ %rnughput
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'Eﬁf%\};nttmnal waste discharge

\R /’/ * Robust pushing system

= Neat placing of clippings

* Individual adaptations to
customer specific
reguirements possible



VARIO LINE Performance Data

VL110

Saw Motor Power:
Speed:

Tungsten Carbide sawblade:

Sawblade Number of teeth:

55 kW

3.600 rpm
@500 %5 x@ 30 mm
12

vL170

‘Saw Mator Power:
Speed:

Tungsten Carbide sawblade:

Sawhblade Number of teeth:

75kW
2.800 rpm
2600 x5x @30 mm
72

VL225

250 -
200

‘Saw Motor Power:
Speed:

Tungsten Carbide sawblade:

Sawblade Mumber of teeth:

VL 110

:EE %égﬁg@@im i

225%250 [
. |

-

| | %ﬁligﬂ | )

100 300

11 kw
2.800 rpm
B700x5X 08
72




