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In konsequesmter Weiterfihrung der bisher schon nach dem
Baukastenprinzip gebauten Kreuzschieifautomaten kénnen
jetzt awch naghtrlglich die Quer- und Lingsschleifaggregate
untereinandor ausgetauscht warden. Die spétere \ﬁeréndemng
dor Raikenfalge der Schleifaggregate kann sich !alz vartell-
haft erweisen, wenn im Zuge eines Modeilwachiels in der
Mabelindustrie der Arbeitsablauf fir die Oberflichenbehand-
lung anderen Waerkstlckstrulkturen angepaBt werden soll. Der
Austausch der Aggregate kann jederzelt erfolgen chne dad in
der Erstausretung schon auf eine evil. spdtere Anderung In
der Reihenfolge der Schlelfaggregate Rucksicht! genommaen
werden miibe. Damit ist dem Problem vorgebeugt. dab der
Betrelber der Masachine spiter vor der Schwierigkeit steht,
elne Bestiickung des Kreuzschleifautomaten gewéHit zu haben,
die nun nicht mehr der Anferderung entspricht. Eine An-
passung des:Kreuzschleifautomaten KSA 4 an den bastge-
eigneten Schigifablauf ist jederzelt ohne umfangreiche Umbau-
arbelten maglich. .

Oftmals geniigt im Augenblick der Kaufentacheidq'ng eing be-
atimmte Anzahl und Anordnung der Schleifaggregate, um den
gewiinschten ‘Schielfeffekt zv erzislen. Ea fragt sich dann oft,
ob fir zukopftige Schleifaufgaben nicht doch &in weiteres
Aggregat erforderlich wére. Eine Erwelterung ides Kreuz-
schleifantomaten um ein zusdtzliches Quer- oder Liangsachleif-
aggregat (st spaterhin durchfthrbar, sofern das Transportbett
die erforderliche Lange hat; sonstige Anpassungse’pbeiten gind
aber In der Epstausriistung nicht notwendig. -
1
Das umfassende Baukastenayatem der KSA 4 bibtet die Ge-
wiBheit, einan Schleifautomaten zur Verfigung zu haben, der
sieh nicht nur in der Erstausristung sondern ‘auch spater
durch Anderyng der Aggregatfolge auf die Produktionsbedin-
gungen einstpllen a6t

tn der Grundausfithrung {st die Magchine KSA:4 flir zwel-
gleisige Besghickung eingerichtet. Die Woerkstiické werden auf
der finken und rechten Maschinenseite jeweils ap einem An-
achlaglines) gefohrt. Die wirksame Andruckflache wird aber
Kippschalteriam Schaltachrank von der linken lund rechten
Masgchinenseite aus entsprachend der Werkstigkabmessung
eingestellt. Durch Erhéhung oder Reduzierung: der Schalt-
schritte iiberidie 8uBere seitliche Werkstickiantei hinaus kann
dle Schlgifintensitat im seitlichen Kantenbereich bestimmt
werden, Dureh die zweigleisige Bolagung des Transportbettes
wird eine hahe Ausnutzung der breiten Schieifbander erreicht.
Fur groBfiachige Teile steht die gesamte Nutzbrkite der Ma-
gchine zur Verfligung. i
< 1
Der rasche Fortschritt suf dem Geblet der Elektronik kommt
dem PBedienungskomfort und den Einstelimbglichkeitan der
Maschine zugute. Nur noch eine Reihe von Kontaktrollen,
die vor dem: ergten Schleifaggregat angeordnet jst, Obertrégt
die Impulse, die durch das durchlaufende Werkistick ausge-
|65t werden, auch auf dle weiteren Schieifaggredate. Dadurch
wird der Warkstackabstand auf ein minimales M?ﬁ verringert.
Die Individyelle Einstellung der einzelnen Schieifaggregate
blelbt aber trotzdem erhalten. Wesentlich ist dler Regulierung
der Schlsifintensitit im Kantenbereich. In bezug; auf die seit-
lichen Kanten erfoigt die Beiachaltung von 0 - 3 Steverzylin-
dern Ober die Werkstiickkanten hinaus. Dadurch verlauft die
Kurve der gesteuerten Andruckflache des Drugkbalkens bei
der seitlichal Abhebung steiler oder flacher. Der Einsatzpunk!
der wirksamen Andruckflache ist unabh#ngig Yon der Vor
achubgeschyvindigkeit In der elektronischen Steuerung 20
programmiert, daB elne angemessene Schieifwitkung im Be-
reieh der vordersn und hinteren Werkstiickkante erzielt wird,
Je nach Beachaffenheit der Werkstiicke kann der Zeitpunkt
fir Sehleifbeginn und Schieifende in elnfache) Welse nach
siner Skalg vor oder zurlick veriegt werden. Diese Einatell-
mdglichkeiten bestehen fiir samtliche Schlelfaggregate sepa-
rat, und die entsprechenden Werte sind reproduzlerbar, Eine
veranderta Vorschubgeschwindigkeit oder andere Druckver-

In- und Auslpndspatents angemaldet :

haltnizae machen kein Nechstellen der Druckbalkensteuerung
erforderlich.

Die Funktion der elektronischen Steuerelemente kann Gber
Leuchtdioden verfolgt werden. Alle Bereiche des Elekironik-
systema sind Obersichilich gegliedert, so dafb eine leichte und
schnelle Kontrolle méglich ist.

Der elektronischen Steuerung kann ein Rahmenprogramm an-
gegliedert werden, nach dem die Arbelteswelee der verschie-
denen Schleifaggragate automatisch so reguliert wird, daB in
jedem Bereich des Rahmens in der letzten Stufe Immer ein
Schliff in Faserrichtung erfolgt, dadurch wird ein gleichméafl-
gas Schieifbild auf den [Angs- und querfurnierten Flementen
des Rahmens errmicht.

Wann das Schieifgut Toleranzen von einem Werkatick zum
gnderen aufweist, waa haufig in der Turproduktion vorkommt,
kann die Maschine so eingerichtet werden, daB eln Aasgleich
der Dickentoleranzen an Jedem einzelnen Schleifaggregat im
Bereich big zu +/— 2 mm sutomatiach erfolgt. Es wird also
ein groBer Abstand zwischen den durchlaufenden Werkstak-
ken vermieden.

K,Su‘A 4 mit 1 Querschleifaggreget, 3 Langsechleifaggregaten und' Blrsten-
walzen, i

Fur leichte Kalibrierarbeiten kann die erste Umlenkwalze am
Léngsachleifaggregat so eingestelit werden, daB mit dleser
Stakiwalze eln Planschleifen z. B. an Rahmenteilen, ausgefithrt
wird. Der flachige Druckbalken dieseg Schleifaggregates
kommt ebenfalls zum Einsatz, Die Verwendung der Umlenk-
walze zur Werkstiekbesrbeitung wird dadurch ermoglicht, dab
der Schleifbandbetrieb an den Lingsschleifaggregatan grund-
s¥tzlich oben liegt und nicht im Beraich der Andruckelemente.
Der obenliegende Schleifbandantrieb bewirkt konstante Ver-
héltnisse in der Eingriffszone des Schleifbandes auch bei
unterschiedlicher Belastung. .

An der Auslaufseite des Kreuzschleifautomaten kann eine
Entstaubungsaniage installlert werden, um beide Seiten und
die umlaufenden Kanten der Warkstucke vom anhaftencen
Schleifstaub zu sdubern. Diese Einrichtung ist mit dem
Transport der Maschine verbunden und wird zentral mit den
Schleifaggregaten in der Hihe eingestallt.

Der von unten arbeltende Kreuzschleifautornat KSA 2-U wird
ebenfalls mit der elektrischen Schaliung fiir die wirksame
Andruckfiiche der Druckbalkén ader mié der erweiterten elek-
tronischen Druckbalkensteusrung ausgeristet.

In ‘Sonderfalien kann der Kreuzaschleifautomat in groRerer
Arbeitsbreite als 1.350 mm gebaut warden.

Die technigcher Daten im Prospekt KSA 2-B sind im Gbrigen
auch fiir das jetzlge Modeli KSA 4 glltig,

Andetungen vorbehaiten 0581

n- Maschinenfabrik GmbH&Co.KG
Bad Oeynhausen 1 -

Teﬁefon: 05731-°27021 Telex: 09724845 hem d Telegrammadresge: Heesemann Bad Oeynhausen
' Postanschriff: Postfach 100329 D-4970 Bad Oeynhausen 1

S NINIHOSWH NNW'EISHEH

6Z1881-TELG-6P+

iP:88 90BZ/88/0E






Automatic

b

ST,
-

-
#4 z

ey g
el
o

& B
s

o
E

Type KSA

Design features at a glance

As compared with conventional

designs, the KSA 4 model offers

imporfant advantoges:

m High cepacity cross sanding
with one machine

m Moduler build-up with several
cross and longitudingl sonding
units, also facilitating future
additions of units and
arrangement changes

m Excellent finish at high sanding
performonce; the large con-
trelled cscillation range of the
wide sanding belts ensures
sanding path overlap end
prevents ridges

B Large-areo sonding across and
with the grain

B Free and multi-irack infesc by
means of autoemated electronic
pressure bor control

B Automatic compensation of
thickness variotions up fo at
least 2 mm

m Flectronic workpiece sensing
enables sending of irregular
shapes, such os round and
oval table tops

B Integrated frome sanding
pregram for sonding cross anc
lengitudinal friszes with the
qrain

m Determination ond control of
the sanding intensity over the
edge areo, also csymmetricelly

B Adaptation to the workpiece
matericl thanks to different belt
speeds, also infinitely variable

m High user comfort through
opficol monitor displays

B Automatic machine run-up
with retention of previously set
operating data

m Integrated computer system
enables storage and recall of
sefting dota

B Over 50% energy saving trough
optimised dust extraction ond
compressed air ulilization

m NEW
Infinitely variable sanding
pressure regulation using the
CSE sonding systam




It is weall known in the wood-
waorking industry that cross
sonding provides the best surtace
finish, We took this into account
many years ogo whan we set up
two double-belt sanding
machines for cross anc
longitudinal sanding.

This arrangement of sanding
machines soon became popular
with the furniture industry and lad
lo our well-known K3A range,
which provides cross sanding
using the same machine,

A first sending pass ocross and

o second poss with the grain is
the way to achieve o superior
surface quality. The cross sanding
opercticn aliminates much of the
reised grain, which will no lenger
re-nppear during the staining
and lacguering stoges.

Cross sanding is also more
effectiva in eliminating joirting
paper which usvally follows the
grain, Especially when sanding
wood with annual dngs of
ditterant hordress, cross sanding
leads to a vast improvement in
surfoice finish.

The inavitable sording marks
produced will be eliminated by
the aclien of the wide sanding
bels in subseguent operations,
This means that the cress sanding
method produces o regular
syricce structure, ready far the
ppplication of stain or lacguer,
ot the same time reducing the
amount of locquer neaded. The
rasult is high quality combinea
with economy.

The sonding belt grads 1o be
used for the longitudingl sanding
posses depends on the type of
waood and the required finish,

Machine cancept

The implementation of up-to-date
technolegy with cur K84 4 model
guarniees effectve continuous
production & highest qualtiy
stondards. Since the cutomatic
cross sander is frequantly
positionad at the infeed end of
the finishing ling, to enable the
cutemation of the wood and
vaneer sonding operations, as
well o5 the applicotion of
lacguer, on the seme process

lina, different conditicons apphy fo
tha preporotory wood sancing
operation, and the process
sequence will depand on the
required struciure and surface
finish of the workpieces. The cross
sanding process must be dlexible.
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The Haesemann
modular syskem

The main units moking vp fhe
automalic ciess sanding machine
are designed in such a way that
various longitedingl ond cross
sanding units moy be ysed in
different cambinations by
consequent modular consirection
1o =it ingividual reguirements,
Tre transport bed will cccept up
to & succassiva sanding unils,
arranged in coeordance with e
podicular procsss resuirements,
The atrosive groin wsed moy be
odopted to each cperation, fram
coorse pre-sanding to fine finish
sonding, depending on the
reequired surlace finish. Further-
mere, the cross and longitudinal
sanding vnits may ke amanged
in such o woy as o perrmit
lengiludinal sonding even for
cress veneared workpieces in the
final process phose.

Cross ond longitudinal sanding
units may be interchonged at
any fime

Changing the sequence of the
sanding units may become
nocessory al o later dats, when
different workoiecos hove 1o be
processed o8 o resul of
eonstitutisnal changas of
funiture design. This re:
arrangement of units is possible
ot any time ond thers i no need
te plen tor this eventuality when
determining the equipment far the
first time. This eliminotes any
pratlems the user moy foce ol
some stage, when he finds that
the sguipment of his avlematic
cross sanding line no longar suits
hiz neseds. The K5A 4 can always
be cdopted to give the best
rezults, without the naed for
comglex change-ovar operatians,
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Additional equipment at o
later date

Apart from she fact that the
transpart bed must be of
sufficient length to accept the
unlts, an additiznal unit czn be
fited fast ond withour
complications.

The camprehensive modulor
system parficular fo the K34 4
madel provides the guarantes
that the sequence of the units
making vp the ling moy abways
suil gl productian requiremens,
na: only by the criginal
equipment of the mochine but
olsz through the possibiline of
later adaptation. Some
creangemen! examples ore shawn
in the groghic representation,

The transport bed

The wodking width is 1300 mm,
it nzcessary alss 1500, 1800 and
2100 mm.

The transport bud is equipped
with @ series of narmow franszart
Lalts, o with a wide transgort
mat on request, which
cantinuously advance the
warkpioees bolow the sanding
unite.

The feed speed is infinitely
variable between & ond 30
mnSrmin, by meons of a V-bsht
tranzsmission. A digitel indicalor
is oplional, For exrremely high
production requiramenats, e feed
spead may be increased to

40 mimis o as nesdad fer a
paricular agplization. The
pressure tollars belare ond oftar
each sonding unit keep the
workpieces firmly in place. The
transpon bed working height iz
always %20 mm. Depending on
workpizce thicknass, from very
thin ponsals up o 50 mm ar even
more, the enlire svpershructure is
heighr-adjustable, and a digital
indicatar displays the volue ser

Slip-free workpiece fransport

Unless only lorge-ares werk-
pieces, such s door pane’s, ore
crocessed, it is odvisable 1o
aquip the machine with an
imensive suction clamging device,
to make surg that the workpieces
are olways securely held in
place, High power suction fans
in conjunchion with suitable
channels in the tranzport table
keep the warkpieces in firm
coniact with the sranspors belts,
te prevent the werkpieges fram
slipping and getiing damoged,
The suction intensity is
autometically odjusted to the
size of the workpiecss, large or
small,

& raversing balt blasting device
bielow the ronsped oed keeps
the transport belts dust free
duting operatian, maintaining
suction efficiency at all fimes,

A dvat-free belt means no
worepiece slip,

Tolenrance compensation up to
2 mm plus

The sanding precass is performed
by use of elastic large-area
preszure bars, which cre of
similar design both in crass and
lengitudingl sanding units. The
pressurs Gar system which we
have devaloped ensures frickness
difference compensation up to
Zmm ond oven more, The
thicknass variotions may accur
within the same workpiece, or
may manifest themselves fram
pne warkpigce 1o another. These
differances ome automaticsily
compansatad for by the pressure
bar, without nead for further
auxilinry squipment. Ezpecially
when sarding thin veneers or
surfaces with a thin locquer
coating, the fact that the pressure
bars will compensote for
iolerances of ot least 2 mm is
kighly sssenticl lor preventing
irom any risk of sonding throuzh
the surfnce, even in he edge
aren. In addifion, thera is no
longer any need for extreme
precision when adjusticg the
height setting sxoctly to the
worepiece thickness, This reduces
zatting-up fimes ond incregses
camfort and surensss of
coaration.

Wide-rangs lelesance
COMmpEnsaticn



Unit design

A basic prerequisite for achieving
a perfect sanding finish iz the
ability of the wide pressure bars
by exert an absalurely aven
sanding prossurs over every
inclividual area of the workpieos,
and that the overall sanding
pressure can be adopled la the
process sequiremants. This applics
both to crozs and lengitudine
sanding. A driven lamalls belt in
the cr2ss sanding unit, unning af
a lower speed but in the same
diraction o5 the sanding balt, is
largely responsibls for
maintaining an even sonding
orassure. By using the mast
suitoble lamella belt, the specific
pressure con be odjusted o
incividual process requirsmenls,

The wide sanding belt of the
longitudinal sonding unit fallows
o recipracating mation ocross the
direction of fesd sver the entire
sanding prth, and the amplitude
of thiz tfransverse oscillation 1s
agjustable as o functizn of the
sffactive warking wicth. This
reversing movemsnt across the
sonding path width prevents the
fermation of sanding marks by
overlopping angd sroduces o
suzariar surfacs finish, In
addition, Ihe full width of the
sanding beit is ufilized. A seli-
cleaning infra-red sensing and
control device maintaing the

1 erozs sanding unit
2 longitudinal sonding units

central pasition of the wide
sarding belt, which mostly runz
against the direction of feed, or
with the feed in special cases.

The high performancs of this
cutemalic cross sonding mocking
is further enhanced by the vse of
3250 mn long sanging belts
Any irregularities in the langth

of the belt edges that may be
present os a result of
manufacturs, will be
autamaticzlly compenzated

for, thanks to the special
suspensien orangement of the
upper driving roller. This

ensures universal use of sanding
belts,

Oscillating belt slosting units
cHect continusus dust removel
fram bath the cross unning and
fram Ine wide longitudinal belts
during operstion. Gue to the
imermittent working mode af he
belt blasting units, in steg with
Ihe workpiece throughout,
conscerchle sovings in
compressad air consumptian arns
ackieved. To facilitate guick belt
changing ang ta mainlain
canslant compansation for
extenzion, the sanding belts as
well as the lamello belt are
tensioned prevmaticolly.

The vesatility of the machine,
with its eose of odoplalion to

varying surfoce conditions is olio
due to the sanding balt spesd
selection available: 8, 12, 14 and
24 mis. For universal wood ond
lacguer sanding, additional lower
speeds moy be selected, Infinitely
varioble spred regulotion over g
wide range of 1.2 4o 20 m/s is
sassible by meons of slectronic
fraquency comverters, During the
sanding pracsss only the
effective orea of the pressure bar,
comesponding o the widih of The
workpieze possing thraugh, is
braught inte sanging zontact. The
touch down and retract mofion ef
the various pressure slements
aperates individually with resper
1o anch warkpisce being sonded
which tiggers the pressure bor
action outometically by an
lectionic 2ansing and contral
system. The timing for the prassure
bor to moks contoct with the
workpiecs cdjusts avtematicolly
te tha feed speed and is constant
in relalion to the werkpiecs,



Sanding system

With modermn, efficient praduction
lines, the tocility for free and
multi-track infeed is axpected os
o mater of course. This implies
the reed lor electronic contiol of
the unitz within the process line.
The workpieces are sensed by
series of contact rollers, and
thase rrigger the touch down
movement of the pressure bar
sactians. There is no longer any
naed for adjustment of the
sonding width. This system,
whereby the process functions
ore cantrolled by the workpiecs
itself, has been developed by us
and for which domestic and
foreign polents hove bean
gronted us. The contoct sensing
rollers, spoced ot 40 mm
intervalz, are present only af the
infend end of the first unit, ond
the control pulses generated are
then possed on to the following
sanding units. This reduces the
distance batwesn workpieces fo

a minimum, whilst refaining the
indwidual sefting values at each

| pnit. OF course, every unit con

also be switched and controlled
separately ond differently
according fo waorking

réscu rement.

Regulation of the sanding
intensity

Sanding intensily requlation is
sarticulorly important over the
adge area. For longitudinal
adges the eflective pressure bar
area is contralled in such a way
that the sanding intensity is
sufficient for o perlect surfoce
finish, whilst aveiding the danger
of sanding through. This also
agplies to veneered workpieces
with curved cantours and irames,
[ifferent sonding infensities moy
be sel ot the contral panel tor the
left aind right hand workpiece
adges. This osymmetrical sanding
methed is particularly svitable for
panels with solid lipping
prajecting on one side. \With free

workpisce infeed the lipping iz
sanded at increased. prossure,
and the oppasite veneered adge
is sonded smoothly.

The touch down and retract
timing for the effactive pressure
bar elements may be odvanced

| or retarded, depending an the

workpiece conditions. The
chonge of fead spoeds or
pressure canditions does not
raguire any re-odjustment of tha
pressure bor control.

Since the effective pressure area
of the pressure bars adapts
outomatically to the position,
shape ond size of tha workpiece,
several workpioces of equal

| thickness may be fed in side by

side, slightly spaced, and ot
irregular intervals one ofter the
athar. This maokes the K34 4
maching eminently suitable los
vse af the infeed end af finishing
fings. It is also possible fo sond
workpieces of irregulor shape,
suck as round takle tops, panels
with curved contaurs, etc, as well
as frome componants.



The joint effect of extensive
tolerance compensation up 1o ot
least 2 mm thickness dillerence
by the pressure bars, and the
controlled sonding intensity
guarantes high adoptobility ond
o supearior surface finish,

Versatility in every detail

An infegrated frame sanding
program sutomaticolly contrals
Ihe opesation of the ditferent
sanding units in such a way that
the last pass over all ponts of the
frome is clways with the grain,
Thiz ensures o unifamm finish of
both the length and cress
vanaerad frome mambers.
Similarly, surfaces consisting of
lengih ond cross venear will te
finish sonded with the geain in ol
areas.

For sizing before tine sanding a
longitudinal sanding unit with a
lorge-diamater 1350 mm! cantec
rollar may be used. The type of
sizing work determines the drive
power and the hardness of the

roller lining.

For light sizing work the guide
roller ot the longitudinal sanding
unit moy be odjusted so that this
steel roller acts as a plane
sonder on workpieces such as
frame components. The
large-area pressure bor of the
unit will also be in use.

E— e — o ——— o

The use of the guide rellerfar |
workpiers processing is lensible |
beccuse the belt drive of the
lenpitudinal sanding units is
abways from obove and never in
the araq of the pressure
elements, The fop dive
arrangement ensuras constant
conditions in the oren of
sanding action, even under
ifferent loads.




Brushing wnit

& brush unit b the outfeed end
of the machine removes any
carraining dusl races frem the
workpizces. The individually
driven brush reller is height
adjustable and provided wilh an
axtrocror hood.

T= complemant the kel sunding
units a follow-up smoothing roller
with spedial sanding material
may be vsed, sither to ochieve a
smoather susfars or o provids
special effects lrustich during
subsequent surlace freaiment
operations. In the case of cross
vanasred workpieces brush belts
with an abrosive lining moy be
usad.

Dust removal

Where the automatic cross
sanding unit is located ot the
infeed snd of a finishing ling, it is
recuisite to clean all remaining
dust parlicles fram the surfaces
arnd the edges belare the lacguer
is applied. To this efflect o medal
EA Z dust remaving device is
installed at the oufead and of
tre maching, This unit wses a high
powered blower ond o re-
cireulating air system and maoy in
cdditien be fittad with on ianiser
b eliminats any electrostatic
charges. The unit s linkes 10 he
mechine transport system, and is
centrolly height odjustable,
cqether with the sonding units,

Oust removing sysiem

Conirols

&l the cantrols of the maching
are grouped fogether in one
central control panal and clearly
reforenced 1o the individual units.
LEDs provide on indicofion of the
canbolled process sequence. The
entire process is centirually
meonitared for drive or contral
aults, end any malfunction is
source-traced and caticolly
indicated. All sections af the
glectronic control sysiem ore
cleary greuped ro fodlitate easy
znd bost system checks. The
elactical wiring allowes for
interlinking wilh olher mochines in
o produciion line.

The automaliz run-up facility,
legether with the fact thar all set
data still remoin stared, ensuras
that full operating capacity is
avaoilnhle immediately ofter
switching on again alter an
inferruption.

Operafing solefy ond operator
pratection are assured as fhe
entirs maching switches off
immediately in the avent of bal
ear ar ryneaff, or comprassed air
failure. Other sofety teatures
nclude wearfrea slectronic
caunter-current brakes for the
¢rive moters, on egualizing
rogerenic for short-lemn
comprassed air supply ond
stabilisation, o8 wall gz oprional
sxplazion pronf dosign if e unil
is oparated in the lnequaring
orea,

Optional workpiece gauging is
provided by mesns of an
external automatic thickress
setting facility. The openating
side, os regernds the conlrel ponel
locetian and for longitedinal
sanding pelt replocemant, moy
be ar sither side of the macking,
depending on local conditions
ond preferences,



CNC technigque

In furpiture: sreduction increasing
amphazis is placsd on fast
moching adjvstment 1o small
takch runs, which require
diffarent sering values each fime,
The reselting fimes must be as
short a5 pessicle to guamntae
continued praduction withut
lzng interruptions. We haove
developed on integreted
campuler system far the K34 4
model which parmits the starage
of seting dale and their recsll by
program numbers at any time.
The individual pragroms conlain
the seiting volues for the sanding
belt drive moter speed, feed
speed, Fming of sressure bar
application lzonding start and
end), sandiag imensily aver the
«Sge orea, as well as for the
sanding pressure, In addition, the
compuics grompts the coerator
with ragard 1o height sefting ond
orit grode. The sefting volues one

= (3

CNC display

put in and monitered via display,
which nlie traces and indioates
possible foults in the electrical
system. i some valuss require
changing while the progrom s
running, the program values may
be medified cecomingly without
stopping the mochine. Evan new
programming is possible while a
program is renming. The CHC
design permits the integration of
the KSA 4 imo lully avlamatic
on-line confrol of pracessing
lines, anc the K54 4 compulber
wan take sver central control,

As an exlansion of the computar
system the connection of an
operating data ooguisifion systen
bocomes possible, so that the
sanding cazacity con be
continunusly discernad in relation
to the surfoce arso sandead in
sguare metres, Copcity doto
acquired in this manner provide
importent bockgrousd
information regarding the
productian process, belt change
limess ard machine maointeroncs
in general.
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-sanding
System

Infinitely voricble prassure
regelation

High-rezslution
warkpisee sanding

Example of afin ishing line



The CSD sanding system

For mary years we have been
making vse of electronics tor the
control of zanding pracesses and
hence supported by a computer
for improvad machine operation.
The increqsed activation of
alectronics poved the way to our
naw £350 sonding syshem, which
restazirs all the peoven design
features of sur sutemalic sanding
machinai. The sanding pressvre
determines the rate of stack
ramovzl throughout the sunding
process, and the warkpiece
properties, cbove oll awer the
adge areq, determine the
pressurs o be used. The
workplece contours ore detecled
with great precision by means of
o high-resolution sensing systemn,
ard the dota obtoined are
compuier processed ond fed
directly ta the individua! pressare
bor elemants. The pressure
exerted by the individuol
alements is infinitely variakbie by
slectrical means, and its force is
selacied an requiremsnis. i the
wiorkpieoes ore veneared up 1o
the edge, the pressurs elemenls
oxert a correspandingly raduced
prassure in this ores, If cenain
workpieces, such os table tops
with zolid lippings, reguire
heavier sanding passes at the
edges, The pressure in this area
will be increased accordingly. For
wenesrad ponels with a solid
adge on ore side enly the
sonding pressure applied will be
osymmeiric, axacily in line with
workpiece requirements,

Due o the computer conlrelled
selective pressure ragulation
IC501 and the high talerance of
thickness differences, the K34 4
offers an aglimum in quality and
relicbility when sonding panals of
differing shapes. The C50
zanding system is also protected
by demestic and foreign palents.

Energy utilisation

High perfarmance with law
pxpenditere for enargy is no
contradiction for the KSA 4 when
it comes ta dust removal ond
compressed aif cansumption. The
cluzt iz extracted from the
immediate vicinity of the cchual
sanding ares, fhat i fa soy
whera |t [s produced. The belt
blosting device aots directly on
the sonding belt guide roller, o
ochisve a very tharcugh cleaning
effect. The specicl design of the
ust channels lecds to a
congiderohle reduction of the air
volume. The belt blosting systemn
operstes intermittently, and no
compressed air is wsed when ne
workpieces pass through the
machine,

LS 4-L

Fer cross sending bath sides of o
wotkolesa in one pass, the KSA 4
operstes in combination with a
LEMA 2-U gutomatic mochine
wihkich sands from below and is
similar in design to the KSA 4.

As the feed s precision
reguioted, both avtematic
mochines may be posificned
directly one aiter the other,
without any need for inlermedione
Jranspart, Te improve oocess for
operation, mointencnos andd
workpiecs checking, o driven
transport frack iz however often
arranged betwesn the machings,
one sanding from balow ond one
from above. The L3 4-U model
is avcilakle for lengitudingl ond
for combined cross sonding,
accarding to the K34 4 1echnical
dala,

Technical data Kain Balt Szmding Lawalle Com-
e spead beles prossure  precsad air |
motors . mis mm belts conrachon |
B nn bar

Croes sonding ysils

ESA 4

Sandirg width B0 mm 13417 134 24 FlC0x130 S£0x10 8

| L0 A-L

Sarding width B00 mm 13217 12+ 24 S0 x 10 SL50x MG B

[ongidire! sanding unds T

K54 4 §

Sarding width 1300 mm 18,5721 3, 12, 14, 24 3230 < 1330 &

L34 4L

Sonding width 1300 mm 1317 10+ 20 2620 x 1350 B




