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Calibrating-sanding lines

@ SENI-AUTOMATIC CALIBRATING LINE for CORE MATERIAL (plywood)

complete with loading-stacking platforms)

Working Width 1650 mm
Working Speed 30 m/min
Installed Power 270 kW

@ HIGH-SPEED TOP CALIBRATING FINISH SANDING LINE

with full sound protections to 75dB , air return system, automatic re-setting control to hold thickness tolerance on work pieces.
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CALIBRATING machines
for the accurate preparation of layers (prior to pressing)

CALIBRATING machines utilized in the PARQUET flooring working cycle either in a stand
alone or in first position of the finishing line to dimension the thickness of the planks

WHY CALIBRATING THE INDIVIDUAL LAYERS ?

* to avoid taking away the exceeding thickness tole-
rances of the internal layers from the top layer.

* to have a more stable plank with layers with norma-
lized thickness.

+ to have a better utilization of the press, with more
even pressure on the work-pieces when pressing.

BOTTOM LAYER |

and must be taken away from the

Tolerances of all layers add-up
TOP LAYER (*)

Thickness
tolerance of
MIDDLE LAYER

Thickness
tolerance of

After pressing, the planks must be calibrated-sanded to "perfection” prior to lacquer finishing.

This calibrating-white-wood sanding operation is normally performed in the first position of the finishing line.

Afirst bottom machine can be usefull to level the back side of the planks, to reduce the take away from the top layer, (*) due to tole-
rances adding up from other layers.

On the top side the surface finish requirement is determining the number of working units, up to 6 units on top side and 4 in bottom
side, depending on feed speed and take away needed.

The power of the working units is in relation to the amount of take-away, the sanding belt grit utilized, to the feed speed of the line.
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GRAIN HIGH-LIGTHING machine
to brush the grain with steel-anderlon brushes

FILLER SANDING machine
to level the filler applied

LACQUER SANDING machine
utilized in the PARQUET flooring working cycle

GRAIN HIGH-LIGTHING machine is utilized in the flooring working cycle to brush
the grain (more or less deeply) with steel-tynex/anderlon brushes.

This machine is normally positioned right after the calibrating machine. ,
The brushes need to be two for each type in use, each with the inversion of rota-
tion in order to compensate the consumption of the brushes, and in order to have
the same finish all around the knots and in the start-end of the grain (when with
only 1 brush the finish is different in the grain directions and around the knots).
We normally recommend 2 steel brushes, followed by 2 tynex/anderlon units
and a final vegetal cleaning brush, with rotary blowers in the end of the process
to clean perfectly the work-pieces prior to further finishing operations.

Our machine is completely enclosed to avoid the dispersion of dust in the working
area.

FILLER SANDING machine is utilized in the flooring working cycle to level
the filler applied to close the gaps between the top strips on the surface.
The machine is equipped with one cylinder and one or two pad units
depending on the surface finish requirement.

The cylinder is recommended for the higher take away capacity of this unit
(compare to pads) together with the easier-better cleaning possibility of the
sanding belt grit to prevent cloggirg.

LACQUER SANDING machine utilized in the PARQUET flooring wor-
king cycle to level the lacquer applied on the surface.

The machine is equipped with one or two pad units depending on the
surface finish requirement.

The length of the sanding belt is very important for the longer lasting
time and therefore for diminishing the down time needed for the chan-
ge when the belts are clogged.

The final sanding belt grit sequence utilized ranges from 280-320 to
360-400.
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important features of our parquet flooring machines : FEED TABLE + FRAME

Fead table

The heavy calibrating machines require an absolutely rigid
feed table of reference to assure the accuracy of the work-
pieces in the calibrating process.

Our feed tables are build in thick solid steel sheets type T1
(hardness up to 400 Brinnel), grinded to a very fine level of
rugosity, for an accuracy of surface flatness of mm +/- 0,025.

Interchangeable inserts in hardened or ceramized steel
{optional), positioned under the working units;
recommended to prevent excessive wear in heavy-duty ope-
rations and in high speed machines;

additional option is the water cooling system running in the

inserts ( complete with heath exchanger ) to-hold precision. Feed table surface with intakes for vacuum plant

Frame + lifting system

The top frames of our calibrating
machines are very rigid fo main-
tain tight thickness tolerances;
we utilize 1 separate frame for
the first 2 working units followed
by another independent frame
with the remaining finishing
heads.

In this way we utilize a set of two
supporting columns for each
main working unit.

6 units CALIBRATING MACHINE
1st position in high-speed finishing line

This machine is equipped with a special sound-
proofed AIR-RECOVERY system to recycle the
air coming from the dust filter back inside the
machine, up-to the 70% of the volume extracted.
The machine and air return are equipped with
sound protections to 75 dB.

Each frame is lifted with indepen-
dent lifting/supporting columns.

In the same base it is
positioned also the
feed table, totally
extractable for the
(eventual) change

of the feed belt.

The lifting system is indepen-
dent for each fop frame; the two
lifing gear boxes are linked
together by a solid shaft; one
main motor is driving both gear
boxes.




Important features of our parquet flooring machines : PRESSURE units

Heavy-duty pressure units with chromium
coated or ceramic treated “ips”.

Thiese units are mounted on slides with cen-
tralized pricumatic pressure adjustment.
The central part of the pressure units is com-
plete with rubber covered pressure roliers in
2 halves, adjustable with excentric setting.

Automatic setting of pressure shoes, with control of position from PC, to follow the re-positio-
ning of the cylinder working units (opt.).
This option requires PC and is best utilized in conjunction with Costa Calibrating Manager.

Infeed sectioned pressure unit + dust hood intake
First infeed sectioned pressure shoes with lips, pitch of sections 60 mm, with independent pneu-
matic pressure to assure the appropriate load to streighten warped material (opt.)

Infeed driven pressure-safety rolier

Heavy driven infeed pressure roller, rubber covered, to flatten
warped work-pieces, complete with emergency-safety system to
prevent overlapped loading (opt.).

¥

Important features of our parquet flooring machines : WORKING units

TP32 TPi6,/ - Fine Finishing
electronic controlled sectioned pad unit

This is the sanding unit for finishing the sur-

face; it can compensate eventual thickness
and planarity differences of the work-pieces.
The sanding belt is pressed down to the sur-
faceof work-pieces by a number of contact
elements, at variable intensity of pressure.
The wide surface of contact of the pad unit
gives a flat look to the surface.

. For an ideal protection of edges and corners

of panels we recommend the sectioned pads
with electronic control of the timing and of the
pressures of intervention of each individual
pad segment.

« pitch of sections 32 mm
n°® 42 sections with a working width of 1350 mm
n° 52 sections with a working width of 1650 mm
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+ pitch of sections 16 mm
n° 84 sections with a working width of 1350 mm
n° 104 sections with a working width of 1650 mm

€400/~ Finishing cyiinder unit

The rubber hardness determines the level of
adaptation of the cylinder working pressure
on the panel surface;

a soft rubber cylinder has more adaptability to
the unevenness of the surface and is rec-
commended for fine sanding grits;

a hard rubber cylinder has less or no adapta-

bility to the surface, therefore it is better for
calibrating operation;

tension roller

- Calibrating cylinder unit

Heavy-duty working unit with cylinder @ mm

250, foreseen for heavy utilization.

Y250 is equipped with;

- special bearings for high speed and
greasing for life;

- high speed tension roller.

steel surface or rubber covered cylinders

Pneumatic operated disk brakes to stop the wor-
king units within few seconds from emergency.

motor of the working unit




Important features of our parquet flooring machines : THICKNESS measuring system Electric/Electronic Controls and Line Connections

LT2 - “Laser thickness control of the processed work-pieces”
‘ PC3 - Computer control with interconnecting possibilities

The display shows:
* value of thickness set average value of thickness on B Computer controfted machine, with monitor and keyboard posilioned in a separale column
in the machine; rigth and left side of machine; T 1 |

This is a PC working posilion Ihat can be fully integrated in the company network.

Ths PC control system allows to pre-set all the working programs; in addition to the total control of the machine, can also give
complete production data (*) such: number of pieces pracessed, working lime per each code , square meler produced, com-
pressed air , volume of dust exlraction, eleclric power consumption , efc..

Through a modem we have the possibility to connect directly Costa Service for help and service.

(*) nate: - Ihis conneclivily to company networks usuzlly require a specific program of comunication.
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The continuous monitoring of the thickness of processed work-pieces and the
correction of thickness tolerances caused either by thermal excursion of working
units and / or by the wear of the sanding belts, avoid rejects of entire batches
of material.

The laser probes shows the thickness value of work-pieces on right and left
side in real time, and calculates the average between the two sizes.

The difference between the thickness set in the machine and the average of
the thickness coming out, corresponds to the correction that should be made
to reset the machine thickness, either in automatic ( with PC3) or manually by
the operator.

NS

Thickness taken by 2 laser probes, positioned between
two pressure rollers (to assure an absolute adherence of
work-pieces to the feed table, to avoid reading false
figures due to warped pieces).

Optional display set in machine rear side

CCCCTT

COSTA LINE MANAGER is the program that is overlooking the passage of data between the different machines in a working line, to
allow the control and the change to new working data, by recalling the code number of the work-pieces.

One PC “Line Master” is controlling all machines (or sections of line) with specific program and instructions.

“Service Manager” is operated directly by Costa Levigatrici Service connected via modem wnth the PCs of he (njacehlne in

Befann.com




Costa Calibrating Manager - PC Program

Program for setting the machine for calibrating operations
with the option/choice to obtain:

A - the highest feed speed

B - the lowest power/belts consumption
in all cases maintaining the given thickness tolerance.

The Operator must input the following data in the PC :

Type of material

Width of work pieces

Average or maximum take away
Sanding belt grit sequence
Feed speed required
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The program is requiring a “dialog” with the Operator based on the fix machine parameters such: number of working units to utilize, power available,
sanding belt grit sequence, feed speed , percentage of sanding belt utilization recommended.

The Operator can insert variable of take away, of feed speed, of sanding belt grit sequence, up to an acceptable definition of the final data of each
working unit. The figures obtained can be transferred to the machine, -with a code number- that will be stored in the PC and can therefore be repeated at

any time.
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The second window of the program is showing the Main Panel and the electronic grit system (that are needed for the utilization of this program).
Once the Operator has confirmed the sanding belt grit sequence for each working unit, the programme will set the depth of cut of each working unit .
The Power Management window monitors the consumption in watt of each working unit.

The programme maintains the balance between the motor power of the working units, with the same difference set in the initial program between

the working units.
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i Combinedb—ottmcalibratin - sanding machines | | Bottom calib ing - sanding machine:
K( j] A P g g machines KQJJ Bottom calibrating - sanding machines

Series KKH are our ‘middle” range machines, with possibility to install high-power motors for high feed speed of production.

+ centralized thickness adjustment with electronic programmer with 50 programmes;
+ centralized feed speed adjustment from control panel of first machine;

+ abrasive belt length 2620 - 3250 (top machine only) mm;

+ working width 350 - 650 - 1350 mm;
+ thickness workable 0 - 160 mm.

CARDAN JOINT

Itis a Costa Levigatrici feature the finkage with a mechanical system (with
cardan joint) between the botfom and top sections, in order to avoid slippage
or slow-down of panels between the feed units, with sanding marks or
(worse) heavy wear of the feed belts.

The motors of the working units with up to 30 kW of
power are positioned inside the frame, both in the top and
in the bottom machines of Serfe KKH.

Bigger power motors must be positioned outside

« available with 1 up to 4 working units;
« constant pass-line from floor;

« abrasive belt length 2620 mm;

* working width 350 - 650 - 1350 mm;

+ thickness workable 0 + 160 mm.

K}] Top calibrating - sanding machines for lines

+ available with 1 up to 4 working units.
+ constant pass-line from floor.

+ abrasive belt length 2620 mm;

+ working width 350 - 650 - 1350 mm;
+ thickness workable 0 + 160 mm.






