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 GUASTINO GUASTI - #1924/CLASSE DI FERRO

           VISIT CORMATEX @ YOUTUBE

  

“IN THE ‘60S WE STARTED MANIFACTURING ALSO 
NONWOVEN MACHINERY.

WE HAVE BEEN PRODUCING NONWOVEN EQUIPMENT FOR LONG 
AND WHEN MY GRANDSON LUCA JOINED THE COMPANY WE STARTED 

DEVELOPING NONWOVEN TECHNOLOGY FOR WASTE RECYCLING 
AND THIS HAS BEEN VERY IMPORTANT FOR OUR BUSINESS.”







Nothing is created, nothing is destroyed, 
everything is transformed 

AS THE END THAT PRECEDES THE BEGINNING, 
THE NIGHT THE DAY, THE STORM TO CALM, 
THE RETURN AND DEPARTURE . WHAT  WE 
ARE ABLE TO REUSE, TO TRANSFORM, TO 
RECYCLE SHAPES THE PRESENT. CONTINUOUS. 

Antoine-Laurent de Lavoisier



RESEARCH IS MUCH MORE THAN A WAY TO DEVELOP NEW TECHNOLOGIES, IT IS THE PATH TO WALK TOGETHER TO OUR CUSTOMERS.

TESTING IS MUCH MORE THAN A WAY TO IMPROVE YOUR KNOWLEDGE, IT IS OUR TOOL TO DEVELOP CUSTOMIZED SOLUTIONS.

INNOVATION IS MUCH MORE THAN A TECHNICAL GOAL, IT IS OUR WAY OF PROVIDING A SERVICE.

A PROJECT TO BE DEVELOPED IN COOPERATION WITH OUR CUSTOMERS IS MUCH MORE THAN A CHALLENGE FOR SUCCESS, IT IS OUR PASSION.





              
fibre minerali    mineral fibers   fibras minerales   
                  fibra di vetro   
pelle leather piel 
              

canapa hemp cáñamo 

              

  kenaf kenaf kenaf 

                        
     legno wood madera
                           
   lana wool lana       
     yak yak yak 

fibra di basalto basalt  fiber  
scarto di tappeti          carpet waste         residuos de alfombras        

fibre sintetiche (vergini o rigenerate)         synthetic fibers   (virgin or regenerated)   

scarti tessili textile waste residuos textiles 

carta e cartone riciclato  recycled paper and cardboard  

scarto pneumatici  tire cord llantas de desecho 

THE DESIGNING OF OUR NEW MACHINES AND LI-
NES IS ALWAYS DRIVEN BY EXPLORING MATERIALS WITH

THE AIM OF GIVING THEM A NEW LIFE CYCLE OR CRE-
ATING A NEW APPLICATION AND A NEW STANDARD.

LIKE FOR PIONEERS AND EXPLORERS, 
KNOWLEDGE IS AN ACTION.



  fibra aramidica aramid aramida 

  glass fiber       fibra de vidrio           

      lino flax lino   

 iuta jute yute 

      cocco coconut coco 

       canna da zucchero sugar cane caña de azúcar 

  

  fibra de basalto 

  

        fibras sintéticas (regenerado o virgen)            

fibra di carbonio carbon fiber de fibra de carbono 

papel y cartón reciclado 
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WE HAVE BEEN TESTING A VA-

RIETY OF MATERIALS, VIRGIN FIBERS, 

POST-INDUSTRIAL WASTE AND

DIFFERENT KINDS OF UNCONVEN-

TIONAL WASTE FOR MANY DIFFE-

RENT APPLICATIONS. THESE ARE

JUST FEW EXAMPLES OF WHAT WE

ACHIEVED AS OF TODAY. 

THE NEXT TRIAL...
WILL BE YOURS.
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line layout/

thermobonding line///

InoxInox

01

01

01

020304

05

06070809

10
11

11

12

06070809

0304

05

01. BALE OPENER

02. TRANSVERSAL COLLECTING BELT + PRIMARY OPENER

03. OILING CHAMBER 
04. FINE OPENER

05. INTERMEDIATE FEED SILO

06. LAP FORMAIR V
07. THERMOBONDING OVEN

08. LONGITUDINAL AND CROSS CUTTER

09. WINDER

10. WASTE MATERIAL SHREDDER

11. CENTRALIZED FILTERING SYSTEM

12. METAL DETECTOR 

01. 
02. 

03. 
04.
05. 
06. LAP FORMAIR V
07. 
08.
09.
10. 
11.
12. 

applications/



needle punching line/
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01. BALE OPENER

02. TRANSVERSAL COLLECTING BELT + PRIMARY OPENER

03. CHEMICAL APPLICATION DEVICE

04. MULTIMIXER

05. FINE OPENER

06. LAP FORMAIR H
07. NEEDLE PUNCHING MACHINE

08. THERMOBONDING OVEN

09. LONGITUDINAL AND TRANSVERSAL CUTTER

10. AUTOMATIC STACKER

11. CENTRALIZED FILTERING SYSTEM

12. UNWINDERS

13. PRE-OPENING SYSTEM

01.
02.

03.
04.
05.
06. LAP FORMAIR H
07.
08.
09.
10.
11.
12.
13.

applications/

line layout/



HIGH PRODUCTIVITY AND EXTREME VERSATILITY

 
THE SPECIAL CONFIGURATION OF THE MACHINE AND THE ABSENCE OF ANY 
CARDING GROUP ALLOW AN EXTREMELY HIGH PRODUCTIVITY AND VERSA-
TILITY IN TERMS OF MATERIALS THAT CAN BE PROCESSED, BOTH VIRGIN 
AND REGENERATED FIBERS AS WELL AS NON-FIBROUS MATERIALS. EXCEL-
LENT RESULTS CAN BE ACHIEVED WHEN PROCESSING MIXTURES OF FIBERS 
OR WASTE MATERIALS WITH DIFFERENT DENSITIES SINCE NO SEPARA-
TION OR STRATIFICATION OF HETEROGENEOUS MATERIALS IS EXPERIENCED

FIBER DISTRIBUTION CONTROL

 
THE SPECIAL PRESSURE CONTROL SYSTEM INSTALLED IN THE LOWER 
FORMING CHAMBER ASSURES A PERFECTLY EVEN DISTRIBUTION OF FI-
BER INTO THE FINAL PRODUCT, BOTH LENGTHWISE AND CROSSWISE

PERFECT VERTICAL STRATIFICATION

 
THE SPECIAL CONFIGURATION OF THE FORMING CHAMBER DETER-
MINES A PERFECTLY VERTICAL ORIENTATION OF THE FIBERS ON 
THE FINAL PRODUCT. SUCH A FEATURE GIVES TO THE PRODUCT 
EXCELLENT RESILIENCY AND THERMAL AND ACOUSTIC INSULATING PER-
FORMANCE THANKS TO THREE DIMENSIONAL STRUCTURE CREATED

LAP FORMAIR V AND LAP FORMAIR H COMBINED

 
CORMATEX AIRLAY SYSTEMS LAP FORMAIR V AND LAP FORMAIR H CAN 
BE COMBINED IN THE SAME LINE SO THAT TO DEVELOP NONWOVEN 
STRUCTURES WITH HORIZONTAL AND VERTICAL FIBER ORIENTATIONS, DIF-
FERENT DENSITIES AS WELL AS DIFFERENT BLEND COMPOSITIONS. THESE 
INNOVATIVE PRODUCTS ASSURE UNIQUE PERFORMANCE FOR MANY DIFFE-
RENT APPLICATIONS THANKS TO AN EXCELLENT THERMAL AND ACOU-
STIC INSULATION, HIGH TENSILE STRENGTH EVEN WITH LOW DENSITY 
PRODUCTS AND THE POSSIBILITY TO ACHIEVE MULTILAYER PRODUCTS



lap formair V

(01)

(02)
(03)

1000 4000

500

300 8000 2

200

20 150000

5%5%5%%

process flow/

THE FIBER IS PNEUMATICALLY FED TO THE UPPER FORMING CHAMBER

(01) WHERE IT IS CONDENSED TO FORM A FIBER BATT EVENLY DISTRIBU-
TED ACROSS THE WIDTH OF THE MACHINE. A SPECIAL MODULATING FE-
EDING SYSTEM (INTERMEDIATE FEED SILO) GUARANTEES AN EVEN AND

CONSISTENT LEVEL OF MATERIAL INTO THE UPPER FORMING CHAMBER.
THE MATERIAL IS THEN FED THROUGH THE OPENING SECTION (02) INTO

THE LOWER FORMING CHAMBER (03) WHERE IT EVENLY STRATIFIES. THE

LOWER FORMING CHAMBER IS PRESSURIZED BY MOTORFANS AND A SPE-
CIAL CONTROLLED AND AUTOLEVELLING AIR SEPARATION SYSTEM ALLOWS

TO PERFECTLY CONTROL THE FIBER DISTRIBUTION AS WELL AS THE FINAL

PRODUCT DENSITY, EVEN WHEN PROCESSING HETEROGENEOUS MATERIALS

WORKING WIDTH: FROM 1000 M TO 4000 O MM

(OTHER OPTIONS AVAILABLE ON REQUEST)T

PRODUCTION CAPACITY UP TO 500 KG/H PER METER WIDE

PRODUCT WEIGHT RANGE: FROM 300 TO OVER 8000 G/M2,
TDEPENDING ON THE MATERIAL PROCESSED

FINAL PRODUCT THICKNESS UP TO 200O MM

(OTHER OPTIONS AVAILABLE ON REQUEST)T

FIBER LENGTH RANGE: FROM 20 TO 150 O MM

(OTHER OPTIONS AVAILABLE ON REQUEST)T

MAXIMUM DENSITY DEVIATION:  5%

FIBER ORIENTATION: RANDOMLY DISTRIBUTED ON VERTICAL LAYERS

03

02

01



HIGH PRODUCTIVITY AND EXTREME VERSATILY

 
THE SPECIAL CONFIGURATION OF THE MACHINE AND THE ABSENCE OF ANY CAR-
DING GROUP ALLOW AN EXTREMELY HIGH PRODUCTIVITY AND VERSATILITY IN 
TERMS OF MATERIALS THAT CAN BE PROCESSED, BOTH VIRGIN AND REGENERA-
TED FIBERS AS WELL AS NON-FIBROUS MATERIAL. EXCELLENT RESULTS CAN BE 
ACHIEVED WHEN PROCESSING SHORT FIBERS AS WELL AS FRAGILE FIBERS THANKS 
TO A CONTROLLED OPENING SYSTEM. LAP FORMAIR H ALLOWS ALSO TO USE 
POWDER BINDERS IN REPLACEMENT OF CONVENTIONAL LOW MELTING FIBERS

FIBER DISTRIBUTION CONTROL

 
THE SPECIAL FIBER GUIDING AND DISTRIBUTING SYSTEM WITHIN THE 
FORMING CHAMBER IN ADDITION TO THE CONTINUOUS WEIGHING SY-
STEMS INSTALLED BEFORE AND AFTER THE FORMING CHAMBER ALLOW 
A PERFECT AND EASY CONTROL OF THE EVENNESS OF THE FINAL PRO-
DUCT. LAP FORMAIR H IS EQUIPPED WITH AN AUTOMATIC CONTROL 
SYSTEM CALLED “CRUISE CONTROL” WHICH ALLOWS TO AUTOMATI-
CALLY KEEP THE WEIGHT OF THE MATERIAL DELIVERED FROM THE FOR-
MING CHAMBER WITHIN A CERTAIN TOLERANCE SET BY THE OPERATOR

PERFECT HORIZONTAL STRATIFICATION

 
THE SPECIAL CONFIGURATION OF THE FORMING CHAMBER DETERMINES A PER-
FECTLY HORIZONTAL ORIENTATION OF THE FIBERS ON THE FINAL PRODUCT. 
SUCH A FEATURE GIVES TO THE PRODUCT EXCELLENT MECHANICAL PRO-
PERTIES EVEN WHEN PRODUCING LIGHT WEIGHT MATERIALS AND THE FIBER 
ORIENTATION IS PERFECT FOR THE FOLLOWING NEEDLE PUNCHING PROCESS

LAP FORMAIR V AND LAP FORMAIR H COMBINED

 
CORMATEX AIRLAY SYSTEMS LAP FORMAIR V AND LAP FORMAIR H CAN 
BE COMBINED IN THE SAME LINE SO THAT TO DEVELOP NONWOVEN 
STRUCTURES WITH HORIZONTAL AND VERTICAL FIBER ORIENTATIONS, DIF-
FERENT DENSITIES AS WELL AS DIFFERENT BLEND COMPOSITIONS. THESE 
INNOVATIVE PRODUCTS ASSURE UNIQUE PERFORMANCE FOR MANY DIFFE-
RENT APPLICATIONS THANKS TO AN EXCELLENT THERMAL AND ACOU-
STIC INSULATION, HIGH TENSILE STRENGTH EVEN WITH LOW DENSITY 
PRODUCTS AND THE POSSIBILITY TO ACHIEVE MULTILAYER PRODUCTS



THE FIBER IS PNEUMATICALLY CONVEYED TO THE FEEDING SECTION CONSISTING

OF AN VOLUMETRIC FEEDER (01) WHERE A FIBER BATT IS EVENLY FORMED

ACROSS THE WORKING WIDTH OF THE MACHINE. THE MATERIAL PROCEEDS

THROUGH THE OPENING SECTION (02) AND IS FED TO THE FORMING CHAM-
BER (03) WHERE THE COMBINATION OF A SERIES OF DISTRIBUTING ROLLERS

AND THE VACUUM BELOW THE PERFORATED BELT (04) AT THE BOTTOM OF

THE CHAMBER GUARANTEES AN EVEN DISTRIBUTION OF THE FIBERS AND A

PERFECTLY HORIZONTAL STRATIFICATION. CONTINUOUS WEIGHING SYSTEMS

(05) AND (06) INSTALLED BEFORE AND AFTER THE FORMING CHAMBER

ALLOW A PERFECT CONTROL OF THE DENSITY OF THE FINAL PRODUCT, RE-
ADY FOR THE FOLLOWING THERMAL OR MECHANICAL BONDING SECTION

lap formair H

01

06 02

03

05
04

WORKING WIDTH: FROM 1000 M TO 4000 O MM

(OTHER OPTIONS AVAILABLE ON REQUEST)T

PRODUCTION CAPACITY UP TO 500 KG/H PER METER WIDE

PRODUCT WEIGHT RANGE: FROM 100 TO OVER 3000 G/M2, DEPENDING

ON THE MATERIAL PROCESSED

FINAL PRODUCT THICKNESS UP TO 200O MM

(OTHER OPTIONS AVAILABLE ON REQUEST)

FIBER LENGTH RANGE: FROM 1 TO 60 MM

(OTHER OPTIONS AVAILABLE ON REQUEST)
MAXIMUM DENSITY DEVIATION:  5%

FIBER ORIENTATION: RANDOMLY DISTRIBUTED ON HORIZONTAL LAYERS

process flow/

(01)

(02)
(03)

(04)

(05) (06)

1000 4000

500

100 3000 2

20000

1 60

5%5%5%5%



carding





01. BALE OPENER

02. TRANSVERSAL COLLECTING BELT

03. BEATER MIXER

04. OIL EMULSION SYSTEM

05. FINE OPENER

06. VOLUMETRIC FEEDER

07. DOUBLE DOFFER CARD

08. CROSS LAPPER MOD. FR150 PROFILE

09. NEEDLE-PUNCHING MACHINE

10. THERMOBONDING OVEN

11. CUTTING AND WIND-UP UNIT

12. OPENER FOR EDGE TRIM RECYCLING

13. MAGNETIC BAR

14. PIPELINE METAL DETECTOR
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thermobonding line///

applications/

01. 
02. 
03. 
04.
05. 
06.
07. 
08. FR150
09.
10. 
11.
12. 
13.
14.

line layout/



01. BALE OPENER

02. TRANSVERSAL COLLECTING BELT

03. PRIMARY OPENER AND OIL EMULSION SYSTEM

04. FINE OPENER

05. FEED TOWER

06. DOUBLE DOFFER CARD

07. CROSS LAPPER

08. NEEDLE PUNCHING SECTION

09. HOT CALENDER

10. LONGITUDINAL AND TRANSVERSAL CUTTING MACHINE

11. AUTOMATIC WINDER

12. OPENER FOR EDGE TRIM RECYCLING

13. OPENER FOR DEFECTIVE MATERIAL RECYCLING

14. METAL DETECTOR

needle punching line/

applications/

01.
02.
03.
04.
05.
06.
07.
08.
09.
10.
11.
12. 
13.
14. 
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volumetric feeder/

1500 4000
1000

01.
02.
03.
04.
05.
06.

01)
(02)

(04)
(03)

(01)

(05)
(06)

WORKING WIDTH: 1500 TO 4000 MM

OUTPUT: UP TO 1000 KG/H

01. HORIZONTAL FEED CONVEYOR

02. INCLINED SPIKED CONVEYOR

03. FIBRE DOSING ROLLER

04. FIBRE DISCHARGING ROLLER

05. VOLUMETRIC CHAMBER

06. VIBRATING WALLS 
THE MATERIAL IS DROPPED ONTO THE CONVEYOR (01) AND INTERMIT-
TENTLY FORWARDED TOWARDS THE INCLINED SPIKED CONVEYOR (02). 

THE LATTER PICKS UP THE FIBRES AND OPENS THEM BY THE DOSING ROLLER 
(03), BY FURTHERLY TAKING THE FIBRES TO THE DISCHARGING ROLLER 

(04). BEFORE BEING DISCHARGED, THE EXTRA MATERIAL IS REJECTED BY 
THE DOSING UNIT (03) AND TAKEN BACK TO THE CONVEYOR (01), SO 

THAT A STEADY FIBRE QUANTITY IS SUPPLIED TO THE FOLLOWING CARDING 
PHASE. THE STEADY FEEDING QUANTITY IS GUARANTEED BY THE TRANSITION 

OF THE MATERIAL THROUGH THE VOLUMETRIC CHAMBER (05); THE MA-
TERIAL WILL THEN BE DISCHARGED ON THE FEED BELT OF THE CARD AFTER 

BEING COMPACTED BY THE VIBRATING WALLS (06)

03

01

02

04

05

06

process flow/



feed tower/

1000 3500

3000 2

process flow/

WORKING WIDTH: 1000 TO 3500 MM

(OTHER OPTIONS AVAILABLE UPON REQUEST)
WEIGHT RANGE: UP TO 3000 G/M2

(OTHER OPTIONS AVAILABLE UPON REQUEST)

STAINLESS STEEL INNER CHAMBER STRUCTURE

TOP AND BOTTOM CHAMBER WITH FIXED WALLS AND INSPECTION WINDOW

SPECIAL DUCTING AND CONTROLLED SUCTION OF THE EXCESS OF AIR

PRESSURE SWITCH ON THE FIBER FEED CHANNEL, L TO CONTROL FIBER FEED QUANTITY

DIFFERENTIAL PRESSURE SWITCH ASSEMBLED ON THE BOTTOM CHAMBER, TO

CONTROL FIBRE FILLING RATE AND ITS EVEN DISTRIBUTION

ACROSS THE MACHINE WIDTH



870°C

2500 3000 3500

 
01. 02. 03.

04. 05. 06.
07. 08. 09.

10. 11.
12. 13.

(12)
(04) (05)

BASE AND LOAD-BEARING STRUCTURE IN HEAT-TREATED STEEL (870°C) / CYLINDER 
MADE OF RECTIFIED AND REINFORCED THICK STEEL SHEET / WORKER ROLLERS MADE OF 

CENTRIFUGED DURALUMINIUM / ELECTRONIC-DIGITAL DYNAMIC AND STATIC BALANCING 
OF ALL CYLINDERS AND ROLLERS / CAST IRON ROLLER SUPPORTS ASSEMBLED WITH SPE-
CIAL PATENTED SHOCK-ABSORBERS / UNIBLOCK ANTIVIBRATION CONSTRUCTION SYSTEM 

FOR MODULAR UNITS / POSSIBILITY OF INSTALLATION ON SEPARATE BASEMENTS IN STEEL, 
OR ON CONCRETE WALLS OR ON PIT FOUNDATION / WORKING WIDTHS: 2500 MM 

- 3000 MM - 3500 MM (OTHERS ON REQUEST) / INDEPENDENT FEED BY ELECTRO-
NIC MICRO-WEIGH HOPPERS, VOLUMETRIC FEEDERS OR CONTINUOUS FEED TOWERS / 

OFF-TAKE UNIT WITH DOUBLE DOFFER AND/OR SINGLE DOFFER / RANDOMIZING ROLLERS 
AVAILABLE UPON REQUEST FOR EACH DOFFER / WEB TAKEOFF WITH DOFFING COMB 

(VARIOUS MODELS), OR DOFFING ROLLERS / CENTRALIZED CONTROL AND MANAGEMENT 
OF THE MACHINE BY STANDING CONTROL PANEL

PLC PROGRAMMER FOR PROGRAM MANAGEMENT WITH EXCLUSIVE SOFTWARE (ON 
REQUEST) / ELECTRICAL WIRING AND ELECTRONIC CIRCUITRY TO IP STANDARD (UL IN 
THE U.S.) / SAFETY CUTOFFS AND SAFETY MECHANISMS CERTIFIED ACCORDING TO EC 
STANDARDS / AC MOTORS AND INVERTER ADJUSTABLE FROM THE CONTROL PANEL

01. FEED GROUP / 02. BREAST ROLLER WORKERS / 03. BREAST ROLLER STRIPPERS /
04. BREAST ROLLER / 05. CARD/ 06. CARD WORKERS / 07. CARD STRIPPERS / 

08. TOP DOFFER / 09. TOP RANDOM GROUP / 10. BOTTOM DOFFER / 
11. BOTTOM RANDOM GROUP / 12. MAIN TRANSMISSION DRIVE / 

13. CARD FEED TABLE WITH CONTINUOUS WEIGHING SYSTEM 

INDIPENDENT DRIVE

THE MAIN TRANSMISSION DRIVE IS PROVIDED OF A LATEST GENERATION ELECTRONIC 
CONTROL SYSTEM THAT ALLOWS DRIVING THE MACHINE FROM THE CONTROL PANEL 
DIRECTLY, THUS PERMITTING THE MAXIMUM OPERATIVE FLEXIBILITY BY GRANTING THE 

BEST MACHINE PERFORMANCE BOTH IN TERMS OF QUALITY AND PRODUCTION CAPACITY 
WITH ANY TYPE OF FIBER PROCESSING. THE DRIVE OF THE VARIOUS MACHINE GROUPS 

IS INDEPENDENT AND INVERTER DRIVEN, SO AS TO GUARANTEE INDEPENDENT SPEED 
SETTINGS. THE MAIN MOTOR DRIVE (12) ALLOWS ADJUSTING THE GENERAL MACHINE 
PERFORMANCE BY SETTING THE SPEED OF THE BREAST ROLLER (04) AND THE ONE OF 

THE MAIN CYLINDER (05)

carding machine/

01

02

03
0405

06

0708

09

121011

13

process flow/



150
3T500

15

7-300
150

FEED SPEED UP TO 150 M/MIN

FEED WIDTH UP TO 3500 MM

FIBRE LAP DELIVERY WIDTH UP TO 15 M

DOUBLE-BELT WEB TRANSPORTING CONVEYOR SYSTEM (SANDWICH TYPE) 
PROFILE PROGRAMMED COMPENSATION (FIBER LAP PROFILING) SYSTEM FOR WEB

DISTRIBUTION ON THE FLOOR APRON(PATENTED)
AUTOMATED BELT CENTRING

SIEMENS S7-300 SIMOTION PLC- CONTROLLED PARAMETER PROGRAMMING AND

MACHINE CONTROL

EXCLUSIVE “DATA 150 CORMATEX” SOFTWARE

CONDUCTIVE PU CONVEYORS

FRAME

ENTIRELY MADE OF STEEL, WITH PROPERLY SIZED BASES PROJECTED FOR HIGH

SPEED PERFORMANCE AND FINISHED PRODUCT WIDTH UP TO 15 M.
EC-CERTIFIED MACHINE

WEB TRANSPORTING SYSTEM

HIGH PRODUCTION SPEED IS OBTAINED BY MEANS OF CONVEYORS, ARRANGED

IN A SANDWICH PATTERN (DOUBLE BELT WEB TRANSPORTING SYSTEM); THEY

HOLD AND GUIDE THE WEB THROUGHOUT THE WHOLE RUN UNTIL THE WEB IS

DEPOSITED ON THE FLOOR APRON. THIS SYSTEM PREVENTS ANY UNDESIRABLE

WEB TENSIONING AND MINIMISES THE EFFECTS CAUSED BY THE AIR TURBULENCES

DUE TO MASS DISPLACEMENT DURING WEB LAYDOWN. THIS FUNCTION IS VERY

IMPORTANT AT HIGH SPEED AND WHEN VERY LIGHT WEBS ARE HANDLED

FIBERLAP PROGRAMMED CONFIGURATION - “PROFILE” SYSTEM

THE PROFILE (PATENTED SYSTEM) IS USED TO CONTROL THE DEPOSITION OF THE

WEB ON THE FLOOR APRON IN A CONTINUOUS AND PROGRAMMED WAY. EACH

COMPENSATION ZONE IS INDIVIDUALLY CONTROLLED BY A COMPLEX PROGRAM-
MER, WHICH CONTROLS THE WEB LAYDOWN CARRIAGE SPEED IN REAL TIME. THE

FIBERLAP CONFIGURATION IS REPEATABLE AND TEMPORARY CORRECTIONS ARE

POSSIBLE. GRAPHIC DISPLAY OF THE FIBERLAP CONFIGURATION BY SIMPLE READING

DIAGRAMS REPRODUCIBLE ON THE SCREEN

cross lapper/

15000



bale opener/

THE MATERIAL, USUALLY AVAILABLE AS PRESSED BALES (01), IS TRANSFER-
RED BY THE FEEDING BELT (02) TO THE INCLINED SPIKED BELT (03). THE 
CONICAL PINS OF THE BELT OPEN THE FIBRES AND TAKE THEM TO THE 
DISCHARGING ROLLER (05). THE DOSING ROLLER (04) PLAYS A CRUCIAL 
ROLE DURING THE FIBRE FEEDING SO THAT TO GUARANTEE A PERFECT 
CONTROL OF THE MATERIAL DISCHARGED INTO THE WEIGHING PAN (06)

THE MATERIAL IS TRANSFERRED BY THE CONVEYOR BELT (01) 
TOWARDS THE FEED ROLLERS (03) AND COMPACTED BY THE FEED 
PRESSING BELT (02). THE FEED ROLLERS (03) FEED THE FIBRES TO 
THE MAIN CYLINDER (04) AND HOLD THE FIBRES TIGHTLY BY MEANS 
OF AIR CYLINDERS, THUS MAXIMISING THE OPENING EFFECT OF THE 
FIBRES. THE PROCESSED FIBRES ARE DELIVERED TO THE FOLLOWING 
MACHINE BY THE HOPPER (05) AND A DOWNSTREAM MOTORFAN

01 02
03

04 05

06

01 02 03 04 05

machines/

process flow/

process flow/
primary opener/



THE BEATER-MIXER IS FED BY A CYCLONE (04) ASSEMBLED

ON THE FEEDING HOPPER (03), AS SHOWN BY THE ARROW A.
THE MATERIAL GOES THROUGH THE MAIN DRUM (02) AND IS DISCHAR-
GED BY THE OUTFEED HOPPER (01) BY MEANS OF A SUCTION SYSTEM

THAT PROVIDES TO FEED THE FOLLOWING MACHINE. DURING THIS PHASE,
THE BLOWER (05) REMOVES DUST AND FOREIGN MATTERS  THROUGH

THE GRID (06) AND CONVEYS THEM TO THE FILTERING SYSTEM DIRECTLY

THE CHEMICAL SOLUTION BEING PREPARED IN THE TANKS (01) IS FED

UNDER PRESSURE TO THE SPRAYING CHAMBER (05) BY MEANS OF THE

PUMP (02). THE SPRAY/INJECTING NOZZLES (04) EVENLY APPLY THE

CHEMICAL SOLUTION ON THE FIBRE BLEND IN PROCESS, WHICH IS PNEU-
MATICALLY TRANSFERRED INTO THE CHAMBER THROUGH THE FEEDING

DUCT (03) AND HENCE TO THE EXIT , READY FOR THE FOLLOWING STEPS

THE AUTOMATIC BLENDING BIN IS FED BY MEANS OF A ROTATING

OR MOVABLE MOUTH (01) (AS WELL AS THROUGH MOVABLE FEED

CONDENSER) SO THAT TO EVENLY DISTRIBUTE THE PRE-MIXED MATERIAL

INTO HORIZONTAL LAYERS (02). DURING THE FEEDING OF THE BIN THE

MATERIAL IS FED TO THE INCLINED SPIKED BELT (04) BY THE HORIZON-
TAL FEEDING BELT (03). THE INCLINED SPIKED BELT VERTICALLY CUTS

THE HORIZONTAL LAYER SO THAT TO GUARANTEE A PERFECT BLENDING

OF VARIOUS COMPONENTS. THE PICKED-UP FIBRES ARE TRANSFERRED TO

THE FOLLOWING PROCESS STAGES BY A DELIVERY SUCTION SYSTEM (05)
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automatic blending bin/

chemical application device/ 

beater mixer/
process flow/

process flow/
pp

process flow/
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05 06
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(01) (02)
(03)

 (05)

(06)

1000 7000

50

machines/

fine opener/

material accumulator/

process flow/

process flow/

WORKING WIDTH: 1000 TO 7000 MM 
(OTHER SIZES UPON REQUEST)
STORAGE CAPACITY: OVER 50 M 
(DIMENSIONS ACCORDING TO CUSTMER’S NEEDS)
AC INVERTER-CONTROLLED DRIVE

SAFETY AND PROTECTION SYSTEMS COMPLYING WITH CE STANDARDS

INCOMING MATERIAL IS KEPT TENSIONED BY THE COMPENSATION UNIT 
(01) WHILE THE TROLLEY (02) GOES UP DURING STORAGE OR DOWN 
DURING RELEASE. AT MACHINE OUTPUT  THE MATERIAL IS KEPT CENTRED 
BY THE STEERING UNIT (03)

THE FIBERS COMING FROM THE FEED CONDENSER BEING ASSEMBLED 
ON THE TOP OF THE FEED CHAMBER (01) DROPS INTO THE VOLUME-
TRIC CHAMBER (02), GETS COMPACTED AND IS FED TO THE FEEDING 
SYSTEM (04) BY MEANS OF THE FEED ROLLERS (03).  THE FEEDING 
SYSTEM CONVEYS THE FIBERS TO THE MAIN CYLINDER (05) BY WOR-
KING AT A VERY NARROW DISTANCE, SO AS TO OBTAIN A FINE FIBRE 
OPENING DEGREE. THE FIBERS ARE DELIVERED TO THE MACHINE THAT 
FOLLOWS IN LINE BY A FIBER DELIVERY HOPPER (06) AND A MOTORFAN
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WHEN THE SET ROLL DIAMETER HAS BEEN REACHED (02), THE WINDING

ROLLERS STOP AND THE GUIDING COLUMNS (03) ROTATE TO MAKE THE

ROLL MOVE ON THE OUTER CONTACT CYLINDER TILL THE REQUIRED ANGLE

IS REACHED AND THE ROLL CAN BE DEPOSITED ON THE PROVIDED ROLL

TRANSPORTING CART

THE MATERIAL IS TRANSFERRED BY THE CONVEYOR BELT (01) T TOWARDS THE FEEDING

SECTION (03)  (PAIR OF FEED ROLLERS OR DISH PLATE TYPE DEPENDING ON THE

MATERIALS TO BE RECYCLED) AND COMPACTED BY THE FEED PRESSING ROLLER (02). R

THE FEEDING SECTION (03) FEEDS THE MATERIAL TO THE MAIN CYLINDER (04) (R DIF-
FERENT CONFIGURATIONS AVAILABLE DEPENDING ON THE MATERIAL TO BE RECYCLED)
AND HOLD THE FIBRES TIGHTLY BY MEANS OF AIR CYLINDERS, THUS MAXIMISING THE

OPENING EFFECT ON THE FIBRES. THE FIBERIZED MATERIAL IS THEN DELIVERED TO THE

FOLLOWING MACHINE BY THE HOPPER (05) R AND A DOWNSTREAM MOTORFAN. THIS

MACHINE CAN BE INSTALLED IN COMBINATION WITH THE LONGITUDINAL CUTTER IN

ORDER TO AUTOMATICALLY PERFORM THE EDGE TRIM SHREDDING AND RECYCLING

THE MATERIAL IS FED TO THE LONGITUDINAL CUTTING GROUP (02) P AND GUIDED BY A
PAIR OF CALADERING ROLLERS (01), S WITH AUTOMATICALLY ADJUSTABLE PRESSURE. THE
LONGITUDINAL CUTTING GROUP CAN BE EQUIPPED WITH DIFFERENT TYPES OF BLADES,S
PRESSURE TYPE, E RUNNING TYPE AS WELL AS SCISSOR TYPE DEPENDING ON THE PRODUCT
FEATURES. MULTIPLE LONGITUDINAL BLADES CAN BE ASSEMBLED ON REQUEST AND THEIR
POSITION CAN BE MANUALLY ADJUSTED OR AUTOMATICALLY ADJUSTED FROM THE
CONTROL PANEL ON REQUEST. ANOTHER PAIR OF CALANDERING ROLLERS (03) S GUIDES
MATERIAL TOWARDS THE CROSS CUTTER (04) R BY KEEPING A PERFECT ALIGNMENT. THE
TRANSVERSAL CUTTING GROUP CAN BE EQUIPPED WITH DIFFERENT TYPE OF BLADES SUCH
AS GUILLOTINE TYPE, E PRESSURE TYPE, E RUNNING TYPE OR SCISSOR TYPE. THE TRANSVERSAL
CUTTING GROUP CAN BE ALSO ASSEMBLED ON A MOVABLE TROLLEY (05) Y IN ORDER TO
PERFORM A PERFECTLY STRAIGHT CUT WITHOUT STOPPING THE LINE
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