technologies “lines
TEXHOOM N “SIHIAY

J | r|ay thermobonding line/nMH1A TEPMODVKCDOBaHA
needle punching line/NMHMA MMONPOOKVBaHS

lap formair V
lap formair H

Ca rd | ng thermobonding line/nMHMA TEPMODYKCPOBaHA
needle punching line/NH1A MrnonpodrBaHA

volumetric feeder/06beMHBIV MATATENb

feed tower/6allleHHbIV MATATENb
carding machine/4ecanbHas MalvHa

Cross lapper/monepeqHbi XONCTopackNaaqm K

_ , ~ bale opener/kmnopagpeixnimTens
opening and blending machines

MalUVHBI PASPBIXTIEHNA rimary opener/npenBapuTeSbHbIN PasPbIXIUTENb
CMeLLUBaHVA p y p p a p p p

beater mixer/TpenanbHaa MaLmHa
chemical application device/ YCTROVCTBO HAHECEH/S XVIMKATOR
automatic blending bin/aBTomat4eckas cMecoBad Kavepa

fine opener/TOHK PasPLIXIIUTESb

Cu‘[’[mg and vvinding machines materia| aCCumu|ator/HaKOI'll/lTeﬂb I\/IaTeDI/IaJ'Ia

MalLUMHbI HAPE3KM 1 HAMOTKIA .
cutting systems/C1CTEMbI HAPE3KM

winding systems/CCTEMbl HAMOTKY

recycling systems

CHCTEMDb! material recycling systems/CCTEMbI DELIMPKYI IV MaTepralia
nepepadboTKM yeing sy PELVPRY. g
OTXOLOB



“IN THE ‘605 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.”

“B B0-X Mbl TAKXKE HAYAI BBIMYCK HETKAHOIO
OBOPYAOBAH/S1. Mbl Y)KE AOATO MPOV3BOAVM
HETKAHOE OBOPYLIOBAHVE, 1 KOMOA MO BHYK

JIVKA MPUCOEAVHNNCH K KOMMAHAW, Mbl HAYATA
PA3BVIBATb HETKAHBIE TEXHOMOMAM B HAMPABMEHMN
MEPEPABOTK/ OTXOIOB, V1 STO BbIO O4EHb BAKHO
L5 HALLIETO BU3HECA.”

GUASTINO GUASTI - #1924/CLASSE DI FERRO
VISIT CORMATEX @ YOUTUBE










Nothing is created, nothing is destroyed,
everything is transformed

Antoine-Laurent de Lavoisier

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.




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.



VICCNEAOBAHNA O3HAYAIOT TOPA3O BOSIBLLE, YEM MyTb PA3BUTUSA HOBBIX TEXHOMOMV: 3TO MyTh, MO KOTOPOMY Mbl MAEM
BMECTE C HALLIMMI TIOKYMATENAMA.

VICTIBITAHA OBHAYAIOT FMOPASAO BOMBLLE, YEM MYTh K COBEPLLIEHCTBOBAHWIO BALLIMX 3HAH, GTO HALL VHCTPYMEHT /14
PASBITVIA PELLIEHY, COOTBETCTBYIOLLIMX TPEBOBAHMEM SAKASHMKA.

HOBATOPCTBO O3HAHYAET FOPA3IO BOJBLLE, YEM TEXHUHECKAA SALAHA, STO HALLI MYTb OKASAHNA YCITYT .

MPOEKTBI, KOTOPBLIE Mbl PASBBAEM COBMECTHO C HALLIMIMA FIOKYIIATENTAMI, OSHAHAIOT MTOPA3A0 BOSIBLUE, YEM MPETEH3MA HA
YCINEX, 3TO HALLA CTPACTb.



THE DESIGNING OF . OUR“-NEW MAEHINES AND/ LI-
NES IS ALWAYS DRIVEN"BY EXPLORING MATERIALS MWHH
THE AIM OF GIVING THEM~A NEW—IFE CYCLE"OR CRE-

ATING A NEW-APPLICATION AND-ANEWSTANDARD.
LIKE-FOR PIONEERS\AND\EXPLORERS;
KNOWLEDGE |5 AN ACTION.

fibre minerali  mineral fibers fibras minerales MMHeparibHbIE BONTOKHA
fibra di vetro
pelle leather piel koxa 75

canapa hemp cafiamo KoHomnsa FREF4E
carta e cartone riciclato recycled paper and cardboard

kenaf kenaf kenaf keHad £ #k

legno WOOd madera gepeso A7

lana WOO! lana wepctb FF

yak yak yak sik BFAF .
fibra di basalto baSaH flb@l’
scarto di tappeti Cd rpet waste residuos de alfombras

scarti tessili textile waste residuos textiles oTxogpl TekcTuna J&Zh23

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

scarto pneumatici tire COI’d llantas de desecho OTXOAp! LUVH [E|H%C A5



[ IPOEKTYIPGBAHIE HOBLIX MALLIH 1 TIHA BCE 1A
PVBOAUTCANB OEVCTBUVE TYTEM PACCMOTPEHIAA
MATFERPVNATIOB..C LIFNBIO  RIPNIAHNA MM HOBOTI O

HSHEHRONO - UWMKNA, /11 COSHAHNA — HOBBIX
MPVIMEHEAINA HOBBIX CTAHLOAPTOB.

fibra aramidica aramid aramida apammpgHble

WYL N
glass fiber  fibra de vidrio  TeknosBonokHo  IRIELT4E

ino TlaX lino nén NG
papel y carton reciclado pereHepupoBaHHble Gymara 1 KapToH B AI4EsKFIZEHR

iutaJ ute yute mKyT Bk

COCCo coconut coco kokoc Mtz

canna da zucchero sugar cane cafia de azlicar caxapHblIi TPOCTHUK H & B

fibra de basalto 6a3anbToBbIE BOMOKHA X o= 2T 4E

OTXOMbl KOBPOB & |HithES
fibra di carbonio carbon fiber de fibra de carbono yrnepogHoe BonokHo Fx&F4&

fibras sintéticas (regenerado o virgen)

NepBUYHbIE UV PEreHeprPOBaHHbIe IR AR
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thermobonding line/mH/A TEPMOMKCVOOBaHAS

applications/nprmeHeHe

E&i

]

line layout/nprmMep pasmMeLLeHra JHAN

i
1 il
. ||

O71. BALE OPENER
02. TRANSVERSAL COLLECTING BELT + PRIMARY OPENER

03. OILING CHAMBER

O4. FINE OPENER

O5. 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. KMMNOPASPEIXIITESb

02. NONEPEYHbI HAKOMTENTBHBIV KOHBEVEP +
MPEOBAPUTEbHbBIV PASPLIXIATES S

03. BAMAC/IVIBAIOLLIAA KAMEPA

04. TOHKMIN PASPBIXITUTES b

05. MPOMEXKYTOYHbIV BALLIEHHBIA MIATATE b

06. LAP FORMAIR V

07. TEPMOCBA3LIBAIOLLAA MEYH

08. NMPOAONBHLIV 11 TIOMEPEYHBIV PE3AK

09. HAMOTH/IK

10. MBMENBYMTENE OTXOJ0B

11. LIEHTPATIMBOBAHHAA CYICTEMA OUNIBTPALIAM

12. NETEKTOP METAINA
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needle punching line/ S HAA ITIOMPCOBaHAA

applications/nprmeHeHne

DRy ===

line layout/nprmMep pasmMeLLeHVa SHA

O1. BALE OPENER
02. TRANSVERSAL COLLECTING BELT + PRIMARY OPENER

03. CHEMICAL APPLICATION DEVICE
04. MULTIMIXER

O5. FINE OPENER

06. LAP FORMAIR H

O7. NEEDLE PUNCHING MACHINE
08. THERMOBONDING OVEN

09. LONGITUDINAL AND TRANSVERSAL CUTTER
10. AUTOMATIC STACKER

11, CENTRALIZED FILTERING SYSTEM
12. UNWINDERS

13. PRE-OPENING SYSTEM

071. KUNOPA3PEIXITNTES b

02. NMONEPEYHLIV HAKOMTENBHBLIV KOHBEVIEP +
MPEABAPVTESbHBIVI PASPLIXIATES S

03. CUCTEMA HAHECEHV/A XVIMNKATOB

04. MYNBTUCMELLIMBATENb

O5. TOHKY PASPEIXIITESb

06. LAP FORMAIR H

O7. UTNOMPOBVIBHAA MALLIMHA

08. TEPMOCBA3LIBAOLLIAA MEYL

09. NMPOAONBHBLIA 1 TIOMEPEYHLIV PE3AK

10. ABTOMATUHECKIA LLITABENEYKIAQHVIK

11, LIEHTPATIM3OBAHHASA CYICTEMA OUSTBTPALIAM
12. PASBMATBIBATES N

13. CUCTEMA MPEABAPUTE/IBHOMO PASPLIXITEHIA



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 F-
BER INTO THE FINAL PRODUCT, BOTH LENGTHWISE AND CROSSWISE

BbICOKAA MPOVISBOOVTE BHOCTE WV SKOTTIYATALIOHHAA TVIBKCCTb

GI'IELI,I/IAJ'II:;I—|AFI KOHOUNYPALIA MALLIHBI 1 OTCYTCTB/E KAKOM-
JIMBO KAPLOYECATIEHOM IPYMTibl MOSBOMAET AOBMTECH OYEHD
BbICOKOM MPOVSBOAUTENBHOCTU M TVIBKOCTVA B OTHOLLIEHM
TIEPEPABATBIBAEMbIX MATEPVIATIOB: KAK V8 MEPBUYHLIX, TAK V1 13
PEMEHEPMPOBAHHBIX BOJIOKOH, A TAKKE 118 HEBOJIOKH/CTBIX
MATEPVATIOB. OTMHHBIE PEBYJ'II::TAT[{I MOIYT  Bbllb
HOCTUIHYTHI TP OBRABOTKE CMECEN BOJIOKOH, T OTXOLOB.
C PASJ'II/I‘;IHbIMl/I MOTHOCTAMAN  BIIATOLOAPA  OTCYTCTBAO
PASOENEHVA I PACCIIOEHNA HEOOHOPOOHBIX MATEPUATIOB

. -

YIPABIEHVIE PACTIPELE/NEHVEM BOJIOKOH ™
—

CI‘IELI,I/IAJ'IbHAFI CVICTEMA KOHTPOSIA JABIMEHIAS, YCTAHOREHHAS

BHYTPU  HIDKHEN GOPMUPYIOLLE  KAMEPLI, - OBECTIEWVIBAET

ABCOSIOTHO  PABHOMEPHOE PAcnPEuETWEHME BOIIOKHA B

OKOHHATENEHOM  TPOIVKTE, KAK B MPOLIOMEHOM, TAK 11 B

g oF . " . TIOMEPEYHOM HATTPABTEHIM a\‘
B < N . \ 'ﬂ' -
. . e v ' -~
PERFECT VERTICAL STRATIFICATION 5 VIEATBHOE BEPTUKASTBHOE HACTIOEHVIE - LR
N e -
THE SPECIAL CONFIGURATION OF THE FORMING SHAMBER DETER-  CIMELWATIHAA Komﬁum -, mowmﬁ!bw&m\ KAVEF I

MINES = A PERFECTL‘( VERTICAL ~ ORIENTATION OF FIBERS ON
THE FINAL PRODUCT.WSUCH A FEATURE GIVES TO THE PRODUCT
EXCELLENT RESILIENCY AND THERm ND ACOUSTIC INSULATING PE

FORMANCE THANKS TO THREE D ONAL  STRUCTURE CREA'I%

" . b

i . .
LAP FORMAIR V AND LAP FORMAIR H COMBINED

L AT

-

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 MAN FFE-
RENT APPLICATIONS THANKS TO AN EXCELLENT THERMAL AND ACOU-
\‘STIC INSULATION, HIGH TENSILE STRENGTH EVEN WITH LOW DENSITY
UCTS ANP THE POSSIBILITY TO ACHIEVE MULTILAYER PRODUCTS
. )

~

OMPENENSET COBEPLLEHHO BEPTVIKATBHYIO OPVEHTALIO ajﬂ(}@l—f
'OKOHHATENBHOMO MPOMYKTA. MOMOBHAS OCOBEHHOCTL MPUIAET

MPOIVKTYOTTIHHVIONPY>K/HCTOCTHUY Y HLLIEHHBI KE
N AYCTUMECKVE | VBOTALWIOHHBE SKCFU&’ATALI,VIOI%IE ACTBA
e) TPEXMEPI—|O|/I CTPVKTYPbI .

PR . : <
KOMBI/IHALI,I/IFI LAP FORMARR V /1 LAP FORMAR H A
emcwmumwoon@ LAPFORMAIBVVILAPFORMAIF)H -
MOIVT  KOMEVH/POBA B OMHOM W TOW YKE fAHAA [ Vi

YCOBEPLLIEHCTBOBAH/ST  KOHCTPYKLA  HETKAHBIX - MATEPVIATIOB
MYTEM OB BEL/HEH/S C FOPVIBOHTAIBHOM U1 BEPTUKATBHOM
'OPVEHTALYE/ BOMOKOH, PA3HBIX MVIOTHOCTEN, A TAK KE
 CMECE/ PAGTIMHBIX COCTABOB. ST HOBATOPCKVE TPOMVKTI
PACTIONATAIOT YHUKAMBHBIMA SKOTTYATALVIOHHBIMI KAYECTBAMA
N MHOXECTBOM PASIVHHBX MPYMEHEHIAV BIATOAPS OTTAHHbIM
TEPMHECKUM /1 ARYCT/HEGKVM  VBOMFILYIOHHBIM - CBOVICTBAM,
BbICOKOW MPOYHOCTV HA PAGPLIB [IAKE L1719 MPOLVKTOB C HIBKOM
MOBEPXHOCTHOM TVIOTHOCTHO, M BOBMOXHOCTV MOMVHEHAA
MHOFOOJ'IOI/IHbIX MPOMYKTOB - :



lap formair V

process flow/cxema PyHKUMOHWPOBaHA

THE FIBER IS PNEUMATICALLY FED TO THE UPPER FORMING CHAMBER
(O1) 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 (O3) 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 10 4000 MM
(OTHER OPTIONS AVAILABLE ON REQUEST)
PRODUCTION CAPACITY UP TO 500 KG/H PER METER WIDE

PRODUCT WEIGHT RANGE: FROM 300 To over 8000 /M7,
TDEPENDING ON THE MATERIAL PROCESSED

FINAL PRODUCT THICKNESS UP TO 200 MM
(OTHER OPTIONS AVAILABLE ON REQUEST)

FIBER LENGTH RANGE: FROM 20 TO 150 MM
(OTHER OPTIONS AVAILABLE ON REQUEST)
MAXIMUM DENSITY DEVIATION: %= 5%

FIBER ORIENTATION: RANDOMLY DISTRIBUTED ON VERTICAL LAYERS

BOMOKHO
POPMVIPYIOLLIVIO KAMEPY (01), TIE HAKATIIMBAETCH, DOPMPYA

MHEBMATUMECK — MOLAETCA B BEPXHOKO
MAPTKO  BOJIOKHA,  PABHOMEPHO  PACTIPELENIEHHVIO  BAOSb
PABOYEM  LWLVPVHBI MALLIMHBI,  CIELMAIIBHAA  MOLYSIPYFOLLIAA
CVICTEMA TUTAHV/S  (MPOMEKYTOYHBIN - BALLIEHHBIA  MIATATEN)
FAPAHTVPYET PABHOMEPHBI 1 MOCTOAHHBIM YPOBEHD MATEPVATIA
B BEPXHE ®OPMVPYIOLLIEN KAMEPE, SATEM MATEPVIATT TIOLAETCH
YEPES CEKLIIO PASPLIXITEHVST (02) B HKHIOKD GOPMAPYIOLLIVIO
KAVEPY (03), TOE OH PABHOMEPHO HAC/AVBAETCS. B H/DKHEM
OOPMUPYIOLLIEV KAMEPE COBLAETCH MOBLILLIEHHOE  IABMEHVE
BOBOYXA SNEKTPOBETIATOPAMA V1 CMELIMATBHOV CUCTEMOW
ABTOMATVHECKO O KOHTPOMA YAATEHMA SBBTOHHOrO BOSMYXA,
MOSBOIIAOLLYMMA — TOHHO  KOHTPOSIVIPOBATL — PACTIPELENTEHVE
BOJIOKOH W MNIOTHOCTE OKOHHYATENBHOIO MPOLAYKTA JAXE TPV
OBPABOTKE HEOAHOPOOHbIX MATEPUAIIOB

PABOHAA LLVPHA OT 1000 10 4000 MV
(OPYIVE 0Nyt IOCTYIHB! 10 3ASIBKE)
MPOVSBOAUTENBHOCTE A0 500 KI/Y HA METP LUMPVHGI

LOVATASOH MOBEPXHOCTHOM MIOTHOCTY MPOLYKTA!
OT 300 ¥ BONEE 8000 /M?, B 3ABUCUMOCTY OT
MEPEPABATBIBAEMOIO MATEPVIASIA

OKOHYATENIbHAA TONLUMHA MATEPUANA O 200 MM
(APYTVIE OMLMM AOCTYMHBI MO 3ASBKE)

OVANASOH IMH BOSIOKOH: OT 20 4O 150 MM
(APYTVIE OMLMM AOCTYMHBI MO 3ATBKE)
MAKCVIMASTBHOE OTKIIOHEHWE MAIOTHOCTU: & 5%

OPVEHTALINA BOJTOKOH. BECTOPAOOHHO PACTIPEAE/IEHHOE
BEPTVKAJIBHBIMW CITOAMIA



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 ANB'LAP FORMAIR H COMBINED

-_—
CORMATEX AIRLAY SYSTEMS LAP FORMAIR V AND LAP FORMAIR H« CHUCTEMbB ARLAY

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 §FHE POSSIBILITY TO ACHIEVE MULTILAYER PRODUCTS

——'——

BbICOKAA MPOVBBOANTENTIBHOCTE 1 SKCT U IYATALIIOHHAA TVBEKOCTE

CNELIMANBHAA KOHDUMYPALIMA MALLIVHBI 11 OTCYTCTBUE KAKOW-
JIMBO KAPOOYECABHOW MPYMMbl MOSBONAET AOBUTECA OYEHD
BLICOKOM MPOMBBOONTENBHOCTA U TUMBKOCTV B OTHOLLIEHVM
MEPEPABATBIBAEMBIX MATEPUAJIOB: KAK 13 MEPBINYHBIX, TAK 1 13
PEMEHEPVIPOBAHHBIX BOJIOKOH, A TAKKE N3 HEBOJIOKHNCTBIX
MATEPVANIOB.  OTJINHYHBIE PESYJIBTATEI MOIYT BbiTb AOCTATHYTHI
MNP OBPABOTKE KOPOTKIX BOJIOKOH, TAK YXKE KAK U XPYIKMX
BOMIOKOH BTATOLAPA PENYIMPYEMOW CUCTEME PASPLIXIIEHVA.
LAP FORMAR H TAKKE MOSBOJAET NCTIONBESOBAHE CBASYIOLLIIX
MOPOLLUKOB B3AMEH TPAOVILIMOHHBIX JTEFKOMIABKIX BOJTOKOH

YIPABJIEHVE PACTTPELESIEHVEM BOJIOKOH

CINELUNATTEHAA CUCTEMAHATTPABITEHINA M PACTTPELE IEHABOSIOKOH
BHYTPM ®OPMVPYIOLLIEV KAMEPBI B JOMOSIHEHVE K BECOBBLIM
OVICTEMAM HEMPEPLIBHOIO  AEMCTRIAA, YCTAHOBIEHHBIMEAO 1
MOCNE SOPMVPYIOLLIEV KAMEPBI, MO3BOMAET JETKO W TOYHO
KOHTPOJTMPOBATE PABHOMEPHOCTE OKOHHYATE IEHOT O FIPOLYKTA.,
LAP FORMAR H OCHALLIEHA CKCTEMOM ABTOMATUHECKOrO
YIPABIIEHVIA TIOL HASBAHEM  «KPYIN3 KOHTPOSIB?», KOTOPAH
MOBBOSAET ABTOMATUHECKN MOALEPKVBATL  MNOBEPXHOCTHYIO
MIOTHOCTL  MATEPVATIA,  BBINMYCKAEMOTO  GOPMUPYIOLLIEY
KAMEPOV! B MPEARNAX OMPEAESEHHBLIX YCTAHOBOK 1O ACTYCKY,
SALAHHBX ONMEPATOPOM -

“
VAEAJIBHOE TOPVSOHTASIBHOE HACTIOEHE |

CINELATTEHAA KOHOUTYPALIAA G)CMI/IFMOLLIEM KAVIEPE
OMPELENTET  ABCOMIOTHO — TOP/BOHTAIIBEMO  OPVEHTALIAO
BOJIOKOH OKOHHATH TBHOTO FIPOE,VKJA'I‘IOLI,OBHAFI OCOBEHHOCTB
MPYOAET MPOAYKTY OTIHYHBIE MEXAHIMHECKIE CBOVICTBA LIAKE MPA
MPOVBBOLCTBE NE KX MATEPVATIOB, A TAKMKE JAHHAA OPVEHTALA

BOJIOKOH NMAEATTBHA [JTA I_IOCJ'IwMOLLI,EI—O FTIONPOBVBA

KOMB/HALIA LAF; FORMAIR V' 1 LAP FORMAIR H

TEX  LAP FORMAR V N LAP FORMAR H
M OMBUH OHOM 1 TOVI XE JWHAA O
YOOBEPLLIEHCTBOBAHA  KOHCTRYKLIAMA - HETKAHBIX  MATEPATIOB
MYTEM OB bEAVHEHA CINOEB C FOPVISOHTATEHOW 11 BEPTUKATBHOM
OPVEHTALIVEV BOJIOKOH, PA3HbIX MIOTHOCTEM, A TAK

CMECEN PASTIMHHLIX COCTABOB. 3T HOBATOPCKVE TMPOOYKTHI
PACTIONATAKOT YH/KATTEHBIMA SKCTUTYATALIOHHBIMIA KAYECTBAMA
1 MHOMKECTBOM PASINHHLIX MPUMEHEHIAA BENATOOAPA  OTNIAYHGIM
TEPMHECKUM 1 AKYCTHECK/M  BOMALIIOHHLIM - CBOVICTBAM,
BLICOKOW IMPOYHOCT HA PASPLIB IAYKE /1A MPOAYKTOB C HIAGKOW
MOBEPXHOCTHOM  MIOTHOCTHIO, M BOSMOMKHOCTA  MONMYHEHVA
MHOIOCTIOVHBIX MPOOYKTOB




lap formair H

process flow/cxema MYyHKLMOHVPOBaHA
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THE FIBER IS PNEUMATICALLY CONVEYED TO THE FEEDING SECTION CONSISTING
OF AN VOLUMETRIC FEEDER (O1) WHERE A FIBER BATT IS EVENLY FORMED
ACROSS THE WORKING WIDTH OF THE MACHINE. THE MATERIAL PROCEEDS
THROUGH THE OPENING SECTION (O2) AND IS FED TO THE FORMING CHAM:-
BER (O3) 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 (O6) 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

WORKING WIDTH: FRoM 1000 10 4000 MM
(OTHER OPTIONS AVAILABLE ON REQUBT)
PRODUCTION CAPACITY UP TO 500 KG/H PER METER WIDE

PRODUCT WEIGHT RANGE: FROM 100 T0 ovErR 3000 G/M’, DEPENDING
ON THE MATERIAL PROCESSED

FINAL PRODUCT THICKNESS UP TO 200 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

BOMOKHO  MHEBMATUMYECKVM  MEPEMELLAETCA B CEKLVIO
MUTAHKS, COCTOALLIVIO 13 OBBEMHOIO MATATENA (O1), TOE
MAPTVISE BOMIOKHA PABHOMEPHO ®OPMUPYETCSA BAOb PABOYEN
LLUMPVHB! MALLHBI.  MATEPUAI MPOOOIKAET ABVKEHVE HYEPES
CEKLIMIO PASPBIXJTEHVA (02) 11 MOOAETCS B GOPMVPYIOLLIVIO
KAMEPY (03), TOE COYETAHVE CEPUV  PACMPEOENSHOLLIAX
BAJIVKOB 1 BAKYYMA MO MEPGOPVIPOBAHHBIM KOHBEVEPOM
(04) HA [OHE KAMEPbl TAPAHTVIPYET — PABHOMEPHOE
PACIMPELENEHVIE BOMIOKOH U VX TONMHOCTBIO FTOPVIBOHTAITBHOE
HACIOEHVE. BECOBbIE CVICTEMb! HEMPEPBIBHOIO
aevicteua (05) v (06), YCTAHOBINEHHLIE OO W MOCHE
GOPMUPYIOLLIEM  KAMEPBI,  MOGBOMSKOT — OCYLLECTBSATH
TOYHBIM  KOHTPO/b  MAOTHOCTY  KOHEYHOrO  MPOAYKTA,
MNOArOTOBMEHHOMO K MOCTYMIEHO B MOCAEAYIOLLYIO
CEKLMIO TEPMIYECKOIO, W MEXAHYECKOrO CKPEMEHMA

PABOYAA LLIMPMHA OT 1000 0O 4000 MV
(OPYIVE ONLVIA AOCTYIMHBI MO 3AABKE)
MPOV3BOOVTENBHOCTL A0 500 Kr/4 HA METP LUMPVHBI

JNANASOH MOBEPXHOCTHOW MNOTHOCT MPOAYKTA.
OT 100 1 BOnee 3000 /W, B 3ABUCUMOCTY OT
MNEPEPABATBIBAEMOIO MATEPUASIA

OKOHYATESIbHAA TONLLMHA MATEPMANA 1O 200 MM
(OPYTVE OMLMM AOCTYMHbI MO SATBKE)

JNANA3OH JJIMH BOMOKOH: OT 1 40 60 MM
(OPYTVE OMLMM AOCTYMHbI MO SATIBKE)
MAKCUMAJTBHOE OTKITOHEHWE MIOTHOCTW: & 5%

OPVEHTALINA BOSIOKOH. BECIOPAAOHHO PACTIPEAESIEHHOE
FOPNBOHTAJIBHBIMK CITOAMIN
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O71. BALE OPENER

02. TRANSVERSAL COLLECTING BELT
O3. BEATER MIXER

O4. OIL EMULSION SYSTEM

O5. FINE OPENER

06. VOLUMETRIC FEEDER

O7. 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

01. KUMNOPASPEIXITE b

02. NOMEPEYHBIN TPAHCIMOPTEP CEOPHVIK

03. TPENANTBHAA MALLIMHA

04. KAMEPA 3AMACIIVIBAHV/A

05. JOBOAOHHBI PASBOSIOKHATE b

06. MUTATENTb OB BEMHOIO TUMA

07. KAPOOHYECAITBHAA MALLIMHA C ABOWMHBIM TPEBHEM
08. XONCTYKIAAYIK FR150

09. UrNONPOBKMBHAA MALLIMHA

10. NMEYS TEPMODUKCALIN

11. Y3EN PE3KW 1 CBOPAYVBAHA B PYJIOH

12. PABBOSMIOKHTES b 1A MEPEPABOTKY KPOMOK
13. MATHUTHBIN CTEPYKEHD

14. METAITIOOETEKTOP B TPYBEOMPOBOE
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O71. BALE OPENER

02. TRANSVERSAL COLLECTING BELT

03. PRIMARY OPENER AND OIL EMULSION SYSTEM
O4. FINE OPENER

O5. FEED TOWER

06. DOUBLE DOFFER CARD

07. CROSS LAPPER

O8. 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

01, KVMOPASPLIXINTES b

02. NEHTOYHbIV MOMEPEYHbIV TPAHCIOPTEP CEOPHIVIK

03. MEPBYHBIN PA3BOSTOKHUTE b 1 KAMEPA SAMACSIMBAHA
04. J0BOOOHHbIV PABBOSIOKHNTES b

O5. MUTATEN b BALLEHHOIO TUMA

06. KAPOOYECATTBHAA MALUMHA C OBOVIHBIM MPEBHEM

07. XONCTOYKNALYMK

08. YYACTOK UIMOrnPOBVBAHV/A

09. TEM/IOBOM KAJIAHOP

10. MPOLOOIBHAS V1 MOMEPEYHAS PESATESTbHAA MALLIHA

11. ABTOMATUHECKIY HAMATBIBATES b

12. PABBOSMIOKHTESb ANA MEPEPABOTKY KPOMOK

13. PAGBONIOKHATES b 159 MEPEPABOTK/ BPAKOBAHHOTO MATEPVASTA
14. METAJIIOLETEKTOP
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WORKING WIDTH: 1500 10 4000 MM

ouTpuT: UP TO 1000 KG/H

O1. HORIZONTAL FEED CONVEYOR

O2. INCLINED SPIKED CONVEYOR

O3. FIBRE DOSING ROLLER

O4. FIBRE DISCHARGING ROLLER

O5. VOLUMETRIC CHAMBER

06. VIBRATING WALLS

THE MATERIAL IS DROPPED ONTO THE CONVEYOR (O1) 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
(O4). BEFORE BEING DISCHARGED, THE EXTRA MATERIAL IS REJECTED BY
THE DOSING UNIT (O3) 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 (O5); THE MA-
TERIAL WILL THEN BE DISCHARGED ON THE FEED BELT OF THE CARD AFTER
BEING COMPACTED BY THE VIBRATING WALLS (06)

PABOYAA LLMPUHA: OT 1500 0o 4000 MM
MPOVI3BOAMTENBHOCTL: 10 1000 Kr/4aC

01. rOPUBOHTANBHBIV MUTATE/TBHBIN TPAHCTIOPTEP

02. KONKOBBIN HAKIOHHBIM KOHBEMEP

03. DosATOP

04. BbINYCKHOW BAITOK

05. KAMEPA OBEBEMHOIO TUMA

06. BATAHHBIN MEXAHIN3M

MATEPWAJT CIYCKAETCH MO TPAHCTIOPTEPY MEPMOONYECKOIrO
JEMCTBAA (0 1) 1 MPOABUMAETCS K MONBHATOMY NOABEMHOMY
TPaHCMOPTERY  (02), HA  KOTOPOM  OCYLLECTBIFETCA
OTBOP  MATEPMANA HAPSALY C  JEMCTBVEM  PA3PBIXITEHA
N PASBONIOKHEHVA,  OANIEE  MATEPVAIT  HAMPABNAETCA K
BLIMYCKHOMY BAJIKY (04). TEPEL BbIMPY3KOW  JWLLHAY
MATEPVAN  VOATSETCA  JO3ATOPOM  (03) U OTBOAMTCA
HA  TPAHCMOPTERP  (01): TAKMM  OBPASOM  PENYIIMPYETCA
KONMMYECTBO MATEPVAJIA, TIOOABAEMOIO HA  CNEAVIOLLYIO
CTAIVKO  KAPOOYECAHMA, A1 OBECIEYEHNA KOHTPOMNA 3A
PABHOMEPHOCTBIO MOOAYM MEPE[ BbIMPY3KOM  MATEPUAJIA
HA  Y3EN TMUTAHUA  KAPOOYECAHMA, OH  TPOMYCKAETCH
YEPE3 KAMEPY OBBEMHOIO TWMA (05) 1 TPAMBYETCS C
MOMOLLBIO — CMELMANBHBIX  BUBPUPYIOLLIMX — CTEHOK — (06)
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WORKING WIDTH: 1000 10 3500 MM
(OTHER OPTIONS AVAILABLE UPON REQUEST)

WEIGHT RANGE: Up TO 3000 a/m?
(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, 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

PABOYAA LLUMPUHA: OT 1000 0O 3500 MM

(OPYIVE OMUMV DOCTYMHBI MO 3ASBKE)

IVAMASOH MOBEPXHOCTHOW MAOTHOCTV: A0 3000 r/M?
(OPYIVE OMUMV OOCTYMHBI MO 3ASABKE)

KOHCTPYKLI HAKHET KavEPs! 118 HEPKABEKOLLIEV CTAI A

BEPXHAA W HVDKHAA KAMEPBI C HEMOOBVPKHBIMI CTEHKAMKA U
OKHAMI 1A MPOBEPKI

CMNELMATIBHBIE PEMVITIMPYEMBIE BO3OYXOBOOb! AJ1A YOATEHINA
N3BEBITOHYHOIO BOSAYXA

PENE OABNEHVIA HA KAHAJIE NMOLOAYM BONOKHA OJ1A KOHTPOSA
KONMMHECTBA MOLLAY BOJTOKOH

JVOOEPEHLINATIBHOE PENE JABNEHAA HA HVDKHEN KAMEPE
[ONA KOHTPONA YPOBHA HAMNOJTHEHA BOJTOKHOM 1 EFO
PABHOMEPHOIO PACIMPEAENEHVA BAOb PABOYEN LUVPVIHBI
MALLVHBI
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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 US.) / SAFETY CUTOFFS AND SAFETY MECHANISMS CERTIFIED ACCORDING TO EC
STANDARDS / AC MOTORS AND INVERTER ADJUSTABLE FROM THE CONTROL PANEL

01, reeD GROUP / O2. BREAST ROLLER WORKERS / O3. BREAST ROLLER STRIPPERS /
04. BREAST ROLLER / O5. cARD/ 06. CARD WORKERS / Q7. CARD STRIPPERS /
08. Tor 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 (O4) AND THE ONE OF
THE MAIN CYLINDER (O5)

PAMA W HECYLLIVE YACTU CTATIBHON KOHCTPYKLIAY, MPOLLELLLIVE TEPMOOBRAEOTKY TRV
870°C / rrreHbIn BAPABAH 113 OTLLIVGOBAHHOTO TONCTOrO. CTATBHOO JWCTA /
PABO-VE BATVIKIN 13 [IOPATFOMVIH/, BT OTORMEHHBIE METOAOM LIEHTPOBEXHOMO JATHS /
QMEKTPOHHAS LI/OPOBAS [VHAMVHECKAS] 11 CTATVHECKAS BATAHC/IPOBKA BOEX BAPABAHOB
1 BATIOB / VI'YHHBIE OMOPbI BANIOB B CEOPE 0O CIELIATHBIMY- BATATEHTORAHHBIMYA
AVIOPTVIBATOPAMY / B/BPOMOTTIOTTENA UNBLOCK N CBOPOMHBIX EAVHIALL /
BOBVOMHOCTD VCTAHOBKI HA OTENBHOE CTANBHOE OCHOBAHVE, LIEVIEHTHBIE CTEH,
WV HA S/ PABOHAS LLPVHA 2500 MM - 3000 MM - 3500 MM (IPYTAST LLVPVHA
MO JONOMHATENBHOM 3ATBKE) / ABTOHOMHAS MOMAYA YEPE3 SNEKTPOHHbLIA BECOROM
BYHKEPHBIN TUTATE b, YEPES TTATENM OBBEMHOMO WA BALLIEHHOTO TATA / TRYITIA
BoXO/IA C [IBOVHBIM VIV OVHAPHBIM MPEBHEM / CUCTEMA PAHIOMVBALAA W VINOTHEH/S
CINost BONOKHA / VCTPOVCTBO OTAEMEH/A BATKM C MOMOLLBO OTAEMTENbHBIX TPEBHEN
(PA3NSHBX. MOMENEV) WMIA- OTOEITENBHbIX BATKOB /- LIEHTRPAIBORAHHAT CHICTEMA
YIPARITEHV/S1 U1 KOHTPOSS! G KOHOQMBHOM KOMAHIHOM MAHENHO / MPOrPAVMIPYIOLLIEE
YCTPOVIGTBO MK C SKCKTHOBY/BHBIM MPOMPAMMHBIM OBECTIEHEHVEM (110 JONOTHATENHHOM
3ATBKE) / QNEKTPOHHOE 1 NEKTRVMECKOE OBOPYIOBAHVE COOTBETCTRYET TPEEOBAHVAM
HOPM IP (HOPMATVBbI UL CLLIA) / SALLIATHBIE CHICTEM! U MPELIOXPAHUTENHBIE YCTPOVICTRA
CEPTVIO/LYPOBAHLI B COOTBETCTB/M C HOPMAMM CE / VIPARIEHVE  IB/TATENAMY]
MEPEVEHHOMO TOKA G VHBEPTEPOM OCYLLIECTBIFETCS C KOMAHIHON NAHET

O1. rpyrna Bxoma / O2. pasoVE BAVKA MEPEAHEA YaCTU / O3, WICTNBHBIE BATIKA
rererHe wacv / 04, rerersa wacTs / 05, kapoa / 06. PABOYVE BATVIKA KAPLI

/ 07, wcinbbE Baiu keeisl / 08. Bepxei rreseHsb / 09, BERxHAR TRYNA
PaHIOM/GALIA / 10, HAKA TPEBEHS / 11, HKHSR TPYITIA PAHIOMVAGALLAA /

12. BEmLLAA TRAHOMCCKR /13, CTON MATAHVA YECATBHON MALLVHBI C BEOOBOV]
OVICTEMOW HEMPEPLIBHOIO /ICTB/A

ABTOHOMHAS TRAHOMCOVA

BEMYLLIAS TPAHCYIMVICCY! CHABYKEHA SMEKTPOHHOM TEXHKOW MOCTEAHETO MOKOMEH/S
11 NOMHOCTHIO VITPABIFIETCS C KOMAHIHOMO MYJT5TA. BIATOIAPS STOMY [IOCTUMAETCS
MAKCVMATEHAST  TVBKOCTb  PABOYETO MPOLIECCA, A TAKKE  OBECTEY/BAIOTCS
MOBBILLEHHBIE. KAYECTBEHHBIE 11 KOMYECTBEHHBIE MPOVBBOACTBEHHBIE MOKAGATEN
HEGABVICVMO OT B/IA OBPABATBIBAEMOIO  BOMOKHA,  YCTPOVCTBA  MEXAHV AL
PASIIYHBIX YANIOB SBISKOTCA ABTOHOMHBIMA 11 YTIPABNAKOTCS HBEPTEPOM  TAKVM
OBPAZOM, YTO X CKOPOCTV MOMYT PETVIIPOBATHCST HEGABVICKIMO. MEPELAYA YKE
FTABHOMO [RATATENS (12) PEFYSPYET OBLLE PABOYVE XAPAKTERVICTUIKA JHAN,
VIBVIEHSA CKOPOCTG MEPEIHEN “ACTV (04) 1 Kkars! (05)
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process flow/cxema OYyHKLMOHVPOBaHVA

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 $7-300 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 TIMF. THE
FIBERLAP CONFIGURATION IS REPEATABLE AND TEMPORARY CORRECTIONS ARF
POSSIBLE. GRAPHIC DISPLAY OF THE FIBERLAP CONFIGURATION BY SIMPLE READING
DIAGRAMS REPRODUCIBLE ON THE SCREEN

BXOHAA CKOPOCTB 10 150 m/MVH

LPHA TTATENS 10 3T500 Mm

LUVPVIHA PACKIIALKA CIOS BONOKHA 40 15 M

CVICTEMA TPAHCIOPTPOBKM 11 PACTIPELENEHVS BATKA ABOVIHOM JIEHTON
SAMATEHTOBAHHASA CUCTEMA MPOMPAMMVPYEMOTO BbIPABHVBAHIA
(MPOGUIPOBAHIE) PROFILE PACTIPEAENEH/A BATKY

ABTOMATUHEKOE LIEHTPUPOBAHVIE

MPOrPAMMUPOBAHVE MAPAMETPOB U YIMPABEHVE MALLMHOM G MOMOLLIBIO
Mk SiEMeNs s7-300 sIMOTION

OKCKITHOBVBHOE MPOMPAMMHOE OBECTIEHEHME “DATA 150 CORMATEX"
JEHTOYHBIE TPAHCTIOPTEPS! 3 TOKOMPOBOAALLIETO MOSMYPETAHA

KOHCTPYKLIA

CTAIBHAA CTPYKTYPA IVEET OOOBbE CCHOBAHA, MOIXOOALYE [T PABOTHI PV
CAVBIX BoIOOK/X CKOPOCTAX W TPV PASVERAX KOHE-HOTO VBIEIVA 10 15 M.,
OBOPYIOBAH/E CEPTVIOL/PORAHO B COOTBETCTB// C EBPOMB/OK/IMY/ HOPMIATVBAM

CNCTEMA TPAHCTIOPTVIPOBAHIA BATKIA

L1115 PABOTBI HA BoIOOKIX CKOPOCTSAX MALLIHA CHASKEHA CUCTEMON JTEHTOHHGIX
TPAHCTIOPTEPOB, PACTIONOMKEHHBIX B GOPME COHAR/HA, KOTOPLIE YIFPK/BAIOT 11
HAMPARIIAIOT BATKY BO BPEMIA EE PASMELLIFH/A HA BoIXOIHOM PYKABE. BIATOAPA
TAKOA CUCTEME  MATEPVAN TIPEIOXPAHAETCA O  JKOBOTO - HEKENATENBHOMO
HATADKEHAA, B HYACTHOCT,  WIEHBLLIAKOTCA  OODEKTbl,  BOBH/KAIOLLWE  OT
HEKOHTPOIPYEMOTO - EPEMELLIBHVA BOBYXA TTPA IBVPKEH/ I OCOBEHHO HA
BOMBLLION CKOPOCTU, 11 ECIIN BATKA SBNAETCA OHEHD TETKOV.

MPODVIMPOBAHUE CKIAOKV - CUCTEMA “PROFILE”

BIATOIAPS ATATEHOBAHHOW C/ICTEVE PROFLE YT PARTTEHVE PASVIELLIFH/EV BATKV HA
H/PKHEM PYIKABE COYLLIECTRIFIETCS! SATPOMPAMIMIPORAHHBIV CTIOCOBOM. KAXKTAS]
KOMTEHCALYIOHHAST  30HA  KOHTPOTVPYETCS! CTIOMKHBIM - TPOMPAMMVPYIOLLM
YCTPOVICTBOM, KOTOPOE B PEATHHOM MACLLITABE BPEVEH VITPARFET [IRVDKEH/BM
YAMOB. TAK KAK KOHOVTYPALYST CKNATKA SIRIFETCST MOBTORTEMON, BOBMOMKHO
BHECEH/E BPEMEHH-bX VBVEHEHAA.  TPAGMECKAS  B/BYATVBALYS TPOLIECCA
OTOBPAKAETCS! HA GKPAHE B BUIE HECTIOMKHBIX [VATPANVM
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THE MATERIAL, USUALLY AVAILABLE AS PRESSED BALES (O1), 1S TRANSFER-
RED BY THE FEEDING BELT (02) TO THE INCLINED SPIKED BELT (O3). THE
CONICAL PINS OF THE BELT OPEN THE FIBRES AND TAKE THEM TO THE
DISCHARGING ROLLER (O5). 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)

NOJABAEMBIN OBLIMHO B CIIPECCOBAHHBIX KMAX MATEPMAN (O1)
NOCPEACTBOM MUTAKOLLIETO TPAHCIOPTERA (O2) HAMPABNSIETCS HA
KOJKOBBIMHAKIIOHHBIN TPAHCTIOPTER (O3), HAKOTOPOMESATOLIAPS
HATAYO  KOHYECKWX  KOSKOB  MPOVUCXOANT  PASPLIXITEHVE
MATEPVANIA.  [ANEE BOSIOKHO CAEAYET HA  PASIPYSOUHbI
BAK (05). HA ®A3E MOOBEMA AO3VPVIOLLMAA BAIVK (04)
CVKAT  ONA PABHOMEPHOIO  PACTPEOENEHVST  MATEPVIATIA,
KOTOPbIN BbIFPY)KAETCS HA YALLY ANS BeBELVBAHMS (OO6)

primary opener/mpeaBapvTe/sHbIV PaspPbXNTENb
process flow/cxema MyHKLMOHVPOBAHNA

THE MATERIAL IS TRANSFERRED BY THE CONVEYOR BELT (O1)
TOWARDS THE FEED ROLLERS (03) AND COMPACTED BY THE FEED
PRESSING BELT (02). THE FEED ROLLERS (O3) FEED THE FIBRES TO
THE MAIN CYLINDER (O4) AND HOLD THE FIBRES TIGHTLY BY MEANS
OF AR CYLINDERS, THUS MAXIMISING THE OPENING EFFECT OF THE
FIBRES. THE PROCESSED FIBRES ARE DELIVERED TO THE FOLLOWING
MACHINE BY THE HOPPER (O5) AND A DOWNSTREAM MOTORFAN

MATEPVAN C TTAIOLLEFO  TPAHCTIOPTERPA (O1) HAMPABISETCA
BMEPEQ HA MMTAIOLVE BAMKM (O3) 1 KOMMAKTVPYETCA
MPOKAMHBIM - MATAIOLLAM — KOHBEVEPOM — (02).  MUTAIOLLIVE
BAWKA (03) HAMPABNAIOT MATEPMAN HA TABHLIN BAPABAH
(04), rOE  EBNATOOAPS  CUCTEME  MHEBMATMHYECKOIO
MPVOKVMA — BONOKHO  VIEPKVBAETCS!  OCOBbIM — OBPASOM,
YTO CMOCOBCTBYET MOBLILEHO MOKASATENEN  MPOLIECCA
PASBOMIOKHEHIS.  BbIMPYSKA  OBPABOTAHHOIO  MATEPVANA B
MOCHEAYIOLLVIO MALLIMHY MPOVCXOONUT YEPES BYHKEP (05) ©
MOMOLLISIO YCTAHOBEHHOMO 3A HUM BBITSDKHOMO BEHTUNIATOPA



beater mixer/TpenanbHasa MaLLHa
process flow/cxema MyHKLMOHVPOBAHA

: THE BEATER-MIXER IS FED BY A CYCLONE (04) ASSEMBLED
JU i ON THE FEEDING HOPPER (03), AS SHOWN BY THE ARROW A.
THF MATERIAI GOES THROUGH THF MAIN DRUM (02) AND IS DISCHAR-

GED BY THE OUTFEED HOPPER (O1) BY MEANS OF A SUCTION SYSTEM

THAT PROVIDES TO FEED THE FOLLOWING MACHINE. DURING THIS PHASE,

THF BLOWER (05) REMOVES DUST AND FOREIGN MATTERS THROUGH

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

MTAHVIE TPEMAJTBHOM MALLIVIHBI OCYLLIECTBNSETCA YEPES CUCTEMY
MHEBMOTPAHCTIOPTA G MOMOLLIBKO — TATATENS  LIMKIIOHHOMO
TnA (04), PACMIONOXKEHHOMO HA BYHKEPE MTAHMA (O3), o,
CTPENKY A. MATEPVAI MPOXOAWT YEPES MMABHBIN BAPABAH (02)
M BLIBPACBIBAETCS 113 BYHKEPA BbxOAA (O1) ¢ rmomoLLbo
BLITSDKHOTO  ATTIAPATA,  KOTOPBIM  HATIPABISIET  MATEPVATT HA
MOCTEAVIOLMO  MALLWHY.  BEHTURATOP  (05)  OTCACHIBAET
VIMEIOLLIVMECST BATPSIBHEHIAS 1 Tblfb, MPOMYCKAS WX YEPE3
PELLIETKY (OB) HAMPABNAS SATEM B CYCTEMY ®UTIBTPALIM

chemical application device/ YCTPOMCTBO HAHECEHUA XMUKATOB
process flow/cxema MyHKLMOHWPOBaHSA

t THE CHEMICAL SOLUTION BEING PREPARED IN THE TANKS (O1) IS FED
UNDER PRESSURE TO THE SPRAYING CHAMBER (O5) BY MEANS OF THE
PUMP (02). THE SPRAY/INJECTING NOZZLES (O4) EVENLY APPLY THE
CHEMICAL SOLUTION ON THE FIBRE BLEND IN PROCESS, WHICH IS PNEU-
MATICALLY TRANSFERRED INTO THF CHAMBER THROUGH THE FEEDING
pucT (03) AND HENCE TO THE EXIT , READY FOR THE FOLLOWING STEPS

XUMNYECKIAV PACTBOP, MPUrOTORSEHHBIN B 5AKAX (O1), MOAAETCS

2 NOA OABNEHMEM B PACTLINAOLLMO KAMEPY (O5) NOCPEACTBOM

/. HACOCA  (02).  PACTIBUIATENBHBIE/BMPLICKVBAIOLLIVE — COMA

= (04) PABHOMEPHO HAHOCST XUMVHECKIAV PACTBOP HA CMECH

BOMOKOH B MPOLIECCE EE MHEBMATUHECKOM TPAHCTIOPTUPOBKI

. B KAMEPY YEPE3 KAHAIT MMTAHMA (O3) 1 OANEE K BoixOmY,
’ J Fﬂ H ﬂﬁ L NOArOTOBMEHHYIO K NOCNEAYVIOLLAM STAMAM

o

automatic blending bin/aBTomaT4eckas cCMecoBasa kamepa
process flow/cxema MyHKLMOHVPOBaHA

THE AUTOMATIC BLENDING BIN IS FED BY MEANS OF A ROTATING

OR MOVABLE MOUTH (O1) (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

? g i MATERIAL IS FED TO THE INCLINED SPIKED BELT (O4) 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 (O5)

MATAHVE — ABTOMATUHECKOW  CMELLIMBAIOLLIEN KAMEPHI
OCYLLIECTBISETCST  BPALLAOLLIMMCS,, WV MEPEABVKHBIM
PACTPYEOM (O1) (TAKXKE KAK V1 YEPE3 MEPEABVPKHOM KOHAEHCOP
MATAHIAS) TAKVIM OBPA3OM, YTOBbI PABHOMEPHO PACTIPELETH
MPEABAPUTENBHO MEPEMELLAHHBIN MATEPVAT B FOPUSOHTASBHGIE
cnovt (02). B XOOE MATAHMSA KAMEPH MATEPVAT MOOAETCA K
HAKIOHHOMY  KOMKOBOMY  KOHBEVEPY (04) TOPVBOHTANBHBIM
KOHBEVEPOM  MTAHMS (O3). HAKNOHHBIN KOHBEVER MATAHIASA
BEPTUKANBHO CPEGAET FOPUSOHTAMBHLIE GOV, OBECIEYMBAA
TAKVIM OBPASOM OTIIMHHOE KAYECTBO CMELLIMBAHVS PASIIHHBIX
KOMMOHEHTOB.  COBPAHHBIE  BOMOKHA  MOJAIOTCS  HA
MOCNEAVIOLLVE CTAOVMMPOLIECCABBITSXKKOM CUCTEMOVIBBIMPY3KIA




machines/MalLL/Hb

fine opener/TOHKMN PasPbIXIUTENb

process flow/cxema MyHKLMOHWPOBaHSA

/@

THE FIBERS COMING FROM THE FEED CONDENSER BEING ASSEMBLED
ON THE TOP OF THE FEED CHAMBER (O1) 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 (O5) 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

MATEPVMANT C  KOHBEVEPA, PACTIOSIOMKEHHOMO HAL  KAMEPOM
mtaHa (01), CrIYCKAETCH B KAMEPY OBBEMHOTO TvnA (02),
FOE YTPAMBOBBLIBAETCS, A GATEM MATAIOLLMMA BATKAMA (03)
MOJAETCS B CUCTEMY MUTAHMA, CUCTEMA MUTAHA HABKPAET
BOSNOKHAVHAMPABNAETUXHA TNABHBIMBAPABAH (05) . BOE AEMCTBINA
BbINOMHAOTCH HA [IOBOSbHO HEBOMBLLOM MPOCTPAHCTBE, YTO
CMOCOBCTBYET BBINOMHEHIO BLICOKOW CTEMEHM PASPBIXITEHA
MATEPUATA.,  GATEM C MOMOLLBIO  BbITSKHOMO  YCTPOVICTBA
MATEPVANT  BBIBPACBIBAETCS1  YEPE3  BYHKEP Bbxoga  (06)

material accumulator/HakonmTesns Mateprasna
process flow/cxema MyHKLMOHVPOBaHA

WORKING WIDTH: 1000 10 7000 MM

(OTHER SIZES UPON REQUEST)

STORAGE CAPACITY: OVER 50 M

(D\MENS\ONS 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
(O1) WHILE THE TROLLEY (O2) GOES UP DURING STORAGE OR DOWN
DURING RELEASE. AT MACHINE OUTPUT THE MATERIAL IS KEPT CENTRED
BY THE STEERING UNIT (03)

PABOYAA LLMPVHA: OT 1000 go 7000 MM (Mo 3AMPOCY
BOBMOXKHbI BAPVAHTHI)

EMKOCTb CKIAIVPOBAHVS CBLILLE 50 M (PA3MEP
OMPEAENAETCS B 3ABVICUMOCTY OT B/OA MPOVSBOACTBA)
TB/MATENb MEPEMEHHOIO TOKA C VHBEPTEPOM
SALLMTHBIE CUCTEMbI B COOTBETCTBIM C HOPMAMM EC

HATSPKEHVE BXOHOTO MATEPUAIA MOEP>K/BAETCS
KOMMEHCUPYIOLLIM BIOKOM (O1), B TO BPEMS KAK HAKOMWTESTb
(02) NOAHYMAETCA BBEPX ANA BEINOMHEHS CKIAIVPOBAHIIA
VNN YKE OMYCKAETCS BHS ANA IOCTABKA, HA BbIXOMIE
LIEHTPVIPOBAHVIE MATEPUATIA BBINOSMHAETCS C MOMOLLIBO
PYNEBOIO Broka (03)



cutting systems/CrCTEMbI HAPE3KA
process flow/cxema QYyHKLMOHMPOBaHNA

THE MATERAL 15 FED TO THE LONGITUDINAL QUTTING GROUP (02) AND GUIDED BY A
PAIR OF CALADERNG ROLLERS (O'1), WITH AUTOMATICALLY ADJUSTABLE PRESSURE. THE
LONGITUDINAL QUTTING GROUP CAN BE EQUIPPED WITH DIFFERENT TYPES OF BLADES,
PRESSLIRE TYPE, RUNNING TYPE AS WHLL AS SCSSOR TYPE DEPENDING ON THE PRODUCT
FEATURES. MULTIPLE LONGITUDINAL BLADES CAN BE ASSEMBLED ON REQUEST AND THER
§u POSITION' CAN BE MANUALLY ADJUSTED OR AUTOMATICALLY ADJUSTED FROM THE
ol CONTROL PANEL ON REQUEST. ANOTHER PAR OF CALANDERING ROLLERS (O3) GUIDES
o MATERAL TOWARDS THE CROSS QUTTER (O4) BY KEEPING A PERFECT ALIGNMENT. THE

TRANSVERSAL CUTTING GROUP CAN BE EQUIPPED \WITH DIFFERENT TYPE OF BLADES SUCH
L@ A GULLOTINE TYPE, PRESSURE TYPE, RUNKING TYPE OR SCISSOR TYPE. THE TRANSVERSAL

1 | () CQUTTING GROUP AN BE ALSO ASSEMBLED ON A MOVABLE TROLLEY (O5) IN ORDER TO
PERFORM A PERFECTLY STRAIGHT CUT WITHOUT STOPPING THE LINE
= = 0) O
s 2 MATERVATT TOMAETCA HA  TPYTY  TPOOBHOM Hepeak (02)

HATPABTFETCH MAPOV KATIAHIPVPYOLLX BATVKOB (O 1) C ABTOMATHECKO

— . PEVIVFOBKOV  [ARBH/A.  TPYTA TROOOTBHOA  HAPESKA MOXKET

j I m ° OCHALLIATECA - PARVH-BIMY TUTAWL PEGAKOB:  [ABATHHOTO WA,
ﬂD E H . 1 MEPERAKHOTO TUTA, TAK XE KA U TVTA HOMHAL — B 3AB/OVIOCTY
I Jzif 1§ - § OT CBO/CTB MPOIVKTA. HABOPHBE MPOIOMBHBE PEAKV MOTYT BblTb

COBPAHBI M0 BATBKE, VI X MONOKEHVE MOXET Bblb HACTRORHO ©
MAHEN VTPARTEHVA BPYHHMO, WV ABTOMATVHECKU M0 3ABKE.  [IPVIAS
MAPA KANAHIPVA BAVKOB (03) HATPABIFET MATERVAN BIEPELD HA
MOTEFEHBI PE3AK (04) C COPAHEVEM ABOQNIOTHO BoMPARTEHHOMO
MOOKEHS. TPYITIA MOMEPE-HOY HAPEGKU MOXKET bl OCHALLIFHA
PARTHHBIMV TUTAMIA PEGAKOB |, TAKVMA KAK: TTBOTVHHBY,  [IABALLIA,
TEPELRWKHOA, A HOXHALBL TPYTIA TIOMEPEHHOM HAPE3K/ TAKOKE
MOKET Bbllb YCIAHORTEHA HA TEFEIRAKMO TEERY (05) ©
LETBO BoMOMHEHA IFATBHO MPAMOTO PE3A BE3 OCTAHOBA JVHA/

winding systems/CUCTEMbl HAMOTKM
process flow/cxema OyHKLMOHVPOBAHA

WHEN THE SET ROLL DIAMETER HAS BEEN REACHED (02), THE WINDING
ROLLERS STOP AND THE GUIDING COLUMNS (O3) 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

KOrJA [VAMETP  PYNIOHA [OCTUMAET  SAJAHHOMO  3HAYEHIAA
(02), HAVATHIBAIOLME — BAJKM  OCTAHAB/VBAIOTCS, A
MEPEBOPAYMBAIOLLIECS KOMOHHB! HAKTOHAOTCS (03) , HAMPABNAS
PYIOH MO CAMOMY BHELLHEMY KOHTAKTHOMY BAWKY [0
JOCTVPKEHVIS YITIA HAKITOHA, HEOBXOAVMOIO ANA PASMELLIEHIS
MATEPVANA  HA  CMNELMANIBHOM  PASIPY30YHOM  TENEXKKE.

material recycling systems/crCTeMbl PELVDKYIV MaTeprana
process flow/cxema MyHKLVIOHNDOBaHSA

THE MATERAL IS TRANSFERRED BY THE CONVEYOR BELT (O'1) TOWARDS THE FEEDING
SecioN (03)  (PAR OF FEED ROLLERS OR DiSH PLATE TYPE DEPENDING ON THE
MATERIALS TO BE RECYCLED) AND COMPACTED BY THE FEED PRESSNG ROLLER (02).
THE FEEDING SECTION (03) FEEDS THE MATERIAL TO THE MAN CYLUNDER (04) (DF-
FERENT CONFIGURATIONS AVAILABLE DEPENDING ON THE MATERAL TO BE RECYCLED)
AND HOLD THE FIBRES TIGHTLY BY MEANS OF AR CYLINDERS, THUS MAXIMISNG THE
OPENING EFFECT ON THE FIBRES. THE FIBERIZED MATERIAL IS THEN DELIVERED TO THE

FOLLOWING MACHINE BY THE HOPPER (O5) 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

MATERT TEFELRETCA korBerHom TeHon (01) Breren K caum
v (03) (V10 © MARO MATACLLX BATVKOS, WA G ITRCTVHOY — B

o —=7 : Q O N 38/0/MOCTVI OT TVNA FELYPKYTVPYBMOTO MATERVATIA) 11 KOMMAKTVPYETCS
S, - MPKAMVBEM BAKOM v (02). caus i (03) romeer

e MATEPVATT HA TABHbI BAPseaH (04) (IPYTVE. KOHBTYRALLA IOCTY Hb|

®/ ] B 38/ONOCHY O A FELVPRIVPYEVOO MATERAI) U TROHHO

VIFPKV/BAET BONCKHA C MOMOLLHO THERVIATVHEOKUX. LTVHIPOB, TAKAM
OBV MAKOVATEHD  TIOBBLLAA GOCEKT  PASFLNEH/A BONICKOH,
PAGBOYTORHEHHBI MATERVIATT GATEM MOLAETCS HA TOCTEIMOLLMO MALLUAY
TE3 sk (05) C YCHORTBH+HBM [JWEE SrBKTRCEEHT/TTOROM.
OTA MALVHA MOXET Bblb VCTAHORTEHA B OO-ERHA C TRODOTB-bM
FEGAKOM G LETHO OOVLLECTRIEH/H ABTOMATVHEOKOTO LIKIA OBFE3KIA V]
FELYPKYTFLIA/ KPOVIOK






