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Series © sanding - K calibrating: Standard configuration

F The rigidity of the structura is essential 1o guarantes a parfect process of the panals.
rame We can have two solutions for our frames, one with the main motors positionad inside the frame [but with a power Emit duee 1o the intermal space
availabiity), the other with mators positioned oulside when the mator dimensions exceed the piteh of the warking Lnits,

Sanding bells fensioning wilh large diameter rollers to tum at high
revolutions

Tensioning system with heavy-duty chromium coated piston, with
automatic system for compensation of (eventual) conicity of the
ganding belts

Automatic centering of feed belt standard

Haawy-duty lifting columns for thickness adjustment

Large beam for supporting the working unit and the tensicning system

Working unit totally adjustable on night-left sades to reset parallelism,

4 VW belts for transfering up to 37 kW, with mechanical lensioning
system

Main motor (max 30 kW) with pnaumatic disk brakes, ingide machine
frame for lowest noise emmissions

The safe traction of the work-pieces = datermined by the rigidity of the pressure units; at same teme these units must be able to

L]
P ressure u n Its adapt 1o thickmess vanations of work-pieces, this is the reason why we link them with springs/pneumatic pistons to the machine
frame, 1o be rigid or flexible depending on mode of utilization {calibrating or fine veneerdacquer sanding).




FEEd SYStem designed for heavy duty purposes and long lasting

Rubber feed betls with 3 layers of cloth without joint, for best
surface planarity and longer lasting, thick rubber layer an tap
le allow many re-grinding operations over the years al
utilization.

Vacuum intakes positioned under the waorking units to
diminish the requirement of vacuum-power and to
concenirate the vacuum pull only where needed,

T1 Steel feed-table with surface hardness of 260 Brinral for
longast lasting grinded to fine finish to prevent internal
weanng of the feed belt.

Large driven traction roller for wide contact area, not to siress
the feed belt - traction roller rubber covered o increase the
capacity of traction and to avoid shiding {that can deteriorate
the feed belf).

Feed speed variation controlled by inverier
from 3 m/min to 20 m/min

Multifunction feed table: Rigid / Floating

In calibrating mode {fig. 1) the feed table must be
rigid to azsure a high level of thickness tolerance of
the processed workpieces. while the pressure
undts are free to float.

In veneerflacguer sanding operaticn ({fig. 2) the
pressure units are set rigid and the feed table
warks In a floating mode. - This type of setting al-
lows the levelling of different panel thickmness (D)
up 1o a maximum of 2 mm (fig. 3).

Sefting operations of feed table and pressuwre units
are automatically made by a quick set device,
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Working Units of Series & sanding - K calibrating

W 1 = E (Optional

Tha planer head W1B0-E iz comp-
lete with trodley to carry the planer
head, with a new semi-automatic
systom (o take the heads inor out

w The planer head W180-8 has a diameter of 180 mm with & rows of tips, set heli-
coidally and with inclined cuttng edge in order 1o hawve a smooth impact.

Marwy the advaniages in processing of salid wood panels with W1B0:

high amount of take away (impossible with sanding befts),

from 0,510 1,5/ 2 mm, and wp to 5 mm when needed.

fow mofor power usage, 22 kW,

feed speed of production variable from 4 to 8/ 12 mdmin

low cost of tools, one sat of tips lasts for hundred of thousands of meters in a ratio
1 to 20 (n comparisan to sanding belts in the same operations and conditians),
high level of surface finish, the first sanding belt after the planer stasts with

it 100 { 120, the second can finish with grit 150.

very low sanding belt wear {only ulilized for finishing).

good thickness tolerance of panels processed

with 1 plarmar and 2 bell units = +/~ 0.1 mm.

vers)

W-Set }

fram the main panel

Carbide inserts n” 504
dim, 14 x 14 %2 mm

1 Sectioned pressure
k| beams (optional)

Infeed sectianed pressure shoe with pna-
umatic coninal, secticns pitch 65 mm,
{(View of working unit without protection co-

W-sat pneumatic for easy on-off setting of
the W1B0 umit from its warking posilion,

o o i

L

Cuick & easy system of inspection and servicing of the planer unil
W1B0, with a complete opening of the front side of the machine, the
ehectric console and the control panel being the “door”




c25 - C33

You can have rubber covered or stesl surface cylinders depending on whilization at same
cost.

The rubber hardmess determines the level of adaptation of the sanding acton of the cy-
linder on the panel surface in white-woodlacguer sanding operations.

A saft rubber covered cylinder has more acapiability 1o the unevenness of the surface the-
refore is preferred for veneer-izcquer sanding opesations, while a hard rubber cylinder has
legs of no adaptability 1o the surface (thus better for calibeating operations). y 2

.:‘ /"’ i \ \ GSE Electronic Grit-Set (optional) GSP Prizumatic Grit-Set (opticnal)
| 1
| / \ | Centesimal positioning of the working Ta position by pre-sel steps the
\ | I |/ level of the cylinder unit. working level of the cylinder unit, -
% i I, Exclusion of cylinder in emergency Exciusion of cyfinder in emergency
R /.r / {etand-by) [stard-by)
'1\ ' o x

For calibrating a smaller diameter cylinder is
mare aggressive, the angle of contact is more
open, the surface of contact is namower, this
means less fritction and mare take away,

UCK

Combi unit cylinder + pad - a multifunctional unit to calibrate and to fine-sand with the widization of one
or the odbar of tha twio units (of both al sama time)

- Gilindar rubbear covered @ 200 mm, with a fine positioning system, with elactronic grit-set (apt) or with
pneumatic contral in-out (standard)

- T1 prieumatic pad unit standard, ar (opf) electronic controfled sectionsd pad CA32 with pitch of sac-
tions 32 mm or CA1E with piich of sections 16 mm, wtilzed for finishing sanding operations,




Working Units of Series & sanding - K calibrating

X - Cross belt units

& uiilized to smooth the grain of the wood-veneer and also of the lacquer surlace o easy the lon-

gitudinal sanding cperatons, help lattening the surtace of tha panels
The cross belt unit is standard equipped with the efectronic controlied sactioned pads TPRIZ2 with

42 sactions 1350 pitch 32 mm (opt, TPR16 - B4 sactions 1350 pitch 16 mm).

X7 - External Cross-Belt Units

The Sanding and the Lamellar belts are running &t different speed to improve
the quality of surface finish, especialy indicated for high-gloss processing,




CA - Elecironic controlled sectioned pads

This is the classic sanding unit for finishing the surface: they give an ideal protection of edges and comers of panels;
the wide surface of contact is giving a flat look to the work-pieces surface. The sectioned pads with electronic controf
of the timirg of intervention and of the pressures of utilization can compensate thickness and planarity diffierences up
to 2 mm
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CA 16 CA 32

pitch of sections 16 mm pitch of sections 32 mm
n” B4 sections with a working width of 1350 mm n® 42 sections with a working width of 1350 mm

Quick - easy change of graphite clotfh and inspectan of the fait-rubber and of the steel Dlade inserls
- - -
TSF - Superfinish unit

The working pressufe of the pad sections s appiied anta the abrasiva balt through an intermediata larmedlar balt (fun-
ning at different speed than that of the bailt).

This sequence af homogeneous pressure application assuras an highar level of surface finish thank 1o the contact of
tha falt lamellas on the abrasive belt, preventing the fransmission of scratches or defects (caused) by the graphite cloth.
This “suparfinishing’ process assures a very homogeneous surface finish even with very ine gt baltg, a reslt very im-
portant in the staining process, thank 1o the high eniformity ol absorption af the stain in the surface.

The Superfinish unit requires the abrasive belt length of 2620 mm {1},
The lametlar felt balt (2} has a length of 2120 mm.

The lameflar belt gives further advantages:

* the air flow betwaen the et stnpes of the lamellar belt cools the
abrasive belt;

* 11is possible to utilise page widar than nosmal;

* uliizing lamellar betts with differant ratio kull'empty of the lamellas, it is
possibbe to diversify tha finishing of the surfacs;

+ thank to the independency of the tensioning and traclking systems, In casae
of necessilty we can lake cut the lamellar belt and work with 1ha sanding
belt only

Both the lamellar and the abrasive belis have their own tension sysiem in-
dependent one ancther ito be able to work also without lamellar belt, just
with & standard sanding belt)

The pneumatic confrol are positicned in the sanding belt insartion side




Finishing Units of Series & sanding - K calibrating

ELECTROMIC CONTROLLED SECTIONED PAD COMPLEX : THE MECHANICAL INFEED SENSING BAR

An in-feed sensing bar detects form and size of work-pieces; we ulilize a MECHANICAL sensing bar | to avoid problems of sensing the fead belt whan proces-
sing thin work-pieces or rounded edges giving wrong positions) canstituted by special long lasting “wulcolan” covered wheels, all set at 1 mm below the thick-
ness set for the work-pieces in the machine ( the pre-load s of course adjustable). - The contact of each wheel with a pannel gives a signal OM to its related
inductive proximity switch ( there is no phisical cantact, therefore no wearing | and the input signal is received and elaborate by the main electronic contral of
the pads that is giving the out-put signal to each pad-section when it is time to activate, considering also the hysterasis between the electro-valve and the delay
of the time of movemeant of the single pad.

The pitch between the wheels on our sensing bars can be of 8- 16-32 mm respectively for the bars TE 08 -TB 16 -TB 32

Of course the smaller the pitch the more accurate will be the definition of actual dimensions of the work-pieces, therefore allowing the system to determing with
much highar accuracy the position and the pressure of contact of the actual pad secfions.

‘® INFEED SENSING BARS TB 08 -TB 16 - TB 32

T

N

l

ELECTRONIC CONTROL CARD

slelslelale
]'I‘lil‘li i-i-i- i: Is superintending the processing of the incoming signals
"W .~ . from the in-faed sensing barrier and is elaborating the t-

ming and even the pressures (by activating differant lines
of electrovalves) of the various sections of the pads.

ACCURACY OF SANDING OF THE SECTIONS

The scheme shows what is visualized® by the
electronic card, that is looking like a net with 1
mm of height (in the sensa of the faed direction)
, and & width that of the pads, 16 or 32 mm.

fwl - Wl

This is the level of accuracy of the pads in rala-
fion ta the dimension and 1o the form of the work-
pieCes.

We can see how, by having narrow pads, the re-
solution of entry in angled panels gets better and
better, very much improving the sanding resulis
in the edges,

Our experienca iz favoring narrower pad sec-
fions working &t constant pressure to sophisti-
cated pressure controls (that may leave streaks
of differant finish on the panals surface)




IF - Finishing Brushes

Thi increasing utdization of watar-saluble lacquers leads 1o the elimination of the wood fibres raised after the apglicatin
of water-based stain and lacquers, In ordar 1o reach a good finishing degroo.

The ulilkzation of brushes with intarchangeable inserts (of various types and brands) allow the elimination of raising
woad fibres halping to solve the problem.

The F units, are available in three sizes.;

F2 = & 250 mmn;
F3 » (& 330 man;
F4 = @ 400 mnmn.

G - Structuring Brushes

The surface brushing operation requires a higher leved of mator power,
depending on the reguested effects (depth of structuring) and the
working speed needad.

For thesa reasons all brushing units on owr machines can be equipped
with pawerfull mofors.

Each brushéng unit is equipped with an independent thickness posi-
tioring system (1o compensate for wear) and also a quick exclusion
gevice in case of emergency.

When the brushes start weanng oul the Independant haight positio-
ning becomes necessary espacially in case of different brush diamss-
ters (when Tynex and Steel brushes are installed in the same maching)

L. - Bilateral Brush-Sanding for rounding the edges

The brush-sanding working system is constituted by an inclinable pad in which are inseried & sanding strip (abrasive grit variable) followed by one first back-
up element (variable stiffness) followed by a second element ta Turther suppor the sanding action.

Depending on the working height of the systemn, we can wark only on the edges or also penetrate
in the surface and inside the grooves of the panels suriace
The sanding pads are inclinabile of +/- 45° in respect of the fead direction.

Unit L is equipped with:

+ micrometrical selting of the
working pre-ioad;

* motor power 2,2 kW contral-
e by inverter far variation of
brushing speed range from
110 8 m/s;

+ Iwo dust hood collectors for
praper cleaning of elements;

* qguick change of abrasive in-
zerts from the service side,
abrasive inserts that can be
prepared by the utilizers
themsedhes.




Finishing Units of Series & sanding - K calibrating

'V - Vertical Oscillating-Brushes

The W unit, Vertical Brushes with Cross oscillation (adjustable in frequence) is completaly extractable,
for quick and easy change of the brush toals (guick-lock sistem fior rapid change of tools), |t utilizes
readily available, low-cost, breshes as well as more spectlic brush 1ools with different materials and
diameters for special utilization,

These units can be assembled in any position inside our machines-frames, in vanable number, de-
pending on the required feed spead.

Orbital unit with flat abrasi- Brush unit with vertical in- Structuring with flexible
ves, mounted on a sponge sarts quickly interchangeabis steel brushes
support and kel with velcro 1o vary grit and rigicity,

. L,

Brushes to operate mainly on flat surfaces, with edges only lightly rounded

Brush with threads in tampico Brush with threads in nylon Brush with INTERCHANGEABLE INSERTS

Interchangeable inserts for finishing brushes

Sanding media Brush sizes

| — Brushes

e
Sk mm

ﬁ - Socket

10 =i
2}

45 &




Panel Cleaning Units

S1B /825  + Brushumt © 180 /250 mm made in nylon or vegetal fibers
SB18 /5825 » Scotch-Brite™ wnit & 180/ 250 mm - Scoteh-Brits rolees ™ of various density
SE18/SE25 - Inderchangeable Brush Unit

JR + Stationary rctary blowers

JRO * Rotary blowars with lateral scillation of the blowing unis
L) (22 + Single and double antistatic bars

JL + Linear caciltating blowers

JFB + Lingar oscillating blowers 10 clean the feed bell

SE18 - SE25 INTERCHANGEABLE BRUSH UNIT
can be eguipped with motors from: 1.5 - 2,2 - 4 kW, that can be fitted with in
verlars for rotatonal spead variation.

The brushes can be:

« yegelal fibers lor the dust rarmowal;

= sootch-brite™ for finishing on veneer and lacquers;

= FT2 with interchangeable inseris for the elimination of wood fibres.;
+ sleal or lynex for structiring.

Vacuum hold system (optional)

A high spead ventilator generates 2 strong pull under each working unit 10
secure he iraction of slippary or shorl panals,

LLLLEELUEL R ERVARRUDERVRERERLFARIA



Series © sanding - K calibrating: Accessories & Options

Automatic locking of working units (optional)

An automatic - preumatic system is locking the support of the working units to the maching frams
with a precision conical cCoupding.

This operatar-fmendly device helps lowering the sanding bell change, al same bime assuring an ab-
solutely sate locking improving the overall efficiency.

Oscillating blowers (optional)

Oscillating air jet blowers for sanding belt cleaning, with high
efficiency jets

Electromechanical Panel (standard)

Cantrol panel positioned in fromt of the machine, with push-buttons for
all metors and amg-meter readers of power ulilization of the working
units. Digital positioner with read-out of the thickness adjustment with
decimal accuracy.

Range change switch for the vanation of the feed speed. Diagnostic
leds of electric-pneumatic-safety problems.,

Emergency stop and reset

PLC VISION (optional)

The PLC panal VISION enable tha visuwaliza-
tien in a touch-screen monitor of the actual
setup data and operation settings of the ma-
chine, to be filed In a aumber of complete
working programmes.

@ B EE 5 & 3 2 5

The PLC contains a number of pages each for a machine function, that can be included In working programmes, fo store and recall with own codes.



‘ Disk brakes

Prisumatic operaled disk brakes o stop the
working units within few seconds from
EMErgendcy.

Sanding belt ’
oscillation system

Sanding belt oscillation system with
etectronic dual-photocedl,

Complete with safety micro-switch to stop
the machine in case of misalignment or

breakage of the abrasive belt
Main technical data Air volume requlred foreachunit coutlet 20 24 28 |ws
Useful working widths 1350 frmm] Each longitudinal working unit 160 ren] 1447 1737 2026 [om)
Longitudinal sanding belt dimensions 1380 x 2620 |mm| Each F250/350 - 518/25 - SB18/25 160 jren) 1447 1737 2026  [mom)
Cross sanding balt dimensions 150% 7350  (mm] W180 - planer unit 200 jmen) 2261 2714 3166 [mam]
Standard machine opening 3+160  [mymin]
Feed speed of calibrating machines d+15  [mimin]
Feed speed of sanding machines 4420  [mimin|
Machine with Longitudinal units version with 2 working units version with 3 working units
Mmoo g ——— I ————— |
" )| ") !
= NG § i

%
i
|

51 L —— - | — — - —
4 L ’1 ﬁ 4 8
L . h | L = ih ] A
Machine with Cross belt unit version with 1 cross bell unit version with 2 cross belt units
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The other lines in our range of products
for the Woodworking Industry

Sanding-Calibrating machines

on Finishing Sanding machines

Brush-finishing machines

COSTA LEVIGATRICI S.p.A

Via Venezia, 144-36015 Schio (VI) ltaly
Tel. (+39)0445-675000
Fax(+39)0445-675110
www.costalev.com - info@costalev.com
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Manufactured by

LEVIGO ENGINEERING INDIA PRIVATE LIMITED
38/1, Shed No.1, Viswaneedam Post,

Nadkerappa Industrial Estate, Andrahalli Main Road
(Opp.Bosch Rexroth),Peenya Il Stage
BANGALORE - 560 091  Tel: +91-080-2836 0467
Email: info@levigo.co.in

#: levig

Authorised agent in India:
T ————

WOODTECH CONSULTANTS PVT.LTD

# 31/2, Nadkerappa Industrial Estate

Andrahalli Main Road , Near Peenya 2nd Stage,
Viswaneedam Post, BANGALORE - 560 091
Tel: +91-80-2836 4584/2836 4585

Email: info@woodtech.in; Web: www.woodtech.in

We reserve the right to change features without any notice



