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Shqrpening qnd setting robot
Fully Automqted Shorpening ond Setting
of Ring Floker Knives
Type PZSE
- Potrented -
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Shorpening ond setting robot - Reduced production cost

The knives ofknife ring flakeß have to be resharpened and reset
in regular intervals. These are time-consuming and labour-in-
tensive operations. Precision ofklife setting is heavily depen-
ding on the care of the operators.

With the "ORIGINAL PALLMANN" knife sharpening and
setting robot, knives are fully automatically resharpened and
reset, taking the actual condition ofthe inner faces ofthe knife
ring as a reference for precise knife protrusion. This means
reduction ofthe total time and labour cost required to complete
this operation and because ofthe high precision of knife setting
constant high flake quality with the option to define flake quality
paramete$ and use them in automatic process control systems.

Method of operotion

The knife ring with dull knives is placed onto mounting cylinders
which hydraulically transport it to the carlier disc inside ofthe
robot. After clamping ofthe knife ring to the carrier disc and
closing ofthe housing door, the fully automatic process is sta ed.
The predeterrrincd knife protrusion is entered into the central
computer. Electronically controlle4 intell igent torque wrenches
loosen the knife clamping bolts, pushers rrove the dull knife
forward against stops. Thcn the knif'e clarnping bolts are
tightened again with the required torque. The knife ring moves
forward into tire next knife calricr position. The above procedure
is repeated until all knives havc been moved forward against the
stops and then the automatic sharpening program is started.



- high precision - conslqnt flqke quolity

The Shorpening Process

The knifes are reshaxpened with a wet grinding process while
installed in the rotating knife ring. The sharpening unit is
mounted onto a support. The advancing ofthe grinding disc and
the oscillation along the knife length are very precisely, electroni-
cally controlled. After all knives have been resharpened to the
predetermined knife protrusion, the knife ring will be cleaned
with a special cleaning system inside ofthe robot.
After approximately 45 minutes, the complete resharpening and
resetting process is finished. The precisely resharpened and reset
knife ring is hydraulically released from the PZSE-robot and can
be transported to its intermediate storage position, ready for
installation during the next knife ring change.

The Result

Independent ftom the inner diameter ofthe knife ring high
accuracy knife protrusion is guaranteed. This results in a narrow
flake thickness distribution curve and in an unorecedented
constänt flake quality.

The knife ring condition diagnose system integrated into the
sharpening and setting robot shows in a display the electroni-
cally controlled actual wear condition ofthe inner faces ofthe
knife ring. A knife ring control protocol can be printed out,
offering the reliable basis for preventive maintenance on the knife
ring without the need for time-consuming manual checks.
The sharpening unit ofthe robot has also been designed for
resharpening ofthe wear shoes and back pressure lips ofthe knife
ring in one single operation. This featue offers the opportunity to
maintain wear shoes and back pressure lips in optimum condition
which is, besides the care for precisely resharpened and reset
knives, the most important prerequisite for excellent, constant
flake quality during the full life time ofthe wear parts installed in
the knife ring.

The Conhol System

The actual w€ar condition ofthe knife ring is picked up via
sensor technique. The cental processing unit processes the data
together u/ith the entered knife protrusion and fully automatically
controls the sharpening and adjusting procedure. When the
maximum admissible usage ofthe knife width and the thickness
ofthe wear shoe has been reached, a message appears on the
dispFay via a maintenance program. Defective knife clamping
bolts are detected and displayed.
An online data transfer to a cenhal process contol unit ofthe
main system can be implemented at any time allowing continuous
control ofthe flake thickness in the cenhal contlol room ofthe
Dlant.
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The decisive qdvontoges of the PZSE-system

D Fully automated resharpening and
resetting process. Operator required
only for installation and removal of tle
knife ring.

tr Constaat flake quality. Narrow thick-
ness distribution curve because ofhish
accuracy of lcrife proausion.

tr Predetermined knife protrusion and
grind otr

E Electronic control oftightening torque
ofthe knife fixing bolts and electronic
control of bolt condition.

D Grinding of wear shoes and back
pressure lips is possible with the
PZSE-system as well.

tr PlC-controlled integnted diagnose
and preventive maintenance progüm
with the option for online data transfer
to a central control unit.

tr All users of Pallmann lcrive ring
flakers type PZKR can take advantage

' of the revolutionarv PzsE-svstem.
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Leoding the world in wood floking bchnology.
Palkdan[ Maschinenfabrik
GmbH & Co. KG
Wolflochstraße 51, Postfach 1652
D-66466 Zwoibdcken, Germany
Telefon (06332) 802-0
Telefax (06332)802-106
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Utilizotion
of wood

Pallmann Pulverizeß '

Co. Inc.
820 Bloomfield Ave.
Clifton NJ 07012, USA
Phone (201) 471-1450
Facsimile (201)471-7152

Pallmam do Brasil
Ind. e Com. Ltda.
Av Presidente Juscelino, I156
09950-370 Diadema S.P, Brasil
Phone (0ll) 745-3044
Facsimile (01l)745'4968

Technicol doto

lvlochine type PSZE t2-450 PSZE t4-450 PSZE r6dx)

Knifering diameter lz00 1400 1600

Number of knifes 42 49 56

Knife lengttr 450 450 600

Motor grinding disc 7,5 tkwl

Grinding disc dimensions (D x B) 400 x 120

Oscillation length max. 460 mm max. 610 mm

Power toroue wrenches 3 x 1,5 [kWl

Hydraulic unit 4 tkw
Band filter unit I,l + I,l [kw]

Compressed air requirement 200[Vmin] .5-6[bar ]

Cycle time 35 - 45 [min] 40 - 50 tminl 60 - 70 [min]


