Operating Instruction Booklet

Linear Conveyor

Type KLF 3,5,7,15,25

Customer:
Serial-No.:

Type:

011938 EN



Dear Customer:

This tool is the result of more than 70 years of experience in the design
and manufacturing of pneumatic tools for the industrial market.

We kindly ask, that you read these operating instructions carefully, so
that you will be able to use this tool safely and for many years to come. If
you need additional information, please contact your DEPRAG Repre-
sentative, one of our international support offices or us direct at
DEPRAG. We will be happy to answer any questions. Please visit our
web site: www.deprag.com
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1 Safety information u,

1.1 Basic safety information

Familiarity with these basic safety rules and regulations constitutes the
fundamental prerequisite for safe handling and trouble-free operation of
DEPRAG KLF linear conveyors.

These operating instructions contain the most significant regulations for
safe KLF operation. These operating instructions - and in particular the
safety regulations - must be observed by anyone working on and with the
KLF.

The applicable on-site accident prevention rules and regulations must
also be observed.

These operating instructions must always be kept handy where the KLF
is operated.

Further to these operating instructions, generally applicable as well as
local accident prevention regulations and environment protection stan-
dards must also be kept handy and be observed.

1.2 Obligations to be met by the operator

The operator is obliged to authorise only those persons to work with the
KLF linear conveyor who are familiar with the basic work safety and ac-
cident prevention standards and who have been trained in KLF opera-
tion. Furthermore, these persons must confirm with their signature that
they have read and understood the chapter on safety and the warnings
contained in these operating instructions. Steps are to be taken at regu-
lar intervals to monitor and document that all personnel are performing
their work in a safety-conscious manner.

1.3 Operating personnel training

Only trained and instructed personnel is permitted to work on the KLF.
The scope of responsibilities of personnel entrusted with KLF assembly,
commissioning, adjustment, maintenance and repair must be clearly de-
fined.

Personnel still to be trained must work on the KLF only under the super-
vision of an experienced operator.

1.4 Dangers in handling the unit

The KLF linear conveyors are state-of-the-art equipment designed in
compliance with the EU Machinery Directive and accepted safety regula-
tions. Nevertheless, however, risks may arise from using this equipment




that may endanger life and limb of user or third parties and cause inter-
ference with the KLF or other material assets.

The KLF must be used only as intended and in perfectly safe condition.
Any malfunctions that may have an adverse effect on the safety of any
persons, the KLF or other material assets must be eliminated without de-

lay.
1.5 Appropriate use

The KLF is intended exclusively for the incoming and outgoing transport
of components and can also be used for component sorting. Due to its
open connector design, the KLF must not be used in areas where readily
flammable or explosive media are present.

For maximum permissible dimensions and weights of add-on compo-
nents, observe details in chapter 3, table 1, Technical data, and chapter
4, Installation instructions.

Any other use, or use beyond the above specifications, shall be deemed
as inappropriate. United Components GmbH shall not accept any liability
for any damage incurred through non-observance of this clause.
Appropriate use also includes observation of all Notes in these operating
instructions.

1.6 Safety measures for normal operation

The KLF must be operated only if it is in perfectly safe condition. This
must be checked at least once per shift.

Check the correct air gap setting in particular after adjustment activities.
For further details refer chapter 5.3, Setting the air gap.

1.7 Hazards caused by electrical power

Any work on the power supply must be performed by a qualified electri-
cian. The KLF electrical equipment must be checked regularly. Any loose
connections and cables scorched or otherwise damaged must be re-
placed immediately.

The KLF nameplate specifies the mains supply.

/ \ WARNING : The linear conveyor must be operated
E only at the mains supply specified on the nameplate.




1.8 Specific danger points

The KLF, and in particular the built-in electromagnet, must not be oper-
ated in liquids. The linear conveyor must be installed and the drive sup-
ply cable be laid in such a way that no liquid can collect at the cable seal-
in point at the magnet. Start the KLF only once this has been ensured.
The electrical supply must be interrupted immediately if liquid is sus-
pected to have penetrated the magnet. Due to their open connector de-
sign, DEPRAG linear conveyor must not be used in hazardous areas.

1.9 Structural modifications

The KLF must not be modified, extended or altered without the manufac-
turer's approval. Exceptions to this rule are the tracks described in chap-
ter 4.2, feed rails, and chapter 4.3, Flexible add-on solutions, and the ac-
cessories listed in chapter 8, Accessories.

Any other alterations are subject to the written approval of DEPRAG
Schulz GmbH & Co.

Any unacceptable components must be replaced immediately. Use only
original spares for this purpose. There is no guarantee that third-party
parts have been designed and manufactured in accordance with the ap-
plicable stress-bearing and safety standards. Failure to observe this
clause cancels the warranty on the linear feeder.

1.10 Specific danger points

The KLF, especial the built-in electromagnet, is NOT for use in liquids.
The linear conveyor must be assembled so, that the cables and the
magnet never get contact with liquid. Don’t use is, if this is not guaran-
teed. Is there a suspicion of liquid in the magnet, turn off the electrical
supply immediately. Using the linear conveyor in explosive areas is pro-
hibited because of the open plug design.




2 Application

The linear conveyor type KLF are used to transport work pieces away
from upstream or towards downstream machines. Furthermore they are
used under special premises for sorting components.

The KLF's may be integrated into several screw feeding machines and
also in complex automated assembly units.

Linear conveyors are designed to transport work pieces and must
not be used for any other purposes (vibrator, vibrating mixer etc.)
Due to their open connector design, KLF's must not be used in
hazardous areas.

®
1 Note: Failure to observe these operating instructions
while operating an KLF cancels the warranty.

The various linear conveyor types differ in size and range of application
(s. chapter 3: Equipment description and chapter 4.3, Table 3: Recom-
mended values for maximum work piece widths).




3 Equipment description

The KLF consists off 2 push-pull sections arranged next to each other.
These are connected via bifurcated leaf springs to a common base plate
where the opposing vibration forces are virtually cancelled out. Option-
ally, each of the vibrating sections can operate as useful or counter
mass. Another option is to operate as useful mass. (see chapter 4.3
Flexible add-on solutions)

A magnet-system (armature- magnet core) is built in horizontally be-
tween the two vibrating sections.

The advantages of KLF's are based on the adjustable balancing of use-
ful and counter masses that largely eliminates the free vibration forces
directly within the unit.

Picture 1: Dimensions KLF3-5
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Picture 2: dimension sheet KLF7-25
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Table 1: Technical Dates

Fastening slots for fasten-
ing at the base frame

m

a 100- |150- |200- [300- |500-
170 |250 |400 |600 800
b 95 122 |58 85 150
c 13 17 17 24 29
gd1 |45 |45 |45 55 6,6
Main dimensions [mm] gd2 (4,5 (4,5 7 9 10
e 28 36 36 50 60
f 38 49 79,7 |111,7 [139,7
g 47,5 |56 10 30 45
h 20 28 52 88 133
[ 4 4 - - -
K 48,7 |75 128 |177 283
m 70,2 |90 140 (200 300
n 19,1 17,3 |- - -
max. weight — feed rail [kg] 0,15 |0,3 0,65 |[1,5 3,0
weight - basic unit [kg] 0,4 0,7 1 2 7
vibration frequency [Hz] 2 times - Net frequency
power supply [V/HZz] 230/50 or 110/60
max. power consumption 4,7 10 15 25 60
[VA]
Protection class IP 54

Controller (not included)

optional IRG 1-2-4




Depending on application field and spatial conditions you can select be-
tween different switch sizes (see Table 7). Main criteria are primarily the
uses or counter-mass and the mounting room being available.

The linear conveyor is available with 230V/50Hz and 110V/60Hz — mag-
nets.

For the KLF are different control units at the disposal. (s. CHAPTER 7
Controllers).

10



4 Installation instructions

4.1 Installation the unit

With the help of the slots in the base plate, the KLF is firmly screwed to
the floor (refer Pic. 3). This allows for exact definition and adjustability of
the junction points at the linear track intake and outlet. In the horizontal
plane the floor should be non-yielding (plate or block construction) to ab-
sorb any residual forces in this plane. Any overhanging profiled struc-
tures must be reinforced with a plate to which the linear feeder will be
attached. Best suited for this purpose is a steel plate at least 20mm thick
and more than 120mm wide.

Impacting decisively on floor vibration, vertical vibration forces can be
virtually eliminated through careful mass balancing (refer chapter 5.1,
Balancing the masses).

Suitable substructures must be provided for height adjustment.

Suitable DEPRAG Schulz GmbH & Co standard parts are available for
complete station extensions in combination with DEPRAG feed bowls.

Picture 3: Attachment slots in the base plate
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4.2 Design of feed rails

The feed rail must be unyielding so that the transport pulses generated
by the unit are fully transferred to the work pieces and no superimposed
natural vibration can adversely affect the transport process. This re-
quirement has priority over mass reduction measures. The preferred ma-
terial for feed rails is tool steel (e. g., 1.2842, 90MnCrV8). Feed rail de-

11



sign should adhere to the useful masses specified in chapter 3, table 1,
and/or chapter 5.1, table 4.

The following feed rail cross sectional dimension ratio is recommended:
Height 2

Width 1

The recommended dimensions are listed in table 2. The dimensions are
for one vibrating section and can be applied to each of the two vibrating
sections.

Table 2: feed rail dimensions
KLF3 KLF5 KLF7 KLF15 KLF25
Length 170mm | 250 mm | 400 mm | 600 mm 800 mm

Width 13 mm 17 mm 17 mm 24 mm 29 mm

12



4.3 Flexible add-on solutions

4.3.1 Attaching one Feed rail

The linear track is attached to either vibrating section with the help of an
angle bracket or a lateral plate (refer Pic. 4 and 5). In the case of the
KLF3 and KLF5, the linear track is attached directly to the vibrating sec-
tion (refer chapter 3, Pic. 1). In any case, make sure to observe the cor-
rect attachment position as per chapter 3, Pic. 1 and 2. Any deviations
may adversely affect floor vibration.

Picture 4: Feed rail mounted with angle bracket
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Picture 5: Feed rail mounted with lateral plate
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The vibrating sections are designed with recesses on the outer side to
receive the angle brackets and trimming weights. The run out height of
the feed rail can be precisely adjusted during initial installation by means
of the slot-type bores in the lateral plates. Thus no rail readjustment is
necessary when the feed rail is removed and reinstalled for cleaning
purposes or change to a different product.

Selection of the feed rail location on the left or right is dependent on the
installation and transfer requirements of the upstream and downstream
equipment. The feed rail must always be mounted at the inner side of the
lateral plate (refer Pic. 5).

The weight of the feed rail (refer chapter 3, table 1, or chapter 5.1, table
4) and its attachment (angle bracket and/or lateral plate) must be bal-
anced by a counter mass (trimming weight) mounted to the second vi-
brating section. For a detailed description refer chapter 5.1, Balancing
the masses.

Note: KLF 3, KLF 5 and KLF 25 require useful and
. counter masses to be identical at all times. KLF 7 and KLF
15 require a specific difference to be adhered to between
1 useful and counter masses. Useful and counter masses

should correspond to the values specified in chapter 5.1,
table 4.

14



4.3.2 Attaching two Feed rails

Instead of the trimming weights (refer Pic. 4 and 95) it is also possible to
attach a second linear track (refer Pic. 6). Linear tracks may be attached
using angle brackets as well as lateral plates. Balance the masses as
described in chapter 5.1, Balancing the masses.

Picture 6: Linear conveyor with two Feed rails
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4.3.3 Attaching split Feed rails

For the purpose of feeding larger work pieces it is possible to provide a
feed rail design split in longitudinal direction, attaching each half to the
associated vibrating section. Mass balancing is subject to the rules de-
scribed in chapter 5.1, Balancing the masses. In this case, the mass bal-
ance impacts on the transport speeds of both linear track sections and
should be adhered to as exactly as possible.

Larger work pieces are transported smoothly as long as these conditions
are observed.

Recommended values for max. work piece widths refer table 3 .

Picture 7: Linear conveyor with split feed rail
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Table 3: Recommended values for maximum work piece widths

Type Max. work piece width

KLF 3 Approx. 20 mm
KLF 5 Approx. 30 mm
KLF 7 Approx. 50 mm
KLF 15 Approx. 70 mm
KLF 25 Approx. 80 mm

16



5 Adjustment instructions

The first step in adjusting the linear conveyors is always to balance the
masses (chapter 5.1) and then to adjust the natural frequency (chapter
5.2).

5.1 Balancing the masses

As a consequence of the push-pull principle, DEPRAG linear conveyor
virtually balance the vibration forces in the basic unit. However, this bal-
ance of vibration forces is ensured only if useful and counter masses are
adjusted to each other as precisely as possible. For the linear conveyor
KLF 3, KLF 5 and KLF 25, this means that useful and counter masses
must be identical. KLF 7 and KLF 15 require a specific mass difference
to be adhered to between armature and magnet side. Table 4 below lists
the armature side as the useful side so that there is a higher mass avail-
able for feed rail design. Where the available space requires the linear
track to be attached only to the magnet side of the serial unit, rearrange
the magnet system so that the armature is on the magnet side and vice
versa. In that particular case readjust the air gap afterwards as per chap-
ter 5.3, Setting the air gap. Table 6 resumes validity after these steps
have been performed.

The useful mass (i. e., the feed rail mass, refer chapter 3, table 1, or
chapter 5.1, chapter 4) is the total weight of all components attached to
the feed rail side, including lateral plate or angle bracket. Accordingly,
the counter mass is the total of all individual weights of the components
on the counter side including lateral plate or angle bracket.

Mass balance is checked through simple weighing of useful and counter
masses. Any additional weights required to reach the masses specified
in table 4 must be attached in such a way that the distance between the
mass centre points of useful and counter masses, viewed in a direction
transverse to the transport direction, is as close as possible. In other
words, if possible, the additional masses should not protrude laterally
beyond the linear conveyor as this would lead to increased residual vi-
bration in the floor.

The masses are precisely balanced when hardly any vibrations are no-
ticeable in the floor and the transport speed of a component freely placed
upon the feed rail or counter mass, is identical on both vibrating sides.

17



Table 4: Recommended values for useful and counter masses with mass difference

Useful mass Counter mass  Difference [kg]

[kd] [ka]
(Armature side) (Magnet side)

KLF 3 0.15 0.15 0.00+0.01
KLF 5 0.30 0.30 0.00+0.02
KLF 7 0.65 0.55 0.10+0.02
KLF 15 1.80 1.30 0.50+0.03
KLF 25 3.00 3.00 0.00+0.05

® Note:

1 Useful and counter masses should correspond to the val-

ues specified in table 4.

Note:
1. Masses are fully balanced if hardly any vibrations are
1 noticeable in the floor.

2. When masses are fully balanced, the transport speeds
at useful and counter sides are identical.

18



5.2 Adjusting the natural frequency

The DEPRAG linear conveyor is a spring- mass vibration system that
operates utilising the resonance behaviour.

Any changes in the mass require adjustment of the spring stiffness. For
this purpose, sliding adjustment plates are provided on the spring as-
sembly attachment at the base plate (refer Pic. 8). Sliding these adjust-
ment plates sets the natural frequency.

Picture 8: Spring assembly with adjustment plates
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The linear conveyor must always be adjusted 'subcritically’, in other
words, the natural frequency must be approximately 5 % above the ex-
citer frequency. For a 100Hz feeder this translates to a natural frequency
of around 104Hz, for a 120Hz feeder to one around 126Hz.

The adjustment procedure is as follows:

Place one test component on the feed rail and switch on the controller.
Use the rotary button to reduce the transport speed of the linear con-
veyor until the component on the feed rail moves only slowly. Keeping
the controller setting constant, slowly loosen the screws of the adjust-
ment plates at one linear conveyor spring assembly (refer Pic. 8). Check
the speed at which the test component is transported while the screws
are being loosened. If the transport speed briefly increases initially and
then decreases again as the screws are further loosened, the linear
feeder is correctly adjusted and the natural frequency is slightly above
the exciter frequency. The adjustment plates must be returned to the po-
sition they were in before the screws were loosened.

If the transport speed increases while the screws are loosened, and de-
creases only slightly or not at all when the screws are fully loosened, the
linear conveyor is adjusted too tightly and its natural frequency is too

19



high. In this case, move the adjustment plates down or remove a leaf
spring as required if the weight deviation is too great. Then repeat the
test.

If the transport speed decreases immediately while the screws are being
loosened, the linear conveyor adjustment is too soft. In this case, move
the adjustment plates up or install an additional leaf spring as required.
Then repeat the test.

Make sure when sliding the adjustment plates that they are always hori-
zontal and always arranged exactly opposite each other.

Adjustment plates up = Natural frequency increases
Adjustment plates down = Natural frequency decreases.

W ARNING :Itis vital that the linear feeders be
'subcritically' adjusted (i.e. the natural frequency must
be about 5% above the exciter frequency) as otherwise
the magnet may overheat and burn out, and the trans-
port speed may decrease as soon as components are
placed upon the linear track.

To avoid the vibrating sections from subsiding, make sure to loosen the
adjustment plates of one spring assembly only at a time during frequency
setting.

i Note: The adjustment plates must be aligned horizon-

tally. The top edges must always be arranged opposite
each other.

5.3 Setting the air gap

During serial assembly, the air gap of the magnet system is set to the
values specified in table 5. If it deviates from the values specified in table
5, after adjusting natural frequency, for example, the air gap must be re-
adjusted. For this purpose loosen the lateral armature fixing screws and
reset the air gap with the help of a spacer (refer Pic. 9).

20



Picture 9: Armature attachment
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The values specified in table 5 apply only to the associated power sup-
ply. It is absolutely vital to ensure during adjustment that the faces of
magnet core and armature are aligned exactly parallel to each another.
To achieve the necessary precision, tighten the screws step by step and
in turns.

table 5: Setting values for the air gap between armature and magnet core

Type Power supply Air gap value Tolerance range
KLF3 230V/50Hz 0,5 + 0,05
110V/60Hz auf Anfrage auf Anfrage
KLF5 230V/50Hz 0,8 + 0,05
110V/60Hz 0,6 + 0,05
KLF7 230V/50Hz 0,8 + 0,05
110V/60Hz 0,6 + 0,05
KLF15 230V/50Hz 1,0 + 0,05
110V/60Hz 0,6 + 0,05
KLF25 230V/50Hz 0,8 + 0,05
110V/60Hz 0,6 + 0,05

W ARNIN G : Setting an air gap larger than specified
may cause the magnet to overheat and the coil to burn
out. It is therefore vital that the specified air gaps be
adhered to.
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6 Maintenance

A type KLF linear feeder is basically maintenance-free. The leaf springs,
however, may oxidise in certain conditions of use, thus affecting the vi-
bration behaviour in the long run. In such cases the leaf springs may
need to be removed and cleaned. Make sure to always dismantle one
spring assembly only as the vibrating sections are otherwise displaced
and trouble-free functioning is no longer guaranteed. Use the appropriate
calibration gauge for initial linear feeder height adjustment (refer chapter
8, table 7: Accessories).

W AR NI N G : The leaf springs must not be oiled or
greased as this would make the springs sticky and in
turn adversely affect the vibration response.

22



7 Controllers

The KLF is connected to the 230V/50Hz AC system via an IRG controller
and can be rated for other mains voltages and frequencies, e.g. 110V /
60Hz. They operate in full-wave mode at double mains frequency, i.e. at
50Hz AC, with a vibration frequency of 100 Hz.

Vibration displacement and thus the transport speeds are infinitely ad-
justable due to magnet current and thus magnetic force variability.
Soft-starting, all IRG types can be mounted in various different ways and
offer extra controls for photoelectric barriers, initiator elements, or extern
24VDC signal.

For a detailed description of the controllers refer full-range catalogue
from DEPRAG Schulz GmbH & Co.

Third-party controllers can also be used as long as they meet the techni-
cal requirements.

Table 6: Controllers for KLF linear conveyors

Type Power supply

IRG1-N 230V/50Hz
110V/60Hz

IRG2-N 230V/50Hz
110V/60Hz

IRG4 230V/50Hz
110V/60Hz

23



8 Accessories

Table 7: Accessories for KLF linear conveyors

Type Designation Comments Order reference no.

KLF3 |Trimming weight |Weight: 30g KTG3

KLF5 |Trimming weight |Weight: 65¢g KTG5

KLF7 |Trimming weight [Weight: 100g KTG7-100g
Trimming weight | Weight: 509 KTG7-50g
Angle bracket Weight: 47g KBW7
Lateral plate Weight: 70g KSP7

KLF15 | Trimming weight  |Weight: 200g KTG15-200g
Trimming weight | Weight: 100g KTG15-100g
Trimming weight | For double track KTG15-D
Angle bracket Weight: 133g KBW15
Lateral plate Weight: 190g KSP15

KLF25 | Angle bracket Weight: 350g KBW25
Lateral plate Weight: 5509 KSP25

24




9 Checklist — Troubleshooting at the linear conveyor

Problem lIdentification:

Conveyor doesn’t run, no vibration noticeable

Conveyor runes to slow or there is no movement visible

The feeding characteristic is instable, the feeding speed is variable
The conveyors do transfer vibrations

AODN -

A Electrical power, Controllers

Problem No.: Elimination
1,2, 3 Electrical power is to low or|Check the main voltage, or
instable, i.E. just 180 V New-adjustment of the linear

conveyor with the existing
main voltage.

1 Connection to main supply |Check the connection drive-
broke down controller and controller-

main supply
1 Controller is OFF <0> Turn controller ON <1> or at

use with jam control, check
the jam control sensor

1 Controller is faulty Electrical check of device, or
install an exchange- or re-
placement device

2,3 Outgoing frequency of con-| Take care the right fre-
troller is installed wrong quency at the controller is
installed
25 Hz position = half wave
power

exciting frequency = 50 Hz
50 Hz position = full wave
power

exciting frequency = 100 Hz

NOTE:

If you are using other controllers, check the linear conveyor is
working with the right frequency.

25




B F

Problem No.:

2,3,4

eed bowl KLF and KWF

Reason

The feed bowl or the
feed rail is not strong
enough connected with
the drive. At feed bowls
you hear a Dbright
sound.

Elimination

Tighten the adjusting screws
and check the thread.

2,3,4

The magnet screws or
the leaf spring are not
tighten strong enough,

check all connections where its
something screwed together

1,2,3

The magnet is dam-
aged, the magnet coil is
blow

Electrical check of magnets,
install a new magnet

1,2

The air-gap between
magnet and anchor is
to small (nail on) or to
big

Reinstall the air-gap like in the
instruction booklet

1,2

Foreign part is between
magnet and anchor in
the air-gap

Remove the foreign part

2,3,4

Spring fracture
changed the frequency

Loosen screws of spring pack-
ages, check the springs, re-
move damaged parts

Attention! Reason is mostly
the vibration amplitude (check

air-gap)

2,3,4

The feed rail at the lin-
ear conveyor has not
enough stiffness or
exceeds the limit for
weight and rail length

Pay attention at rail design.

NOTE !

At use of Feed bowls of other manufacturers resp.
feed rails should absolutely read the respective
Operator's manuals with the technical data being noticed.
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10 Spare parts

Failure of individual components is not likely to occur during appropriate
use as the KLF design does not include any wear-and-tear parts. Please
order any individual components yet requiring exchange from DEPRAG
Schulz GmbH & Co. The serial number of the unit is important for fast
and correct handling of the spare parts delivery.
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11 Warranty

The warranty period is twelve months irrespective of the number of
shifts.

Any objections must be reported in writing without delay and at the latest
8 days from receipt of goods. Any hidden defects not revealed within this
period must be reported within 7 days from the time at which the cus-
tomer discovered or, upon careful inspection of the goods delivered,
could have discovered, the defect. Where the complaints are justified,
the supplier will, at his discretion, either replace or repair the goods
unless the damage was incurred due to the customer's improper han-
dling of the goods. The warranty period for replacement item and repair
is 3 months. At the least it will extend until expiry of the original warranty
period for the equipment supplied. The period of liability for defects in the
equipment supplied is extended by the time operation is interrupted as a
consequence of the repair work. The customer shall send the goods to
the supplier at his own expense. Warranty claims can be filed only within
6 months from the time the customer received the goods. The customer's
right to file any claims for defects expires in all cases 3 months from the
time a prompt complaint was made, and at the earliest upon expiry of the
warranty period.

Further claims, if permissible, are excluded. The supplier's legal and con-
tractual liability is limited to bad intent and gross negligence.

The supplier's liability for essential third-party products is limited to as-
signing the liability claims which he is entitled to file with the supplier of
the third-party product.

The supplier is not obliged to provide any information or other technical
documentation beyond the scope of these operating instructions, even if
this may have occurred in exceptional cases in the past.

The illustrations, dimensions and weights in these operating instructions
are not binding. Printing errors, mistakes and state-of-the-art modifica-
tions reserved.
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12 Picture Contens:

Picture 1: Dimensions KLF3-5

Picture 2: dimension sheet KLF7-25

Picture 3: Attachment slots in the base plate
Picture 4: Feed rail mounted with angle bracket
Picture 5: Feed rail mounted with lateral plate
Picture 6: Linear conveyor with two Feed rails
Picture 7: Linear conveyor with split feed rail
Picture 8: Spring assembly with adjustment plates

Picture 9: Armature attachment
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14 Customer specific informations
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15 Service stations and authorized partners

ARGENTINIEN

ERIN s.a.

Av. Constituyentes 5751
RA-1431 Buenos Aires
Tel./Fax: +54 (0) 11 /4573.1313

AUSTRALIEN

De Rossi Industrial Pty. Ltd.
Unit 1 —2 /600 Liverpool Road
Strathfield South, N.S.W. 2136
Tel.: +61 (0)2 / 8732.7200

Fax: +61 (0)2 / 8732.7299
e-mail: sales@derossi.com.au

BELGIEN

Aijkens en Zumpolle B.V.
Postbus 29

NL-5306 Z2G

Brakel/Niederlande

Tel.: +31 (0)4 18 / 67 18 16

Fax: +31 (0)4 18 /67 32 17
Internet: http://www.zumpolle.net
e-mail: info@zumpolle.net

BRASILIEN
METALFEMA Ltda.

Rua Sab Pedro, 786

Sad Leopoldo — RS —
BRAZIL

ZIP 93.010-260

Tel.: +55 (0) 51 / 592.4050
Fax: +55 (0) 51/ 590.1856

e-mail: mtfma@zaz.com.br

CHINA, SUZHOU
DEPRAG China

DEPRAG Assembly Technologies

No. 5, Xinghan St, Blk. A#06-16
Suzhou 215021, P.R. China
Tel.: +86 (0) 512 — 6767 — 1108
Fax: +86 (0) 512 - 6767 — 1109
Internet: www.deprag.com.cn
e-mail: biz@deprag.com.cn
e-mail: d.hua@deprag.com.cn

DANEMARK

DEPRAG Scandinavia AB

Gap Sundins vag 3

SE-63346 Eskilstuna

Tel.: +45 (0) 98 57 22 50

Fax: +45 (0) 98 57 22 53
Internet: http://www.deprag.com
e-mail: keld.branner@get2net.dk

DEUTSCHLAND

Werk Amberg

Kurfurstenring 12-18,

D-92224 Amberg

Postfach 1352,

D-92203 Amberg

Tel.: +49 (0) 9621 /3 71-3 71
Fax: +49 (0) 9621 /3 71-1 20
Internet: http://www.deprag.com
e-mail: info@deprag.de

ESTLAND

Pneumacon OY

Lakkisepantie 4

FI-00620 Helsinki

Tel.: +358 (0) 9/ 7288.160

Fax: +358 (0) 9/7288.1610
Internet: http://www.pneumacon.fi
e-mail: info@pneumacon.fi

e-mail: harry.lindroos@pneumacon.fi

FINNLAND

Pneumacon OY

Lakkisepantie 4

F1-00620 Helsinki

Tel.: +358 (0) 9/ 7288.160

Fax: +358 (0) 9/7288.1610
Internet: http://www.pneumacon.fi
e-mail: info@pneumacon. fi

e-mail: harry.lindroos@pneumacon.fi

FRANKREICH
DEPRAG France Sarl
9, rue du Général Frere
F-67500 Haguenau
Tel.: +33 388/ 06.14.17
Fax: +33 388/ 93.01.08

e-mail: depragfrance@evc.net

GRIECHENLAND

D. Panayotidis — J. Tsatsis s.a.
6 Pireos Street — Moschaton-
Athen

Tel.: +30 (0) 1/4810.817-8-9
Fax: +30 (0) 1/48296 73

GROSSBRITANNIEN
DEPRAG Limited

Holly Farm Business Park
Honiley, Kenilworth
Warwickshire CV8 1NP

Tel.: +44 (0) 1926 485480

Fax: +44 (0) 1926 485481
Internet: www.deprag.co.uk
e-mail: m.searle@deprag.co.uk

IRAN

NACCARSON AIR TOOLS Co., Ltd.
Azadi Ave. No. 625

IR-Tehran 14 588

Tel.: +98 (0) 21 / 6006602 + 6015656
Fax: +98 (0) 21/ 6009451

IRLAND

Production Equipment Ltd.
Riverside Commercial Estate
IRL-Galway

Tel.: +353 (0) 91 / 745 100
Fax: +353 (0) 91 /751 299

e-mail: sales@productionequipment.ie

ITALIEN

DREX PALLOTTI S.r.l

Via A. Manzoni, 19

1-20090 Vimodrone/Mi

Tel.: +390 02/ 2740 0561 + 0569
Fax: +390 02 / 2740 0607

e-mail: pallotti@drex.com

JAPAN

NIPPON GESCO Ltd.

P.O. Box 255 Kyobashi Tokyo
Ginza Matsuyoshi Bldg.

17 — 8, 7-Chome, Ginza,
Chuo-Ku, Tokyo

Tel.: +81 (0) 3/ 3542.2400
Fax: +81 (0) 3/ 3542.2420

e-mail: mail@gesco.co.jp

KOREA (Siid)

Handwerkzeuge

DONG WON POWER-TECH.INC.
108-10 Moonjung-Dong
Songpa-Ku

Seoul, Korea

Tel.: +82 (0) 2/ 409.1344

Fax: +82 (0) 2/ 409.1345

e-mail: kilpyungdw@dreamwiz.com
Schraubtechnik / Assembly
Technology Fatec Co.Ltd.
#717 LG Palace B/D

165-8 Dongkyo-dong

Mapo-gu Seoul,

Korea

Tel.: +82 (0) 2/ 2 688.2152

Fax: +82 (0) 2/ 2 688.2893
e-mail: fatec@chollian.net

e-mail: fatec@fatec.co.kr

KROATIEN

SM AUTOMATIKA D.O.O

Trg i. Kukuljevica 6

HR-10090 Zagreb

Tel.: +385(0)13 89 41 79

Fax: +385(0)13 87 89 78

Internet: http://www.sm-automatika.hr
e-mail: info@sm-automatika.hr

LITAUEN

HIDROTEKA

P.O. Box 572

LT-3028 KAUNAS

Tel.: +370 (0) 37 / 352195
Fax: +370 (0) 37 / 351952
e-mail: hidroteka@hidroteka.lt
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LUXEMBURG SCHWEDEN TSCHECHIEN/SLOWAKEI

Comptoir Technique et Industriel DEPRAG Scandinavia AB DEPRAG CZ a.s.
321, Route d"Arlon Gap Sundins Vag 3 ul. T.G. Masaryka 113
L-8011 Strassen S-633 46 Eskilstuna CZ -50781 Lazné Bélohrad
Penang, MALAYSIA Tel.: +46 (0) 16-12 61 10 Tel.: +420 (0) 493 /79 24 11
Tel. +352/31 3140 Fax: +46 (0) 16-13 31 88 Fax: +420 (0)493/79 25 12
Fax: +352 /31 3195 Internet: http://www.deprag.se Internet: http://www.deprag.com
e-mail: info@deprag.se e-mail: info@deprag.cz
MALAYSIA .
FI INNOVATION ENTERPRISE SCHWEIZ TURKEI
175, MK D Jalan Bahru Limatec Automation AG MEKA AUTOMOTIVE ASSEMBLY
Balik Pulau 11000 Schlachthausstrasse 15 EQUIPMENTS
Penang, MALAYSIA CH-2540 Grenchen Dicle Caddesi, Tunca Sokak No : 6
Tel. +60/13/449.0386 / +60/16/ 403.6797 Tel.: +41 (0) 32/ 6542904 Beysukent - Beytepe - Ankara -
Fax: +60/4/ 866.0785 Fax: +41 (0) 32 / 6542901 TURKEY
e-mail: farisfi@tm.net.my Internet: http://www.limatec.ch Tel. +90/ 312 / 236 2558
e-mail: office@limatec.ch Tel. +90/ 312/ 236 2559
NIEDERLANDE FAX +90 /312 /236 0991
Zumpolle B.V. SINGAPUR e-mail: melih@me-ka-assembly.com
Postbus 29 Testel Systems Pte Ltd www.me-ka-assembly.com
NL-5306 ZG 1200 Depot Road # 04-07/09
Brakel/Niederlande Singapore 109675 UNGARN
Tel.: +31 (0)4 18 /67 18 16 Tel.: +65 / 6271-3688 ADLER ‘91
Fax: +31 (0) 4 18 /67 32 17 Fax: +65 / 6271-8866 Export/Import Kereskedelmi
Internet: http://www.zumpolle.net Internet: http://www.testel.com.sg Takarék u. 18/B
e-mail: info@zumpolle.net e-mail: sunny@testel.com.sg H-8800 Nagykanizsa
Tel./Fax: +36 (0) 93 /314 633
NORWEGEN SLOWENIEN e-mail: adler91adlovits@chello.hu
Deprag Scandinavia AB MB-NAKLO D.O.O.
Gap Sundins vag 3 Toma Zupana 16 Néniusz Tool Trading House Ltd.
SE-63346 Eskilstuna SLO-4202 NAKLO Kébanyai ut. 47/6
Universal Import Tel.: +386 (0) 4/ 277 17 00 H-1101 Budapest
Tel.: +47 (0) 2/ 2681.530 Fax: +386 (0) 4 /277 17 17 Tel.: +36 (0) 1 /260 030 30
Fax: +47 (0) 2/ 2199.127 e-mail: mb-naklo@siol.net Fax: +36 (0) 1 /260 060 83
Internet: http://www.noniusz.hu
OSTERREICH SPANIEN e-mail: noniusz@noniusz.hu
Amersin Olschinsky GmbH ALCOTAN SISTEMAS S.A.
Carlbergergasse 45 p° de la Direccion, nmro. 95, USA, MEXIKO, KANADA
A-1230 Wien local DEPRAG INC.
Tel.: +43 (0)1 /8 69 87 66 E-28039 Madrid 645 Hembry St. / P.O. Box 1554
Fax: +43 (0)1/8 65 16 97 Tel.: +349 (0) 1/311.17.84 + 311.18.01 Lewisville, TX 75057-4726
Internet: http://www.amersin.at Fax: +349 (0) 1/311.60.53 Phone: +1 /972 /221 - 8731
e-mail: information@amersin.at e-mail: alcotansis@jazzfree.com Fax: +1 /972 /221 - 8163
Toll Free: (800) 4 DEPRAG
POLEN Barcelona office: Internet: http://www.deprag.com
ELKREM SPOLKA Z 0.0. Passeig de la Mare de Déu del e-mail: deprag@depragusa.com
ul. Wielki Row 40B Coll, 122-124
87-100 Torun E-08023 Barcelona VENEZUELA
Tel. +48 /56 / 662.3881 Tel.: +349 (0)3/21977 43 Suministros Tecnicos SUMTEC C.A.
FAX +48 / 56 / 662.3882 Av. Francisco de Mirando, Centro Plaza
e-mail: elkrem@to.onet.pl TAIWAN Torre C, Piso 16, Officina C16 A-B
I HEN MACHINE Co.Ltd. Urb. Los Palos Grandes
PORTUGAL 6F-9, No. 12, Lane 609, Sec. 5 Caracas 1060
Anibal Pires Lda. Chung-Hsin Road, Tel.: +58 (0) 212 -28 56 41 0
AP.23 San-Chung City Fax.: +58 (0) 212-285194 7
E.N. 1 — Mourisca do Vouga 241 Taipei Hsen
P-3750 TROFA AGD Tel.: +886 (0) 2 / 2999.6766
Tel.: +351 (0) 234 / 646.820 Fax: +886 (0) 2/2999.6236

Fax: +351 (0) 234 / 646.815
Internet: http:// www.anibalpires.pt

e-mail: anibalpires@mail.telepac.pt
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DEPRAG SCHULZ GMBH u. CO.

Postfach 1352, D-92203 Amberg
Kurfurstenring 12-18, D-92224 Amberg
E=J

= (09621) 371-0

Fax (09621) 371-120
Internet: http://www.deprag.com
e-mail: info@deprag.de

ZERTIFIZIERT NACH DIN EN IS0 9001
R

Mrz-04 Anderungen vorbehalten / Technical alterations reserved
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