
Centrifugal disc finishing machines with Ršsler Double Batch System¨

New automation solutions confirm trust in Ršsler systems
Since its founding 80 years ago, STIHL has been focusing on revolutionary technology and innovative ideas Ð an approach that has made STIHL the number 1 power/chain saw brand in the
world. STIHL is headquartered in Waiblingen and manufactures the chains for the whole group in SwitzerlandÕs Wil, among others. Reliable, state-of-the-art system technology is necessary to
be able to meet the high quality requirements for the products. In addition to the four vibratory finishing systems already installed at the plant in Wil, the company ordered another two fully
automated Ršsler Double-Batch¨ lines to descale, clean, debur and dry chain bolts.

The saw chain consists of a variety of small
parts. The comprehensive expertise and high
precision required here are reflected in the
constantly increasing demands on cutting per-
formance, freedom of vibration and low ten-
dency to kickback. That is why consistent and
reproducible quality is a high priority for the
people in charge of mass production of indi-
vidual parts. The new investments made at the
STIHL chain plant were also used to extend
production under state-of-the-art technical
aspects and to achieve higher efficiency, in
particular in the areas of cleaning, descaling,
deburring and drying clinched bolts and
other chain parts.  
New system technology:After heat treatment,
the clinched bolts are loaded into transport
containers. The parts loading system hands
them over to the raw
parts buffer of the
interlinked double-
batch centrifugal disc
finishing machine.
From that point on, a
variety of fully auto-
mated vibratory finish-
ing process steps and
a drying process will
follow, before the processed parts are passed
on to transport containers provided by the
plant. Around 260 kg corresponds to one
batch in the centrifugal disc finishing system. 
The treatment process:In the work bowl,
together with ceramic media, the parts are
cleaned and descaled, which takes place par-
allel to the deburring process. The processing
time takes less than half an hour, thanks to the
high abrasive performance of these
machines. The parts and media are then
unloaded and the media separated from the
processed parts. 
High quality separation: The chain compo-
nents must be absolutely clean for the subse-
quent, fully automated chain assembly Ð lack
of batch integrity can cause expensive assem-
bly line downtimes. That poses no problem for
the double-batch centrifugal disc finishing
machine, because the generously-designed
separating unit is installed next to the Vario

coordinating the optimum interfaces of all sys-
tem components. After the drying process, the
finished parts are loaded into transport units,
whereby the quantities are automatically
measured, and stored on pallets.
Transparency down to the last detail: the con-
trol unit is a freely programmable Siemens
control unit S7 300. In addition, a PC-based

remote Òoperator panelÓ, provides a con-
tinuous flow of information and trans-

parency. Thereby, both the operator
and production planning, if so
desired, are constantly given infor-
mation regarding the unloading
quantities and the current processing
state. All data is permanently moni-
tored and documented. That way the
processing of every individual batch
can be tracked. One important
aspect is that maintenance and serv-
icing targets can be adhered to trans-

parently and safely. Upon the customerÕs
request and release, RšslerÕs service engi-
neers can accompany the daily operation of
the system via the remote-controlled mainte-
nance/service module and carry out modifi-
cations and updates quickly and 
cost-effectively.
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buffer with a double-magnet dis-
charge system developed by
Ršsler engineers. The multi-func-
tional Vario buffer holds the

entire mass of parts and media. The variable
tilting angles and the finely adjustable mag-
netic vibratory drive ensure the correct con-
veying speed for the entire duration of the
separating process.  
Ršsler Double-batch centrifugal disc finishing
machines: While the finished parts are still in
the buffer area as a mixture, at the same time,
media and the next batch of parts are loaded.
This change takes only a few minutes minutes.
After that, the new batch is processed while,
at the same time, first batch is being separat-
ed. RšslerÕs double-batch system technology
provides simultaneous processing and sepa-
ration without any capacity losses at the pro-
cessing machine. In particular, the huge
advantages lie in effectively gaining time and
capacity, providing significantly improved
separation quality. 
Double-magnet unloading system: to separate
the parts from the media, a special high-per-

formance drum magnetic separator is used.
De-magnetised, the magnetic drum first places
the work pieces, one after the other, on the
integration area of the vibratory screening
machine. From there, the magnetic conveyor
separator Ð the second magnetic separating
unit Ð takes over to make sure that all media
has been completely removed from the parts.
Smoothing the surfaces: Via a movable
intermediate buffer unit the parts are
passed on to the second system compo-
nent while the first work container is being
filled with the next batch. Unlike the first
processing step, the work pieces are
now smoothed without media, i.e.
part on part. Various cleaning
and polishing steps not only
improve the surface but also
the look of the finished part. 
Complete, including post-
treatment: An WMV auto -
matic hot-air system is direct-
ly connected to the Ršsler
system, whereby the Ršsler
engineers were in charge of
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selected (100 from the
field of vibratory finishing
technology and 50 from
the field of shot blast tech-
nology) who had com-
pleted projects with us
within the last 18 months.
The relevant project man-
ager in charge always
acted as their contact person to provide valid
information. The positive assessment by our cus-
tomers confirms that we are on the right track.
However, we also know that no process is per-
fect and that there is always room for improve-

ment. That is why we will continue making every
effort to improve our products and services. We
would like to take this opportunity to again thank
all our customers who have helped make this
action a success.

It is important to know how our customers assess
Ršsler in order to be able to establish our poten-
tial for improvement. So this year we conducted
a survey in accordance with the DIN ISO EN
9001:2000 quality management system, to
determine the level of customer satisfaction, by
contacting our customers directly by phone. The
questionnaire was divided into five subject
areas and consisted of 14 individual questions.
By personally contacting the customers, we gave
them the opportunity to add further information
to their replies. The replies were rated on a scale
from 1 to 6 (1 equals Very Good, and 6 equals
Insufficient). A total of 150 customers were

We have achieved a lot Ð 
and we continue to improve!

In our personal lives we all frequently
play the role of a customer; a buyer of
various products to fulfil our daily needs
and wants. Whether these purchases
are large or small, one thing is impor-
tant to us: we want to be confident that
we have made the right choice.
Although we make some decisions
based on intuition (i.e. listening to our
Ògut feelingsÓ), most of our decisions are
carefully thought out and are based on
advice from trusted sources, an offer too
good to refuse, or other services which
we rely on to give us a ÒsafeÓ feeling. At
Ršsler, we want our customers to feel
that they have made the right choice
when they decide to buy our products.
Ršsler strives to evoke this good feeling
during the first contact stages and to
maintain it over the entire product life
span. As part of our commitment to inno-
vative ideas, we are continuously devel-
oping new machine types and improv-
ing our existing systems. Beginning with
the continuing education of our employees
and development in our test centres
located worldwide, to mechanical engi-
neering with an extraordinarily high
share of our own production and service
elements such as maintenance and
repair of our systems; Rosler attaches
importance to individual customer 
preferences. This issue of the ÒOn the
SurfaceÓ will introduce to you some of
our customer-specific system solutions.

Programmable vibratory finishing

The Ršsler Double-Batch System¨ was developed to automate the vibratory finishing of bulk
parts Ð without compromising batch integrity. Whether used in centrifugal disc machines or, as
described here, in rotary vibratory machines, double-batch systems show particularly convinc-
ing performance, cost-effectiveness and high separation quality.

Fully-automatic high-quality rotary vibratory machines

controlled discharge of the parts and media to
the screen deck, guaranteeing high separating
quality. A special feature of the Vario buffer is
that the conveyor speed can be adjusted continu-
ously in combination with variably adjustment of
the tilt angle. The special inner wall lining pre-
vents flat work pieces, which tend to stick easily,
from doing just that. At the end of the separating
process the Vario buffer has reached itÕs maxi-
mum tilt angle of 50¡. Combined with a rinsing
process at maximum vibratory power, complete
discharge of each batch is guaranteed.

3. Separating:

In order to separate the parts and media, a large-
area separating machine is available. A variety
of different separation screens can be exchanged

Rotary vibratory machines are considered the
most flexible vibratory finishing systems as they
can be used for any kind of deburring, finishing
and polishing procedures. Standard vibratory sys-
tems combine processing and integrated parts
separation in a single processing bowl.
Constantly rising quality demands not only
regarding the processing quality of the parts,
parts handling to minimize damage, optimum
separation, and media replenishment, have led to
the development of a system that takes into
account all these key elements, which can also be
configured as a fully automatic unit.

1. Processing:

The vibratory finishing process takes place in the
modified rotary vibratory system. Supported by a
variable speed control device, the processing
speed can be adjusted individually to the process
parameters. Once processing is completed, the
discharge flap, located in the bottom of the work
bowl, opens. The parts and media mixture flows
into the buffer area of the separating unit. The
flap closes and the next batch of media and work
pieces is loaded into the machine. Only two to
three minutes are required for to change batches.

2. Buffering of the processed batch:

While processing of the second batch is taking
place in the work bowl, the first batch (parts and
media) pass through the Vario buffer of the sepa-
rating unit. The task of the buffer is to provide a

Average assessment of our services

quickly, without tools, and can thus be adjusted
for different parts. Two separating levels divide
the entire screen deck into three zones. This caus-
es the parts to change position while significantly
improving the separation performance.
Separation tasks that are particularly complex,
such as processing parts prone to media lodging,
can be easily performed. All media transported
via the separating area is regularly classified
according to size to prevent undersize from lodg-
ing in the subsequent parts batches.

4. Charging of media

The media which has been separated from the
parts in the separation machine are fed to the
loading device via a cross-belt conveyor, which
transports the media through a magnetic or
screening zone in order to identify potential for-
eign objects and remove them.

5. The central control unit 

The programmable S7 300 generation control
unit by Siemens is equipped with a user-friendly
control panel which provides a permanent and
clear overview at any processing level. The sys-
tem parts, such as the process-relevant parame-
ters (water, compound, media, and number of
parts) are fully included.  Fully automated systems
with an external separating unit and the double
batch system are available in volumes ranging
from 320 to 1,050 litres (11 to 37 cu. ft.).
Equipped with a sound-absorbing cabin, the dou-
ble batch rotary vibratory system is very quiet and
can be integrated into all production areas with-
out problem.

ish. When the required process result has been
achieved, the mixture must be separated reliably
and quickly. However, this requires that all work
pieces be safely unloaded from the work bowl Ð
in this machine type, this process takes place in
the automated operating mode of the system, with-
out manual intervention, by the work bowl tilting
to an angle of 140 ¡. To prevent small, light parts
from sticking to the work bowl, spray nozzles can
be installed at the container rim. The processing
time of centrifugal disc finishing machines is gen-
erally very short due to their very high grinding
performance (up to 30 times higher than vibrato-
ry finishing systems). That is why separating of the

When company developers and design engineers
are asked to develop a new manufacturing
process with the necessary production devices, the
following prerequisites must always be met:

¥ high degree of automation
¥ high flexibility
¥ maximum degree of use
¥ minimum space requirements

These requirements were our goals when devel-
oping the new, fully automated single-batch cen-
trifugal disc finishing machines, the FKS 06 and
15.1 E-A.
Almost 90 % of vibratory finishing processes mix
parts and media to obtain an optimum surface fin-

basic functions of processing and separation, as
already realised in the FKS double-batch systems,
is especially significant. Imbalance devices
aligned at the sides of the separation unit, option-
ally equipped with continuous speed control
devices, ensure the correct motion of parts and
media on the screen deck. After the separation
process has been completed, the media located in
a collecting container below the screening
machine are needed again in the work container
for processing the next batch. The separating unit,
driven by a double-gear motor, tilts upward to
100 ¡ in order to load the media back into the
work bowl. The additional equipment, a familiar

part of the successful
and proven Ršsler
double-batch systems,
includes continuous
undersize media
screening, PLC con-
trol panel, automatic
water-level adjustment, as well as Ršsler loading
and drying systems, which now make it possible
to process smaller parts quantities cost-effectively
with consistently high processing quality. At the
moment two versions of this system, the FKS 06.1
E-A and FKS 15.1 E-A, are available.

Competence of the contact persons in the service division

Quality of the system supplied

Quality of the work done by assembly staff

Meeting the delivery schedule

Flow of information

Meeting deadlines: layout and order confirmation

Documents are valid and clear

Documents are complete

Meeting deadlines:  offers

General care activities:  Inside sales

General care activities:  Field service

Technical competence:  Inside sales

Technical competence:  Field service

ªGradeº

Vibratory Finishing Shot Blasting

Response time:  Service division

ii All system parts
at a glance:
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Further development: fully automated single-batch centrifugal disc finishing machines

1. Processing
2. Buffering of the processed batch 
3. Separating: separation of parts and media 
4. Loading of media   
5. Control panel
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Unique ÒMulti-TumblerÓ system to shot blast bulk work pieces, manufactured by Ršsler Shot-Blast Division, North America.

MT ÒMulti-TumblerÓ rotary barrel Ð smooth shot blasting of small work pieces

Specially designed rotary barrel

The central feature of the
MT machine
series is the
geometry of the
rotating barrel.
The inside wall
of the barrel fea-
tures specially
contoured rid-
ges, while the
bottom is shaped
in the form of a
three-sided pyra-
mid. This unique
design creates the
innovative Òmulti-
tumblingÓ ac-tion of
the different barrel
elements: when the
drum rotates, the ridges on the internal wall of
the barrel tumble and mix the work pieces. 
At the same time the pyramid causes the parts at
the bottom of the barrel to move to the top of 

the mass. This multi-tumbling action ensures that
the blast stream reaches all surface areas, thus
producing even and consistent blast results.
Brightly cleaned parts surface, free of sand, rust

or scale, are achieved in short cycle
times with an MT system with a highly

consistent finish.

Gap-free working unit 

Compared to conventional 
tumble belt
batch shot
blast systems
the barrels
of MT sys-
tems don«t
have pinch
p o i n t s

where small
work pieces get

caught and damaged. They 
tumble freely within the rotating barrel. This pre-
vents damage to the parts as well as to the
machine.

High uptimes and low maintenance costs

Downtimes are significantly reduced by the
smoothly process of small work pieces and the
highly wear resistant rotating barrel made of
manganese steel. The replacement of a worn
barrel is easy to manage because the system is
developed as one single barrel.

MT machines can easily be integrated into 
automated processes 

They can be configured as stand
alone units or as part of a fully auto-
matic system including loading of raw
parts and unloading of finished
parts!. Available automation options
include: lift and tip loaders, vibratory
hoppers, unload conveyor belts, auto-
matic media top-up, shot flow moni-
tors and many others. 

Capacities ranging from 60 to 950
litres

The MT product line consists of six
high-performance types with barrel

September 2006
05.09. - 07.09.TIV, Hardenberg, NL
06.09. - 13.09.IMTS, Chicago, USA
11.09. - 15.09.Electra Mining Exhbition, 

Johannesburg, SA
12.09. - 17.09.Automechanika, Frankfurt, D
18.09. - 22.09. Int. Autumn Fair, Bruno, CZ
19.09. - 22.09.Industr’dagene, Oslo, N
19.09. - 23.09.AMB, Stuttgart, D
25.09. - 30.09.ITM, Plovdiv, BG
26.09. - 29.09.Ršsler In-House, Sens, F

October 2006
03.10. - 06.10.Tekniska, Stockholm, S
03.10. - 07.10.TIB, Buckarest, RO
05.10. - 08.10.Marmormacc, Verona, I
05.10. - 10.10.BiMu, Milan, I
10.10. - 13.10.vienna-tec, Vienna, A
24.10. - 28.10.EuroBlech, Hanover, D
31.10. - 05.11.Airshow China, Zhuhai, PRC

capacities ranging from 100 up to 950 litres.
Capacity by weight varies from 200 kg to 3100
kg per batch.

The right blast wheel for your application

The smaller models are equipped with 11 KW
blast wheels; and the larger models, after the
choice of blast wheels with a driving power up
to 56 kW. This ensures that even the most
demanding cleaning and shot blast process can
be handled effectively.

MT interlinked system

MT 34 (950 litres) with flexible vibratory hoppers and
unload conveyor

Ršsler shot blast technology applications for plastics

Trucks represent power and stability, but the surface treatment of individual truck components
(in particular wind deflectors and side guards) requires a high degree of sensitivity. Plastic sur-
faces should only be slightly roughened, and the casting skin should not be damaged at all. To
meet these requirements, Ršsler has developed an overhead monorail pass-through shot blast
system for a French sub-supplier of truck components.

varnished without problems. The system is
equipped with eight blast wheels of 11 kW each,
which are placed as close as possible to the part
to be processed. Furthermore, the blast wheels

face the parts at a
defined angle to pre-
vent any shadow
effects on the parts
surface and to shot
blast undercuts. 

300 parts in continu-
ous-flow operation

The PLC unit makes
the trouble-free inte-
gration of the shot
blast system into the
existing conveying
system a possibility.
In addition, it controls
technical parameters

such as blast wheel rotational speed and flow of
abrasives in reference to the work piece. The set
cycle speed pre-defined by the varnishing system
is 1 m/min. That amounts to a total of 300 parts
per shift. From the operational point of view, this
system concept is extremely cost-effective, as, due
to the shot blast medium being only slightly abra-
sive, a wear-resistant manganese lining is not
required.

Until now shot blast technology has rarely been
used to treat the surfaces of plastic parts due to
their high sensitivity and the risk of damage.
Ršsler and the French sub-supplier of truck com-
ponents, have jointly
developed a procedure
at the Ršsler testing cen-
tres that allows them to
roughen the surfaces of
plastic parts with
dimensions of up to
1,500 mm and 2,000
mm (W x H) with con-
sistently repeatable
quality to prepare them
for varnishing. The cus-
tomer wanted the
monorail conveyor sys-
tem to be a Òpower-
and-free conceptÓ that
would be integrated
into a complete washing and varnishing line. The
low roughness desired prior to the varnishing
process is achieved by using small shots made of
nutshell. One challenge this natural abrasive
poses, however, is that it builds up a static
charge. Ršsler integrated an anti-static spraying
unit into the system, which prevents any static-
related sticking of the abrasive to the parts sur-
face, ensuring that the parts can be washed and

The right system for sensitive 
plastic surfaces

In the past years the shipbuilding yards in St. Petersburg were able to obtain numerous large
orders for military and commercial ships. RM Steel processes and preserves steel sheets and
profiles for the local shipbuilding yards. Ršsler has designed and will deliver the complete
preservation line (shot blast and coating system), with a total length of 72 m.

there is a risk that when further processing the
steel, such as burning and welding, gases from
this layer may permeate the welding seam. On the
other hand, the anti-corrosive agent must cover
and seal everything, even the smallest of corners.
However, if all parameters are optimally adapted
to each other, the Ršsler system will shot blast and
coat sheet steel at a rate of 4 m/min and profiles
at a rate of 2 to 3 m/min. The shot blast jet rea-
ches the entire surface of the steel. Light barriers
control the paint supply. The coating process is fol-
lowed by the paint-drying process. The warm air
needed for the drying process is the exhaust from
the pre-heater. 

In most cases the all-inclusive package counts

This is not the first turn-key preservation system that
Ršsler has developed. Apart from offering its tech-
nical expertise and positive logistic solutions,
Ršsler was also able to prove that its systems ope-
rate cost-effectively. Within the framework of the
offer Ršsler come up with a Òcarefree packageÓ. It
is called a carefree package because it also inclu-
des a detailed profitability calculation. Since the
RM Steel order was placed, other operators have
ordered seven more preservation lines. 

More than 100,000 tons of steel, sheet steel, car-
riers and profiles, divided into more than 1,000
different types with maximum widths of up to
3,300 mm and heights of up to 500 mm annual -
ly will now be preserved by a Ršsler continuous
flow shot blast system in St. Petersburg, Russia. The
processing objective: first, free the material of rust
and scale, and then coat it with a temporary anti-
corrosion agent (welding primer). 
In the RM Steel system, roller conveyors first feed
sheet steel, carriers and profiles to the blow-off
device where water or heavy dirt is removed. Any
remaining moisture still sticking to the products will
be eliminated in a pre-heating system which uses
a hot-air circulation system. The material is heated
to about 35¡C. This is the optimal temperature for
paint application.

Clean surfaces using 176 kW

Once roughly cleaned and heated the material
will pass through the RRB 32/5 roller conveyor
shot blast system. The core elements are a total of
eight high-performance Hurricane¨ H42 blast
wheels with a driving power of 22 kW per each.
These blast wheels are mounted without creating
any shadow effects. At the same time, this ensures
that the abrasive jetÕs hot spot is wide and even in
order to achieve the required degree of cleanli-
ness as per SA 2.5 (industry standard) resulting in
a surface roughness rang-ing from 45 µm to 
65 µm. 

Targeted and even coating down to the last
detail

Once the material has been shot blasted clean, the
actual preservation process starts. A welding pri-
mer to temporarily protect it has to be applied with
an even coating thickness of 20 µm; a technically
difficult procedure. If the coating layer is too thick,

Precise, Turn-key Preservation Lines 
for the Ship-building Industry

November 2006
09.11. - 12.11.Ankiros Annofer, Istanbul, TR
14.11. - 17.11.Swisstech, Basel, CH
14.11. - 17.11.Elmia Subcontractor, Jšnkšping, S
21.11. - 23.11.Metavak, Gorinchem, NL

Ršsler exhibition dates:

The complete turn-key preservation system is installed by
Ršsler that is also overall in charge of the project. Such,
interfaces are reduced to a minimum. 



Vibratory finishing has expanded into the area of
finishing and deburring delicate components.
Processes such as the surface finishing of high-qual-
ity individual parts, and the fully automated pro-
cessing of bulk parts, are fully established in all
branches of industry. The current boom in the entire
aviation industry is due in part to the constant devel-
opment of new aircraft components and manufac-
turing technologies, as well as improvements to
existing components and technologies. Special
attention has been given to engine technology: it
must be 100% reliable and engineers must make
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Ršsler Compact

New Ršsler 
brochures:

constant efforts to reduce fuel con-
sumption. Vibratory finishing technolo-
gy has become increasingly prevalent
in the aerospace industry. A special
example is the processing of disc com-
ponents following the metal-cutting
manufacturing process. The removal of
protruding, very fine burrs and radius-
ing of dovetails are among the most
important tasks.

Special plunge grinding technology:

Mounted to a rotating workstation fix-
ture, the turbine disk is plunged into a
work bowl filled
with abrasive
media. The compo-
nent is rotated at
high speeds in a

special reciprocating movement
that returns in cycles. The enor-
mous grinding pressure that
builds up provides an even
radiusing of the exposed outer
zones. Water and compound in
the work bowl help to produce
consistent processing results.

Reproducible processing result:

After the processing is completed, the workstation,
fixture, and component are raised out of the pro-

Processing of edges using plunge grinding
cessing medium. A subsequent rinsing process
removes any abrasive media still sticking to the
part before the it is transferred to the waiting han-
dling unit. For continuous process quality, reliable
classification of the media after a few working
cycles is a requirement. This process will automat-
ically screen out undersized media in a separation
unit.  

Plunge-grinding in tandem operation:

This separation unit can be used particularly effi-
ciently if two plunge-grinding systems are config-
ured as a tandem system. Both plunge-grinding
machines alternate using the same separation

unit, operating parallel to the time-
consuming screening process, in
order to avoid downtime. 

Modern control technology

The system control unit is precise
yet highly flexible. Big-surface
operating units inform about the
processing state. A program con-
trol unit saves all process details
and communicates continuously
with the operating system of the
system operator by way of direct
data exchange.

1-batch centrifugal
disc finishing
machines (226 gb)

Aero Engine 
(181.4 gb)

Tumble Belt Batch Systems
RMBC (183.3 gb)

Ü

Ü

Ü

Ü

Engine Overhaul Services: a joint venture between Lufthansa Technik and Rolls Royce 

Special applications for aircraft engine parts

N3 Engine Overhaul Services, a joint venture
between Lufthansa Technik and Rolls Royce to
service and maintain Rolls Royce aircraft engines,
will commence operations at Arnstadt near Erfurt
in 2007. These two world-renowned companies
have invested more than 100 million euros to cre-
ate around 500 jobs, providing a promising
future for highly-qualified personnel in Germany.
N3 Engine Overhaul Services was founded in
February 2003 by Lufthansa Technik AG and
Rolls Royce. The name N3 refers to the Rolls
Royce-typical aircraft engine construction with
three shafts rotating at different speeds. 
From 2007 onwards, N3 will take over the serv-
icing and maintenance of the state-of-the-art Trent
500, 700 and 900 aircraft engines used in the
Airbus long-haul carriers, A330, A340-500/600
and A380, for the European, American, and
African markets. In its first year of operation, the
company will service around 50 engines, after
two years the company plans to increase that fig-
ure to over 100 engines. Their maximum overall
annual capacity is 200 large aircraft engines. The
name N3 refers to the Rolls Royce-typical aircraft
engine construction with three shafts rotating at

500 jobs for highly qualified personnel Ð
servicing Trent engines beginning in 2007

end of 2006, and fully installed and operational,
at the beginning of 2007. The two wet blast sys-
tems differ from each other in process technology.
One of the systems utilizes aluminium oxide for
blast cleaning; the second system uses ceramic
beads for shot peening. A 4-axis CNC system
manipulates the six shot blast nozzles, and mov-
able rotary tables handle the components. In
order to save space, the machines are installed on
two levels. The machines, as well as the Rosler
process water treatment unit, were built in all-stain-
less-steel design. In the dry blasting system, cov-
ered for highest flexibility, turbine components are
prepared for plasma coating. The system is
designed as a double chamber, equipped with
two independent shot blast systems with inde-
pendent media handling and filter units. The left
chamber is equipped with a 6-axis industrial robot
and the right one is equipped with a CNC system,
one rotary table per chamber handles the parts to
be blasted.

The double-chamber system can be converted into
a single shot blast system with approximately
6000 mm x 3000 mm in base area by simply tak -
ing out the internal partition wall. In order to guar-
antee maximum flexibility, the front of each cabin
is equipped with manual shot blast work stations
to process individual parts. To save space, this
system is also installed on two levels. Its design is
explosion-proof due to the componentsÕ materials.

different speeds.
In the industrial area of Arnstadt, south of Erfurt, a
state-of-the-art aircraft engine maintenance and
service company will be built on an area covering
12 hectares in total and featuring a 24,000 m 3

building as well as GermanyÕs largest aircraft
engine testing station. N3 Engine Overhaul
Services is well connected by rail and road so that
the transport of the aircraft engines, which can
weigh up to 6.5 tons, can be carried out at night.
In addition to servicing aircraft engines, N3 will

also be handling the repair of aircraft engine
parts. In order to be able to process a variety of
very different turbine components, N3 Engine
Overhaul Services placed an order for three shot
blast systems with Ršsler. Two wet blast systems
and one dry blast system will be delivered at the

Optimised media separation
The development team of the Ršsler shot-blast department has
been focusing on Òmedia treatment in the case of foundry sand
removal from die cast componentsÓ, utilizing standard magnet-
ic separators. The positive result is a degree of separation 

³ 99,8%, of sand quantities up to
1000 kg/h. The task of desanding
cast parts requires special system
technology as the sand is to be 
recycled for further use.
One prerequisite is that the separa-
tion process leaves a minimal per-
centage of iron in the sand in order
to keep the costs and the time
required to purify the recycled sand
to a minimum.
Sand must be removed completely
and filtered out of the system as fast

and as safely as possible, not only because of the huge quan-
tities of sand involved, but also because sand is a highly abra-
sive material that causes extreme wear-and-tear. In shot blast
systems used to shot blast core sand, the airwash separator is
preceded by a magnetic separator.
If the sand quantities are high, dual magnetic separation will be
used. The shot blast media that has been contaminated with
sand is passed to two magnetic separators; the media that can
be removed magnetically is drawn out and then fed to the 
connected airwash separator. The sand, which cannot be
removed magnetically, is then eliminated from the cycle and the
system. The recycled sand is then fed to a central sand treat-
ment unit.

Process water treatment for super-
finishing with vibratory finishing 
systems Ð powder flocculants provide
new opportunities
Vibratory finishing systems involving continuous recycling of the
process water are state-of-the-art. Except for polishing process-
es with very high quality standards and processes without solids
(i.e. metal fines and abrasives) in the process water system,
almost all vibratory finishing applications can incorporate 
recycling (with the benefits of saving water and chemicals).
Maximum life cycle of process water is up to twelve months
depending on proper process water care. Liquid poly-
electrolytes of the AR 84xx series stabilise process water 
quality at high levels. Further improvements in process water
management for superfinishing processes have been achieved
by using series AR 71xx powder flocculants.
This newly developed product line prolongs the operating life
of recycling systems and can be added by automatic dosing
systems. Vibratory finishing systems treating iron and non-iron
alloys with low to medium amounts of oils and solids are ideal
for AR 71xx flocculants. Die-cast processing systems are of 
special interest, and powder products have already been intro-
duced there very successfully. AR 71xx powder flocculants
donÕt add salts into the process water Ð important for long life
times of recycling systems. Choosing the right compound pre-
vents undesired carry-out of active ingredients from the treatment
system. Appropriate system management and water mainte-
nance increase life time of these industrial surface treatment 
systems by up to 500 %.
Continuous development of systems and products encourage us
to set new standards in process technology and environment
protection.

In shot blast systems
used to shot blast core
sand, the airwash sepa-
rator is preceded by a
magnetic separator.


