
 

 

 

 

 

 

 

1.0 MANNI PANEL PRESS 

 - MODEL PMC285 T 

 - SYSTEM 2+2 

 - DIMENSIONS = 8900mm x 1600mm 

 - New in 2001 

1.1 Included: 

 - VACUUM-LIFT MANIPULATION SYSTEM 



 - Bridge Crane 

 - Five (5) heated platens (4 mobile + 1 fixed) 

 - Four (4) motorized tables 

 - 250mm max gap between platens 

 - 530mm stroke (on the mobile platen) 

 - With five (5) piston clamping sections (10 cylinders at 110mm diameter)(total clamping force of 285 

tons … 2.4 kg/cm2) 

 - With safety equipment and features (dual closing push button Emergency strap cord)(fixed gates on 

the press body)(safety photocells on the mobile motorized tables)(safety photocells on the press 

body)(safety sensors between press body and table rails to avoid workers crossing) 

 

1.2 ELECTRONIC CONTROL SYSTEM FOR EACH SINGLE TABLE OF THE PRESS 

 - Weekly programming device for press heating switching on/off 

 - Centrifugal pump 

 - Thermal regulator with thermal sensors 

 - Hydraulic system 

 - Predisposed for (future) control of 5 positions 

 

1.3 HYDRAULIC DEMOULDING SYSTEM ON THE 4 SIDES OF THE PANELS ON THE 4 TABLES 

 - Hydraulically driven LEVER SYSTEM on all 4 sides for panel extraction from the mold 

 

1.4 INJECTION HEAD OF THE POLYURETHANE MACHINE 

 - On a motorized carrier with manual control but “predisposed” for automatic programming 

 - The press platens are predisposed to house molds 

 

1.5 TWO (2) VACUUM LIFTS WITH SUCTION CUPS 

 - These manipulators have of the same dimension of the press platens 

 - The manipulators are automatic and manually driven and foresee the loading of the metal sheets (or 

any type of external skin) onto the press platens during preparation of the panel before injection, then 

unload the finished panel after injection.  The system can be programmed. 



 - There are 2 stations for loading the external skins of the panels 

 - There are 3 stations (on the opposite side of the press) to unload the finished panels 

 - Air compressor and hydraulic tank are placed on the Bridge Crane 

 - Several New spare parts are available with the line 

 

1.6 STRUCTURE 

Monolithic (Stripping-down) frame composed by HE and IPE steel profiles sanded and electrically 

welded on working tables which are perfectly flat. By tooling machine, all the assembling surfaces are 

machined to ensure the maximum assembling accuracy. The structure is designed to withstand the 

deflections between 0,035% and 0,023% of the platen’s width when charged at the maximum clamping 

force. 

 

1.7 HEATED PLATENS 

Two steel (Fe 430B) sheets in a sandwich style.  Each sheet is 15mm thick.  Between the two sheets 

there is the heated water recirculation circuit. The recirculation circuit is made of high-quality steel 

tubes tested singularly either before or after the manufacturing process. The heated platen structure is 

made to have a very high stiffness (comparable to a 70mm sheet but with ½ the weight). It insures a 

perfect thematicization of the surfaces that will be in contact with the panel’s outer layers either thanks 

to the structure itself (similar to a radiator having vast areas used to radiate or dissipate heating) or to 

the planarity obtained by tooling machines. This peculiarity is very important to ensure the maximum 

foam distribution quality as well as the maximum foam adhesion to the panels’ outer layers. The heated 

platens’ machined thickness is approximately 87 mm and the standard roughness is Ra = µm 1,6. 

  

1.8 HYDRAULIC PLANT 

It is composed by a reservoir, by a pumping group (with one or more pump according to the capacity) 

and by a valves group used to control the different functions. The hydraulic plant is placed on top of the 

press frame. The connection piping to the cylinders is made by steel pipes designed ac- cording to the 

following safety factors:  piping: 1:2.5  pipe fittings: 1:4 

For the Hydraulic demolding system on the 4 sides of the platens, motors and oil tanks are placed on the 

side of the press body 

CYLINDERS They are realized upon Manni’s project and design and obtained by high quality seamless 

steel pipes. Sealing gasket seats are obtained by fine machining. The shafts are chrome- plated and 

rectified. The gaskets are supplied by world-wide known suppliers. The cylinders are de- signed to allow 

the gasket replacement without the shaft’s dismounting. 

When required, two different kind of cylinders are installed: clamping cylinders - to supply the maximum 

closing force - opening/closing cylinders - to open and close the press platen rapidly with low oil flow 



rate (standard speed = 30 mm/sec). The safety factor is: 1:3 on the cylinders (deformation of the outer 

cylinder) 

 

1.9 MOTORIZED WORKING PLATENS 

These are heated platens (see above description) provided of a motorized system to let them shuttle in 

and out the press frame along steel rails fixed to the ground (included in the supply). The motorization 

system, provided with speed electronic control, consists of driven and idle wheels. The possibility to 

supply electronically controlled acceleration and slowing-down ramps is very important to extend the 

gear-mechanisms life-time. The rails, machined to achieve a perfect coupling with the platens’ wheels, 

are fixed to the ground by means of anchor bolts and through the same steel platens used to adjust 

their leveling. The connection of the platens to the energy sources is made by cable chains. 

 

1.10 ELECTRICAL PLANT 

The main electrical cabinet contains the power components and the control components.  The operator 

and control panels are on top of the main electrical box and include: 

 - Push buttons manual control of the machine movements 

 - Cycle selector for manual or automatic operations 

 - Emergency reset and recovery buttons 

 - Stop-cycle button (different from the emergency button … this allows stoppage at that part of the 

cycle already run … the emergency button always defaults to a re-start of the cycle from the beginning) 

 - Signal light buttons 

 - Platen working temperature regulation 

 - Electrical heating of the boiler timer and power limit switch (if supplied) 

 - Curing timer (programmable between 0 and 60 min) 

 - Main door lock switch …needed to switch-off the machine and allow the doors to open 

The working cycles that can be selected form the main control board are two: Manual cycle: the 

movements are selected and controlled by the operator. The PLC controls that all the movements are 

properly and safely performed; Automatic cycle: all movements are automatically performed by the PLC. 

The press opening is always submitted to the operator’s consent which has just to push the opening 

button to re-start the cycle (in the manual operating way the button has to be kept pushed until the 

press has come to a complete opening). 

The manometer and the pressure switch to read and adjust the press clamping force are collected onto 
a panel fixed to the press gear unit. The protection of the electrical components is made by means of 
magneto thermic switches so to avoid the use (and the storage as spare parts) of fuses. A lamp 



positioned on the control boards signals the intervention of one the magneto thermic switches whose 
restoration can be made pushing a button placed on the component’s body. 

Manni uses the following electrical components: Siemens (PLC , operator panels), Telemecanique (end 
running, pressure switch), Leuze (light-beams, safety units certified to D.P.R. 626, Rockwell (frequency 
converter, electromechanical components, control panels). 

Safety Systems: Certified (control unit inside the control box) and providing diagnostic displays. The 
circuit is redundant for intrinsic safety. The following protections are installed on the press: 

 - Triple light-beam to protect the two longitudinal sides (motorized platens and press frame). The three 
light beams are positioned in such a way to detect the operator’s presence nearby the hazardous areas. 

 - Fixed fences on press frame (with partial height on working sides and full height on press non-working 
sides) 

 - Walk-away foot-mats installed between the press frame and the motorized working platens 

 - Ground fences to forbid to enter the dangerous unprotected areas existing between the light- beams 
supports. 

NOTE: The press in its standard configuration is not designed and engineered to process hydrocarbons 
blown foams 

 

1.11 TECHNICAL FEATURES OF THE PRESS: 

 - Working platens size 8900mm x 1600mm 

 - Five (5) working platens (4 movable + 1 fixed) (2 motorized) 

 - Platen opening: 250mm max gap / 540mm platen stroke / 1400mm at the loading side 

 - Five (5) lateral posts 

 - Pitch between the posts = 1850mm 

 - Ten (10) clamping cylinders at 110mm diameter each 

 - Working pressure 300 bar 

 - Max clamping force 285 Ton 

 - Specific pressure: 2.4 Kg/cm² ON PLATEN 

 - Max working temperature = 60°C 



 - Press closing speed: 30 mm/sec 

 - Motorized platens shuttling speed: 15 m/min 

 - Voltage: 400 V / 3 phase / 50 Hz 

 - Over-head platform for press plants 

 - CE Mark 

 

1.12 ANCILLARY EQUIPMENTS 

 - ELECTRONIC TEMPERATURE CONTROL 

It is composed by a thermal sound placed on to the upper heated fixed platen, by a centrifugal pump for 
water recirculation, by a three-way mixing valve electronically controlled and by the thermoregulator 
placed on the control board. The system is installed to set and keep the platens’ working temperature 
(normally placed around 40°C). 

 - ELECTRICAL BOILER 

Is the water heating system. Its total installed power is 24 kW. The switching timer and the power limit 
selector (to be used when the platens’ working temperature is at steady state) are placed on the control 
board. 

 - AUTOMATIC DEMOULDING SYSTEM 

This system is composed by several leverages units connected to each other to allow the movement of 
the bars on the whole platen’s length by working in 4 points with a Hydraulic system included in our 
supply. The movable aluminum terminal profiles are provided of a groove to be used as anchor points 
for the molds. The movable system is applied on 4 sides of each working platen. The injection is 
normally done through the appointed side. 

NOTE  The press in standard configuration is not designed or engineered to process 
hydrocarbon-blown foams. 

 

 

 

2.0 CANNON INJECTION MACHINE 

 - Model A with PentaTwin Servo 200/40 DOUBLE WITH 3 FOAMING HEADS 



2.1 TECHNICAL SPECS: 

 

Two (2) Dosing Piston Pumps 55 cm3 /rev 

max installed power 80 kW 

Min Output at Ratio 1:1 600 grms/sec 

Max output at ratio 1:1 3000 grms/sec 

 

 

Two (2) Dosing Piston Pumps 12 cm3 /rev 

max installed power 30 kW 

Min Output at Ratio 1:1 140 grms/sec 

Max output at ratio 1:1 650 grms/sec 

 
 
2.2 TANKS: 
 
 #1 Isocyanate side-jacketed tank 
 -  in carbon steel 
 - 330 l capacity 
 - pressurised and tested up to 11.5 bar to PED regulations 
 - Complete with: 
   - Armaflex insulation 
   - 1 safety valve 
   - 1 Magnetic visual level control with 4 adjustable setting points (min., max., start/stop filling) 
   - 1 PT100 temperature sensor and transducer 
   - 1 air pressure control gauge for pressurization circuit 
   - 2 heating elements (1.5 kW power each) 
   - 2 heat exchangers (2m2 for cooling the Polyol side) 
 
#2 Jacketed tank in carbon steel 
 - 330 l capacity 
 - pressurised and tested up to 11.5 bar to PED regulations 
 - Complete with: 
   - Armaflex insulation 
   - thermostat on the tank jacket (IP 54) 
   - 1 mechanical agitator with leakage monitoring system 
   - 1 safety valve 
   - 1 PT 100 temperature sensor suited for Zone “0” 
   - 1 nitrogen pressurisation circuit with relevant pressure gauge 
   - 1 visual level control with 4 adjustable setting points (min., max., start/stop filling) 
   - 1 super-max level suited for Zone “0” 
   - 1 non return valve mounted on filling line 
   - 2 electric heating resistances (1.5 kW each, ATEX marked heating resistances with integrated 
thermostat) 



 
2.3 METERING GROUP A 
 - Two metering groups, each one complete with: 
   - 1 A.C. electric motor with frequency inverter 
   - 1 high pressure piston pump with double seal and neutral liquid barrage plus proper container 
   - 1 forced lubrication circuit 
   - 1 manually operated self-cleaning filter 
   - 1 high pressure gauge 
   - 1 low pressure gauge 
   - 1 flow transducer 
   - 1 stream distributor, to be installed outside the module; position to be defined. 
 
2.4 METERING GROUP B 
 - Two metering groups, each one complete with: 
   - 1 A.C. electric motor with frequency inverter 
   - 1 high pressure piston pump, with double seal, neutral liquid barrage plus proper container 
   - 1 safety over-pressure valve mounted on the high pressure pump 
   - 1 manually operated self-cleaning filter 
   - 1 high pressure gauge with barrier and analogic card for signal conversion 
   - 1 low pressure gauge with barrier and analogic card for signal conversion 
   - 1 flow transducer 
   - 1 “shut-down fire-safe” valve with endstops and electric control, automatically operated to cut off the 
feeding line of Polyol and Cyclopentane blending at the relevant high pressure pump; the valve is 
mounted up-stream the pump itself just under the tank 
   - The whole Polyol side (tank and metering group) is installed inside a safety box made of antistatic 
material and complete with access door for easy maintenance operations; the opening of the door is 
controlled by micro-switches. The machine has drip pans under both tanks and on the Polyol side a level 
switch is connected to the alarm system. 
   - One On-off valve for Pol/Cyclopentane tank, Ex-i version 
   - The scope of supply includes a shut-off valve (Ex-i version) for the automatic refilling of the tank with 
the Polyol/Cyclopentane blend, complete with endstop on refilling valve and electric control. N°1 Display 
of pressures and temperatures on operat or panel 
   - Pressures and temperatures of the chemical components are displayed on the machine operator 
panel and they are available for the data collection system (if included in the supply). 
   - One Nitrogen purging circuit common for two heads 
   - The mixing head inertisation circuit includes two nitrogen release valves (one for each existing head), 
an hydraulic valve, a pneumatic valve, a flowmeter 
   - One electrical barrier for the second (already exis ting) mixing head 
   - The mixing head is connected to an electric box with terminal board provided with two galvanic 
barriers. 
   - Four electrical barriers for the existing pairs of s tream distributors 
   - Each stream distributor is connected to an electric box with terminal board provided with two 
galvanic barriers 
   - The machine is ATEX certified. 
 

Mixing Head group with 3 Cannon Heads, n. 2 Fpl 24 and 1 Fpl 14 

NOTE: the Polyurethane Machine is equipped with 2 new supplementary 330 lt tanks 



that can be used spare tanks and with a lot and economically worthily set of assorted 
spare parts I can provide complete list. 

 
full description of the equipment in the technical manuals supplied with the offer 
 

 
 


