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Description

[0001] The present invention relates to a sander ma-
chine.

[0002] More in detail, the invention relates to a sander

machine for machining panels or similar pieces, in which
a substantially flat surface and an opposite shaped sur-
face, i.e. having a curvilinear profile, are defined.
[0003] Specifically, the sander machine at issue is in-
tended for finishing, by sanding, the substantially flat sur-
face of the panel or similar piece, in order to achieve a
higher degree of planarity thereof.

[0004] The piece obtained by machining through
means of the aforementioned sander machine can be
used individually for subsequent machining, or coupled
to another piece, also worked by the same sander ma-
chine, by overlapping and joining together the respective
flat surfaces.

[0005] The pieces obtained by machining with the
aforementioned sander machine can be used, for exam-
ple, for making skis.

[0006] Documents US 4 384 433 A (on which the pre-
amble of claim 1 is based), CN 104117891, ES 2200653,
FR 3043929, US 2384777 and US 4137673 are repre-
sentative of the available art.

[0007] The object of the presentinvention is to provide
a sander machine which is capable of effectively and
precisely finishing the flat surface of a panel or similar
piece in which a shaped surface opposite to said flat sur-
face is defined.

[0008] Another object of the invention is to provide a
sander machine that operates in such a way as to elim-
inate, or in any case reduce to a minimum, the risk of
obtaining machined parts that do not conform to the de-
sired characteristics.

[0009] A further object of the present invention is to
provide a sander machine which is safe during its oper-
ation.

[0010] The present invention provides a sander ma-
chine in accordance with claim 1. Advantageous features
are provided in the dependent claims.

[0011] The presentinvention will be now described, for
illustrative but not limitative purposes, according to its
preferred embodiments, with particular reference to the
figures of the enclosed drawings, wherein:

figure 1 is an axonometric view of a sander machine
according to the present invention;

figure 2 is an axonometric view of the sander ma-
chine shownin figure 1, inwhich an external covering
element has been omitted to make visible the internal
part of the machine;

figure 3 is a longitudinal sectional view of the ma-
chine tool illustrated in figures 1 and 2; and

figure 4 is a detail view taken from figure 3.

[0012] In the various figures the similar parts will be
indicated with the same numerical references.
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[0013] With reference to the attached figures, 1 indi-
cates as a whole a sander machine according to the
present invention, for finishing, by sanding, a substan-
tially flat surface of a panel P or other workpiece, in which
a shaped surface is also defined (i.e., a surface with cur-
vilinear profile) on the side opposite to said substantially
flat surface.

[0014] Said sander machine 1 comprises a frame 2
and a cabin 3, or a casing, mounted on said frame 2.
[0015] An inlet 4 for the panels to be treated and an
outlet 5 for the machined panels are defined in the cabin
3.

[0016] Inside the cabin 3 there is an operating unit 6
for carrying out the required sanding operations on the
panels.

[0017] In the sander machine 1 a first conveyor belt 7
is also provided for transporting the panel P to be treated
from the inlet 4 to the operating unit 6, along a direction
of advancement A.

[0018] Above the first conveyor belt 7, a first plurality
of accompanying rollers 8 is provided, idle, to keep the
panel P adhering to the same first conveyor belt 7 during
its transport and accompany its movement from the inlet
4 to the operating unit 6.

[0019] During the transportation by means of the first
conveyor belt 7, the panel P is arranged with its substan-
tially flat lower surface L facing the underlying first con-
veyor belt 7, and with its abutment upper surface U,
shaped, facing the overlying first plurality of accompany-
ing rollers 8.

[0020] More specifically, each accompanying roller 8
is mounted on a respective pneumatic piston 9 oriented
in such a way as to push the relative acceleration roller
support 8 against the shaped upper surface U of the panel
P, thus ensuring that the same panel P remains constant-
ly adherent to the underlying first conveyor belt 7 during
its way_towards the operating unit 6.

[0021] The aforementioned operating unit 6, arranged
downstream of the first conveyor belt 7, comprises in-
stead a sanding roller 10, with a horizontal axis, orthog-
onal to the advancing direction A, in which the upper end
of the sanding roller 10 is substantially flush with, or co-
planar with, the upper surface of the first conveyor belt 7.
[0022] An abrasive surface is provided on the external
surface of the sanding roller 10 to abrade or smooth the
lower surface L of the panel P when the latter is passed
over the sanding roller 10 itself.

[0023] In the sander machine 1 there are also motor
means for setting the sanding roller 10 in rotation about
its axis, for the execution of the planned sanding machin-
ing on the panel P.

[0024] The operating unit 6 also includes a abutment
roller 11 arranged above the sanding roller 10 and idly
rotatable around a respective axis of rotation, parallel to
the axis of rotation of the sanding roller 10 itself.

[0025] Specifically, the respective axes of rotation of
the abutment roller 11 and of the sanding roller 10 lie on
a plane substantially orthogonal to the advancing direc-
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tion A.

[0026] The abutment roller 11 is movable along a Z-
axis, which is substantially orthogonal to the plane on
which the panel P is made advance.

[0027] The sander machine 1 also comprises a control
unit, capable of receiving and storing data and informa-
tion relating to the shape, in particular the profile, of each
panel P to be sanded.

[0028] For the movement of the abutment roller 11
along the Z-axis, on the other hand, movement means
are provided, which are operatively connected to this
control unit in such a way as to move the abutment roller
11 along said Z-axis according to the profile of the panel
P, existing at any instant between the contact area be-
tween the sanding roller 10 and the panel P and the con-
tact area between the latter and the abutment roller 11,
during the advancement of the panel P along the advanc-
ing direction A.

[0029] Therefore, the control unit commands, by
means of the aforementioned moving means, the move-
ment of the abutment roller 11 along the Z-axis as a func-
tion of the data stored therein, inherent to the shape or
rather to the profile of the panel P being machined, and
to the advancement speed of this panel P along the ad-
vancing direction A and/or to the position of the panel P
along the advancing direction A.

[0030] The data relating to the advancement speed
and the position of the panel P along the advancing di-
rection A depend on the machining program to be carried
out and can be directly stored in the control unit or de-
tected by using suitable sensors configured to transmit
the detected data to the control unit itself.

[0031] Between the first conveyor belt 7 and the sand-
ing roller 10 there is a first lower support 12 adjustable
in height and having a flat top surface which, during the
operation of the sander machine 1, is arranged at a slight-
ly lower level than the top level of the sanding roller 10
and of the first conveyor belt 7, to make it possible to
remove material from the lower surface L of the panel P
by the same sanding roller 10.

[0032] Above the first lower support 12 there is a first
pair of idle rollers 13, individually movable along the Z-
axis and associated, each, with a respective pneumatic
system capable of keeping them constantly thrust to-
wards the upper surface U of the panel P, so that the
portion of the panel passing under said first pair of rollers
13 is kept pressed by the latter against the underlying
firstlower support 12 during the advancement of the pan-
el P along the advancing direction A.

[0033] Downstream of the sanding roller 10 there is a
second conveyor belt 14 to transport the machined panel
P from the operating unit 6 to the outlet 5; the top surfaces
of the first conveyor belt 7 and of the second conveyor
belt 14 being substantially at the same height according
to said Z-axis.

[0034] Above the second conveyor belt 14 there is a
second plurality of accompanying rollers 15, idle, to keep
the panel P adhering to the same second conveyor belt
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14 duringits transport and accompany its movement from
the operating unit 6 towards the outlet 5.

[0035] During the transport by means of the second
conveyor belt 14, the panel P is arranged with its lower
surface L, machined, facing the underlying second con-
veyor belt 14, and with the relative upper surface U facing
the overlying second plurality of accompanying rollers 15.
[0036] Furthermore, similarly to what has been de-
scribed above, each roller of the second plurality of ac-
companying rollers 15 is mounted on a respective pneu-
matic piston 16, oriented in such a way as to push the
relative roller d the accompaniment 15 against the
shaped upper surface U of the panel P, ensuring that the
same panel P remains constantly adhering to the under-
lying second conveyor belt 14 during its journey towards
the outlet 5.

[0037] Between the sanding roller 10 and the second
conveyor belt 14 there is a second lower support 17, ad-
justable in height and having a flat top surface, which
during the operation of the sander machine 1 is arranged
at a slightly higher level than the top level of the first lower
support 12, to make it possible to remove material from
the lower surface L of the panel P by the sanding roller 10.
[0038] Above the second lower support 17 there is a
second pair of idle rollers 18, individually movable along
the Z axis and associated each with a respective pneu-
matic system capable of maintaining them constantly
pushing downwards, that is towards the upper surface U
of the panel P at the outlet from the operating unit 6, so
that the portion of the panel passing under said second
pair of rollers 18 is kept pressed by the latter against the
underlying second lower support 17 during the advance-
ment of the panel P along the advancing direction A.
[0039] When a panel P with a substantially flat lower
surface L facing downwards and a shaped upper surface
U facing upwards is inserted in the entrance 4 of the cabin
3, the same panel P is transported towards the operating
unit 6 from the first conveyor belt 7 with the aid of the first
plurality of accompanying rollers 8.

[0040] As the panel P advances in the advancing di-
rection A passing through the operating unit 6 in the
space between the sanding roller 10 and the abutment
11, the latter is controlled by the aforementioned control
unit to continuously raise and lower along the Z-axis ac-
cording to the profile of the panel P present at any mo-
ment in the aforementioned space.

[0041] Inthiswayitisobtained thatthe rotating sanding
roller 10 can operate on the lower surface L of the panel
P by removing from this only the protruding portions of
material, thus allowing to obtain a surface with a higher
degree of flatness.

[0042] The panel P, after being subjected to sanding
in the operating unit 6, passes over the second conveyor
belt 14, which carries it to the outlet 5 with the aid of the
second plurality of accompanying rollers 15.

[0043] The use of a spring or a fixed weight in place of
the abutmentroller 11, and the relative movementsystem
managed by the aforementioned control unit, would not
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have allowed the desired technical result to be obtained.
[0044] Infact, if a spring or a fixed weight were applied
to the abutment roller 11 in such a way as to push it
downwards, the latter would act by imparting to the panel
P a force having an intensity proportional to the height
of the profile of the panel P present at each instant in the
space between the sanding roller 10 and the abutment
roller 11.

[0045] In this way, when between the sanding roller 10
and the abutment roller 11 there is a portion of panel P
with a significant profile, the corresponding roller 11
should exert an excessive thrust force on the underlying
panel P, which would produce, as an undesirable effect,
an excessive removal of material by the sanding roller
10 with the consequent formation of depressions on the
lower surface L of the panel P.

[0046] As can be seen from the above description, the
sander machine according to the present invention al-
lows to efficiently work a panel having a substantially
larger surface and an opposite surface shaped in such
away as to be able to achieve a greater degree of planari-
ty of this substantially flat surface and also the absence
of defects in the same machined surface.

[0047] The present invention has been described for
illustrative but not limitative purposes, according to its
preferred embodiments, but it is to be understood that
modifications and/or changes can be introduced by those
skilled in the art without departing from the relevant scope
as defined in the enclosed claims.

Claims

1. Sander machine (1) for machining at least one panel
(P) or workpiece, said panel (P) or workpiece com-
prising a first surface (L) which is substantially flat
and a second surface (U), which is shaped, opposite
said first surface (L), said sander machine (1) com-
prising:

first moving means (7) for moving, in use, said
at least one panel (P) or workpiece to an oper-
ative zone according to an advancing direction
(A);

sanding means (10) placed at said operative
zone and configured to sand, in use, said first
surface (L) of said at least one panel (P) or work-
piece;

an abutment member (11) which is movable ac-
cording to an axis (Z) being transversal to said
advancing direction (A) and placed above said
sanding means (10) such that when said at least
one panel (P) or workpiece advance according
to said advancing direction (A), said atleast one
panel (P) or workpiece pass through the space
comprised between said sanding means (10)
and said abutment member (11) with said first
surface (L) facing said sanding means (10) and
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with said second surface (U) facing said abut-
ment member (11); and

actuating means for moving said abutment
member (11) along said axis (Z);

wherein the sander machine (1) is character-
ised in that it comprises:

a control unit which is configured to know ad-
vancing speed and/or position of said at least
one panel (P) or workpiece along said advancing
direction (A) and the profile of said at least one
panel (P) or workpiece according to said axis
(Z), which atany moments is between said sand-
ing means (10) and said abutment member (11)
when said at least one panel (P) or workpiece
advance along said advancing direction (A);
said control unit being operatively connected
with said actuating means such that said control
unit controls, by said actuating means, the
movement of said abutment member (11) along
said axis (Z) based on the advancing speed
and/or the position of said at least one panel (P)
orworkpiece along said advancing direction (A),
the value of said profile, such as to allow said
sanding means (10) to sand, in use, said first
surface (L) in such a way as to achieve a higher
planarity level of the first surface (L).

Sander machine (1) according to claim 1, charac-
terized in that said sanding means comprise a ro-
tative sander member (10) which is rotatable about
a first rotation axis.

Sander machine (1) according to claim 1 or 2, char-
acterized in that said abutment member comprises
a roller (11) which is rotatable about a second rota-
tion axis.

Sander machine (1) according to claims 2 and 3,
characterized in that said first rotation axis is sub-
stantially parallel to said second rotation axis.

Sander machine (1) according to any one of preced-
ing claims, characterized in that said axis (Z) is
orthogonal to said advancing direction (A).

Sander machine (1) according to any one of preced-
ing claims, characterized in that it comprises first
pushing means (8, 9) capable of keeping, in use,
said at least one panel (P) or other workpiece ad-
hering to said first moving means (7).

Sander machine (1) according to any one of preced-
ing claims, characterized in that it comprises:

afirst support (12) which is placed between said
first moving means (7) and said sanding means
(10) such that, in use, said at least one panel
(P) or other workpiece leans against said first
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support (12) before arriving at said operative
zone, said first support (12) being adjustable in
height according to said axis (Z); and

a second support (17) which is placed down-
stream of said sanding means (10) such that, in
use, said at least one panel (P) or workpiece
leans against said second support (17) after
having passed through said operative zone, said
second support (17) being adjustable in height
according to said axis (Z).

Sander machine (1) according to any one of preced-
ing claims, characterized in that it comprises sec-
ond moving means (14) for moving, in use, said at
least one panel (P) or workpiece from said operative
zone to an exit zone for collecting said at least one
panel (P) or other workpiece machined by said sand-
ing means (10).

Sander machine (1) according to claim 8, charac-
terized in that it comprises second pushing means
(15, 16) capable of keeping, in use, said at least one
panel (P) or workpiece adhering to said second mov-
ing means (14).

Patentanspriiche

1.

Schleifmaschine (1) zur Bearbeitung mindestens ei-
ner Platte (P) oder eines Werkstlicks, wobei die Plat-
te (P) oder das Werkstlick umfasst eine erste Ober-
flache (L), die im Wesentlichen flach ist, und eine
zweite Oberflache (U), die geformt ist, gegenuber
der ersten Oberflache (L), wobei die Schleifmaschi-
ne (1) umfasst:

erste Bewegungsmittel (7), um im Betrieb die
mindestens eine Platte (P) oder das Werkstiick
in eine Arbeitszone gemafR einer Vorschubrich-
tung (A) zu bewegen; eine Schleifeinrichtung
(10), die in der Betriebszone angeordnet und so
konfiguriert ist, dass sie im Betrieb die erste
Oberflache (L) der mindestens eine Platte (P)
oder des Werkstlicks schleift; ein Anschlagele-
ment (11), das gemaR einer Achse (Z) beweg-
lichist, die querzu derVorschubrichtung (A) ver-
lauft, und das oberhalb der Schleifmittel (10) an-
geordnetist, so dass, wenn sich die mindestens
eine Platte (P) oder das Werkstlick gemaf der
Vorschubrichtung (A) vorwarts bewegt die min-
destens eine Platte (P) oder das Werkstlick
durch den Raum zwischen dem Schleifmittel
(10) und dem Anschlagelement (11) hindurch-
geht, wobei die erste Flache (L) dem Schleifmit-
tel (10) und die zweite Flache (U) dem Anschla-
gelement (11) zugewandt ist; und Betatigungs-
mittel zum Bewegen des Widerlagerelements
(11) entlang der Achse (2);
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und wobei die Schleifmaschine (1) dadurch ge-
kennzeichnet ist, dass sie umfasst:

eine Steuereinheit, die so konfiguriert ist, dass
sie die Vorschubgeschwindigkeit und/oder die
Position der mindestens einen Platte (P) oder
des Werkstlicks entlang der Vorschubrichtung
(A) und das Profil der mindestens einen Platte
(P) oder des Werkstlicks gemaR der Achse (Z)
kennt, die sich zu jedem Zeitpunkt zwischen der
Schleifeinrichtung (10) und dem Anschlagele-
ment (11) befindet, wenn sich die mindestens
eine Platte (P) oder das Werkstlick entlang der
Vorschubrichtung (A) vorwérts bewegt; wobei
die Steuereinheit betriebsmafRig mit der Betati-
gungseinrichtung verbunden ist, so dass die
Steuereinheit durch die Betatigungseinrichtung
die Bewegung des Anschlagelements (11) ent-
lang der Achse (Z) auf der Grundlage der Vor-
schubgeschwindigkeit und/oder der Position
der mindestens einen Platte (P) oder des Werk-
stlicks entlang der Vorschubrichtung (A), des
Werts des Profils steuert, um es der Schleifein-
richtung (10) zu ermdglichen, im Gebrauch die
erste Oberflache (L) auf eine solche Weise zu
schleifen, dass ein hoheres Ebenheitsniveau
der ersten Oberflache (L) erreicht wird.

Schleifmaschine (1) nach Anspruch 1, dadurch ge-
kennzeichnet, dass die Schleifmittel ein rotieren-
des Schleifelement (10) umfassen, das um eine ers-
te Rotationsachse drehbar ist.

Schleifmaschine (1) nach Anspruch 1 oder 2, da-
durch gekennzeichnet, dass das Anschlagele-
ment eine Rolle (11) umfasst, die um eine zweite
Drehachse drehbar ist.

Schleifmaschine (1) nach einem der Anspriiche 2
und 3, dadurch gekennzeichnet, dass die erste
Drehachse im Wesentlichen parallel zur zweiten
Drehachse verlauft.

Schleifmaschine (1) nach einem der vorhergehen-
den Anspriiche, dadurch gekennzeichnet, dass
die Achse (Z) senkrecht zur Vorschubrichtung (A)
verlauft.

Schleifmaschine (1) nach einem der vorangehenden
Anspriche, dadurch gekennzeichnet, dass sie
erste Schubmittel (8, 9) umfasst, diein derLage sind,
im Betrieb die mindestens eine Platte (P) oder ein
anderes Werkstilick an den ersten Vorschubmitteln
(7) haften zu lassen.

Schleifmaschine (1) nach einem der vorhergehen-
den Anspriiche, dadurch gekennzeichnet, dass
sie umfasst:
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eine erste Stlitze (12), die zwischen den ersten
Bewegungsmitteln (7) und den Schleifmitteln
(10) angeordnet ist, so dass sich das mindes-
tens eine Paneel (P) oder ein anderes Werk-
stiick im Betrieb gegen die erste Stitze (12)
lehnt, bevor es in den Arbeitsbereich gelangt,
wobei die erste Stiitze (12) in der Héhe geman
der Achse (Z) verstellbar ist; und

eine zweite Stltze (17), die stromabwarts der
Schleifeinrichtung (10) angeordnet ist, so dass
sich die mindestens eine Platte (P) oder das
Werkstiick im Gebrauch gegen die zweite Stut-
ze (17) lehnt, nachdem sie/es die Arbeitszone
durchlaufen hat, wobei die zweite Stltze (17) in
der Hohe entsprechend der Achse (Z) einstell-
bar ist.

Schleifmaschine (1) nach einem der vorhergehen-
den Anspriiche, dadurch gekennzeichnet, dass
sie eine zweite Bewegungseinrichtung (14) umfasst,
um im Gebrauch die mindestens eine Platte (P) oder
das Werkstlick von der Arbeitszone zu einer Aus-
gangszone zu bewegen, um die mindestens eine
Platte (P) oder ein anderes Werkstlick, das durch
die Schleifeinrichtung (10) bearbeitet wurde, zu
sammeln.

Schleifmaschine (1) nach Anspruch 8, dadurch ge-
kennzeichnet, dass sie zweite Schubmittel (15, 16)
umfasst, die in der Lage sind, im Gebrauch die min-
destens eine Platte (P) oder das Werkstlick an den
zweiten Bewegungsmitteln (14) haften zu lassen.

Revendications

Ponceuse (1) pour I'usinage d’au moins un panneau
(P) ou d’une piece, ledit panneau (P) ou ladite piéce
comprenant une premiere surface (L) sensiblement
plane et une seconde surface (U) faconnée, oppo-
sée a ladite premiere surface (L), ladite ponceuse
(1) comprenant:

des premiers moyens de déplacement (7) pour
déplacer, en utilisation, ledit au moins un pan-
neau (P) ou piéce vers une zone opérationnelle
selon une direction d’avancement (A);

des moyens de pongage (10) placés dans ladite
zone opérationnelle et configurés pour poncer,
en cours d’utilisation, ladite premiere surface (L)
dudit au moins un panneau (P) ou piéce;

un élément de butée (11) qui est mobile selon
un axe (Z) transversal a ladite direction d’avan-
cement (A) et placé au-dessus desdits moyens
de pongage (10) de telle sorte que lorsque ledit
au moins un panneau (P) ou autre piéce avance
selon dans ladite direction d’avancement (A), le-
dit au moins un panneau (P) ou autre piece a
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usiner passe a travers I'espace compris entre
ledit moyen de pongage (10) et ledit élément de
butée (11), ladite premiére surface (L) faisant
face auditmoyen de pongage ( 10) etavecladite
seconde surface (U) faisant face audit élément
de butée (11) ; et

des moyens d’actionnement pour déplacer ledit
élément de butée (11) le long dudit axe (Z); et
dans laquelle la ponceuse (1) est caractérisée
en ce qu’elle comprend:

une unité de commande configurée pour
connaitre la vitesse d’avancement et/ou la
position dudit au moins un panneau (P) ou
piece le long de ladite direction d’avance-
ment (A) et le profil dudit au moins un pan-
neau (P) ou piéce selon ledit axe (Z), qui se
trouve a tout moment entre ledit moyen de
poncage (10) et ledit élément de butée (11)
lorsque ledit au moins un panneau (P) ou
piece avance le long de ladite direction
d’avancement (A);

ladite unité de commande étant reliée de
maniére opérationnelle auxdits moyens
d’actionnement de sorte que ladite unité de
commande contréle, par lesdits moyens
d’actionnement, le mouvement dudit élé-
ment de butée (11) le long dudit axe (Z) en
fonction de la vitesse d’avancement et/ou
de la position dudit au moins un panneau
(P) ou piéce le long de ladite direction
d’avancement (A), de la valeur dudit profil,
de maniere a permettre auxdits moyens de
poncgage (10) de poncer, lors de I'utilisation,
ladite premiere surface (L) de maniére a at-
teindre un niveau de planéité plus élevé de
la premiere surface (L).

Ponceuse (1) selon la revendication 1, caractérisée
en ce que lesdits moyens de pongage comprennent
un organe de pongage rotatif (10) qui est rotatif
autour d’un premier axe de rotation.

Ponceuse (1) selon la revendication 1 ou 2, carac-
térisée en ce que ledit élément de butée comprend
un rouleau (11) rotatif autour d’'un deuxiéme axe de
rotation.

Ponceuse (1) selon les revendications 2 et 3, carac-
térisée en ce que ledit premier axe de rotation est
sensiblement paralléle audit second axe de rotation.

Ponceuse (1) selon I'une quelconque des revendi-
cations précédentes, caractérisée en ce que ledit
axe (Z) est orthogonal a ladite direction d’avance-
ment (A).

Ponceuse (1) selon I'une quelconque des revendi-
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cations précédentes, caractérisée en ce qu’elle
comprend des premiers moyens de poussée (8, 9)
aptes a maintenir, en cours d’utilisation, ledit au
moins un panneau (P) ou autre piéce adhérant
auxdits premiers moyens de déplacement (7).

Ponceuse (1) selon I'une quelconque des revendi-
cations précédentes, caractérisée en ce qu’elle
comprend:

un premier support (12) qui est placé entre les-
dits premiers moyens de déplacement (7) et les-
dits moyens de pongage (10) de sorte que, en
utilisation, ledit au moins un panneau (P) ou
autre piéce s’appuie contre ledit premier support
(12) avant d’arriver dans ladite zone opération-
nelle, ledit premier support (12) étant réglable
en hauteur selon ledit axe (Z); et

un second support (17) qui est placé en aval
dudit moyen de pongage (10) de telle sorte que,
en utilisation, ledit au moins un panneau (P) ou
piéce s’appuie contre ledit second support (17)
aprés avoir traversé ladite zone opérationnelle,
ledit second support (17) étant réglable en hau-
teur selon ledit axe (Z).

Ponceuse (1) selon I'une quelconque des revendi-
cations précédentes, caractérisée en ce qu’elle
comprend des seconds moyens de déplacement
(14) pour déplacer, en utilisation, ledit au moins un
panneau (P) ou piéce depuis ladite zone opération-
nelle vers une zone de sortie pour recueillir ledit au
moins un panneau (P) ou autre piéce usinée par les-
dits moyens de poncage (10).

Ponceuse (1) selon larevendication 8, caractérisée
en ce qu’elle comprend des seconds moyens de
poussée (15, 16) aptes a maintenir, en cours d'utili-
sation, ledit au moins un panneau (P) ou piéce ad-
hérant auxdits seconds moyens de déplacement
(14).
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