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Abstract— In slitting machine they are using ordinary blade
to cutting lamination. The setting time for the blade is so
large and the setting process will be so complicated in high
risk, sometimes the blade will break and stick in the paper
because many customer complains. To avoid this problem
we introduce a new blade it will sustain large working
hours. Our designed blade will look likes the tape roll.
When the blade will wear we can adjust the contact area of
the blade. This blade will have less setting time and no
customer complain because this blade will cannot be break.
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I. INTRODUCTION TO SLITTING MACHINE

Roll slitting is a shearing operation that cuts a large role of
material into narrower rolls. There are two types of
slitting: log slitting and rewind slitting. In log slitting the roll
of material is treated as a whole (the 'log") and one or more
slices are taken from it without an unrolling/re-reeling
process. In rewind slitting the web is unwound and run
through the machine, passing through knives or lasers,
before being rewound on one or more shafts to form
narrower rolls. The multiple narrower strips of material may
be known as mults (short for multiple) or pancakes if their
diameter is much more than their width. For rewind slitting
the machine used is called a slitter re-winder, a slitter or a
slitting machine — these names are used interchangeably for
the same machines. For particularly narrow and thin
products, the pancakes become unstable, and then the
rewind may be onto a bobbin-wound reel: the rewind
bobbins are much wider than the slit width and the web
oscillates across the reel as it is rewound. Apart from the
stability benefit it is also then possible to put very long
lengths, (frequently many tens of kilometers), onto one
bobbin.

Fig. 1: Sliting machine

A. Specification
Name: PELICAN SOLOSLIT

Speed: 500 MPM
Machine type: SOLOSLIT 3500

Power: 415V * 10% 50 HZ
Load: 24 KW

Control volt: 24V DC
Pressure: 8 Bar

II. INTRODUCTION TO PROJECT

They are using ordinary blade for cutting the lamination.
The setting time for the blade is so large and the setting
process will be so complicated as well as high risk, and the
blades are break and stick in the laminations so many
customer complain are recorded. To avoid this problem we
introduce a new blade, it will sustain large working hours.
Our designed blade cannot break because it look like tape
and it will improve the safety of the industry. So our
designed blade reliable for slitting process.
T

Fig. 2: Tool set up

1. LITERATURE VIEW

A. Blade Materials

Joseph Y. Ko in 2000 presented a machine with automatic
feeding mechanism capable of shredding 20 sheets with
approx. 9 inches width. It had a three way switch i.e. On,
Off and Auto. The blades were knife rollers which cut paper
strips, but can be occasionally configured to have confetti-
cuts of paper. Feeding mechanism contained a pair of roller
to direct the paper. The rollers and the knife blades were
driven by a single AC Motor and a belt drive.

Frank Chang in 2000 presented the blade assembly
for paper shredder is in a juxtaposed manner. Conventional
assembly consists of long and short partition rings. The
disadvantage was that even if one part malfunctioned, the
whole assembly gets loosened. Instead of having partition
rings it had long and short plates casted with the blade ring.
The blades were arranged on the rotary shaft to form a
bladed shaft such that long and short projecting about the
long and short projecting plates of adjacent blades. This
arrangement eliminated use of partition rings, reducing cost
and enhancing assembly efficiency.

Gu-Ming Zeng in 2006 presented the blades of the
paper shredder that had serrated cutting edges which were
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formed by bending. This could be done by two methods.
The 1st method had a blade body and serrated edge
integrally formed and punched from the same base material.
Cost of production there was high and even high level
material was required. The 2nd method had serrated cutting
edges specially thickened to reduce material consumption.
They were also complex to manufacture.
1) Three types of Blades
1) 4 serrated edges evenly spaced with one annular
protrusion.
2) 2 serrated edges with corrugations on outer
periphery.
3) 2 serrated edges with 3 annular protrusions evenly
spaced.

Ming- Hui Ho. in 2003 presented the paper
shredder which had two rotary cutters each with multiple
blades. Each blade had a first cutting blade with multiple
first cutting edges and a second cutting blade with multiple
cutting edges. Both the first and the second cutting blades
were distributed in a non-equiangular manner and each of
the first cutting edges was offset to each one of the second
cutting edges, so that there was only one cutting edge that
engaged with the paper to be shredded.

When the amount of shredded paper increased, the
paper shredder did not function normally because multiple
cutting edges simultaneously engaged with the paper to be
shredded paper stuck in the shredder. This problem was
sorted out by using rotary cutter with multiple blades with
numbers cutting edges.

Willi Strohmeyer in 1995 presented a blade and a
stripper assembly for a paper shredder. Between the blades
of each shaft in the cutter zone, stripper bars or fingers were
provided to prevent the cut material get collected around the
blade shaft. Here the stripper block had the row of stripper
fingers received in the interstices between the blades.
Requisite stability was attained since the fingers were
engaged with the support ribs of the opposite housing.

IV. EXEXCITING CENARIYO

They are using ordinary blade for cutting the laminations.
The setting time for the blade is so large and the setting
process will be in high risk. The major problem for the

customer was the blade was broken and stick in the paper it
will high risk for the people. They are using 3 blade per shift

Fig. 3: Blade holder Fig. 4: Blade

V. PROPOSED IDEA & DESIGN

We are adding tape type blade for cutting the lamination
which can be adjusted as per the blade length as well as
sharpness. This blade cannot break or rust. We can adjust
the blade by rotating the adjusting screw we change the
blade wear area. Once the blade was fixed it cannot change
for 2 month. This type of blade could be used for reasonable
time without replacement for 2 month

VI. PROPOSED DESIGN

A. Blade design

Fig. 2: Double part

Fig. 3: Final design

VIlI. WORKING

Roll slitting is a shearing operation that cuts a large role of
material into narrower rolls.

There are two types of  slitting: log
slitting and rewind slitting. In log slitting the roll of material
is treated as a whole (the 'log") and one or more slices are
taken from it without an unrolling/re-reeling process.
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In rewind slitting the web is unwound and run
through the machine, passing through our blade, before
being rewound on one or more shafts to form narrower rolls.

The multiple narrower strips of material may be
known as mults (short for multiple) or pancakes if their
diameter is much more than their width.

VIII.

— Toimprove productivity in slitting machine

— Avoid blade splash during cutting

— Reduce customer complain and food safety will be
improved

—  Product human from disposed blade

OBJECTIVES

IX. RANGE OF MATERIALS

There is no single perfect material. Many factors are
involved in selecting exactly the right material to match
your cutting application. Skill and experience are necessary
to know what material best suits you for your application,
environment, process. Material selection is an important part
of this equation. With that in mind, Lutz is happy to provide
the following chart as a guide in the best material selection
for the job.

cutting
rust
p process rosts
resistance
edge
durability geometry
availability wear resistance

CHOICE OF MATERIAL

A. Our Broad Choice of Materials Include:

—  Carbon steels

—  Stainless steels

— High Speed Steels (HSS)

— Tool steels

— Tungsten carbide

— Ceramic

— The standard thickness is between 0.06 mm and 3.0
mm. The final standard hardness is between 40 HRc
and 68 HRc.

B. Advantage

— Blade splash will be avoided so there is no customer
compline

— Improve productivity in slitting process

— High accuracy of cutting

— Reducing the setting time of blade

— Avoid the risk of employee to setting blade

— Annual income of the industry will be improved

— Industry will be clean because avoiding use and through
blade

—  Safety of employee will be increased

—  When comparing to Lutz blade the cost of our blade
will be less

X. CONCLUSION

The project carried out by us will make an impressing mark
in the field of flexible packaging industry industries. It is
very usefully for the workers to carry out the operations in a
single machine. This project has also reduced the cost
involved in the concern. The project has been designed to
perform the required task taking minimum time.
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