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Classen produces 60 000 to 70 000 square metres of floorboards 
every day at its latest facility located in Baruth, Germany. The 
facility produces 20 more floorboards per minute than any other 

plant, which translates into 28 800 more boards daily. With the 330 
production days in the year, Classen therefore manufactures almost 
2,4 million square metres more – without incurring additional fixed 
costs. This production boost has a huge impact on the mean value 
of its costs, thereby making the company far more competitive. The 
company manufactures 15 to 17 million square metres of laminate 
flooring each year on the fully automated Line 7. Other suppliers 
cannot get close to that volume, even when running three or four 
profiling lines. The floorboards manufactured at Line 7 are exported 
to Eastern Europe, and in order to cut costs, competitors have relo-
cated their manufacturing operations to the region. This company has 
managed to compete effectively by continuing production in Germany 
and exporting to Eastern Europe by utilising state-of-the-art machine 
technology. Despite managing to dramatically increase its output 
through the Line 7 plant. SEW Eurodrive’s drive and control technol-
ogy is largely responsible for the ‘no compromise’ on product quality.

High-performance control technology 

The entire packaging line is controlled using Movi-PLC motion and 
logic controllers. There are three Movi-PLC advanced DHF41B control-
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lers and 25 servo drives that are controlled by Moviaxis multi-axis 
servo inverters. The palletising section uses a further five servo drives 
and a Movi-PLC advanced DHF41B controller. 

A complete axis system comprises a master module with a Movi-
PLC advanced integrated motion and logic controller, a power supply 
module and a varying number of axis modules. These Moviaxis axis 
modules are powered via a shared power supply module. Regenera-
tive power from an axis is relayed directly to the motor-run axes.

The double-end profiler sets the production cycle on Line 7. It uses 
a multi-turn encoder to provide a target value for the pulsing of the 
entire packaging line. The master value is loaded by the first motion 
controller and is converted to the corresponding production cycle. 
The resultant virtual master is then relayed via the CAN-based SBus 
system bus to all other connected Movi-PLCs. Based on MultiMotion 
software and using cams, every motion controller calculates specific 
travel profiles that are synchronously transmitted via the SBus to 
the relevant axes. These follow the travel profiles in the interpolated 
position control.

Consequently, every drive in the axis system works synchronously 
and the speed automatically adapts to the lead speed. As a result, the 
floorboards can be processed to high standards even in large vol-
umes. Synchronous operation and cams are also used in the ejector 
that stacks the floorboards at a single station. In the past, two stations 
had to be used. Things can be done today would have been thought 
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to be impossible 15 years ago. For example, the company is not just 
processing one standard format, but five different formats. This new 
technical solution was driven largely by Wächter Packautomatik.

According to Wächter lead engineer, the servo drive technology 
assists the achievement of outstanding versatility. Being ahead in the 
field of laminate packaging plant technology, the company was the 
first to use the Movi-PLC motion and logic controller which they did so 
with great success. He believes that good business depends on mutual 
trust between partners. Wächter and SEW Eurodrive worked closely 
to develop one of the world’s fastest packaging plants for floorboards. 
The specifications set out by Classen were followed which resulted 
in an increase in the plant’s output from 250 to 270 parts per minute. 
The Baruth plant is cited as one of the largest laminate plants in the 
world as production runs around the clock. It operates on a 24/7 basis.

Industry in harmony with the environment

Sustainability is a core element of the corporate philosophy at Classen. 
The company operates a high-performance power management sys-
tem that has helped it keep absolute power use consistent, even when 
increasing production volumes by 25 %. The right drive technology 
also had to be found for this system and energy-efficient synchronous 
drives, regenerative power equipment, smaller drives were used.

Packing innovations

Wächter Packautomatik is a medium-sized mechanical engineering 
company based in Bad Wünnenberg-Haaren that employs 130 people. 
Established in 1975, the family company is an international special-
ist in state-of-the-art final-stage packaging technology. It produces 
everything from standalone machines to fully automated packaging 
lines with palletising and transport/distribution systems as required. 
As a system supplier, it has manufactured more than 150 packaging 
plants in a range of configurations. 

Automated floorboard manufacturing process

The medium density fibre (MDF) plant delivers compressed fibre 
boards that are two metres wide. These boards are the base layer 
and are first cut into strips before a special paper - with the decorative 
motif and a protective coating - is applied. This overlay – a thin layer 
of paper that has been impregnated with melamine – improves the 
wear resistance of the laminate.

Pressure and heat are applied to the melamine resin to make it 
fluid and force it through the decorative paper so that it binds with 

the layers of the MDF board. After this hot pressing process, the 
floorboards are left to cool for around two hours before they are 
taken to the finished goods warehouse, where they are stored to al-
low liquid to condense out. At this stage, the boards are coated, but 
still need to be profiled.

During the next step, the finished stack of boards is taken to the 
profiling section. First, they are separated by a tandem gantry crane 
(double output) and turned onto the decorative side by a turner – all in 
a fully automated process. Next, the boards are first fed end-on then 
side-on through the profiler, which mills the profile into the edges of 
the boards for a perfect fit. 

The downstream cleaning station brushes off dust accumulations 
before each individual board is inspected by a camera. This quality as-
surance step ensures that every customer receives grade-A products. 
The optical inspection concludes the profiling process. 

Conclusion

After this stage, the boards are transported to the packaging section, 
where complete packages of six or seven floorboards stacked one-
on-top-of-the-other are inserted by a gripper into cardboard boxes. 
Boards in different lengths and widths are packed separately in stacks 
up to 60 cm tall and weighing a maximum of 15 kg. The product leaflet 
containing the user guide is also inserted. The cardboard boxes are 
then wrapped in film and stacked on Euro pallets. One pallet holds 
around 100 to 150 square metres of one type of laminate. It is im-
portant that the goods are packed neatly. They must lie perfectly in 
the cardboard box, as consumers are unwilling to pay for laminate 
floor in defective condition, or even in damaged packaging. As fewer 
DIY stores have their own warehouses, Classen has a finished goods 
store in Baruth that can hold 30 000 pallets. Each week, 15 000 of 
these pallets are loaded onto trucks or containers and taken to the 
railway station or port.

Abbreviations 

CAN  – Controller Area Network
DIY  – Do It Yourself
MDF  – Medium Density Fibre
PLC  – Programmable Logic Controller
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