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HAKKIMIZDA

2021 yihnda kurulan Standart Machinery, atistirmalik Granler
icin yuksek kaliteli kaliplar Gretme konusunda sektérdeki
énemli oyunculardan biridir. 10.000 m? agik alan ve 5.000 m?
kapali alan ile faaliyet gdsteren firmamiz, 20 kigilik
deneyimli ve uzman kadrosu ile guglu bir tretim altyapisina
sahiptir.

Teknolojik yenilikleri takip eden, musteri odakl bir yaklagim
benimseyen Standart Machinery, sektérdeki her tarlt
taleple uyumlu, dayanikli ve verimli kalip ¢ézimleri
sunmaktadir. Yaksek kalite anlayigimiz ve titiz Gretim
sureclerimiz ile, atistirmalik sektérindeki isletmelerin Gretim
sureglerini optimize etmekte ve onlara guvenilir gézim
ortakhgr saglamaktayiz.

Deneyimli personel kadromuz, her biri kendi alaninda
uzmanlasmis profesyonel ekiplerden olugsmakta ve bu
sayede her projede musteri beklentilerini maksimum
duzeyde kargilamaktayiz. Surekli gelisim ve yenilik hedefimiz
dogrultusunda, sektdérdeki liderligimizi pekistirmeyi ve
musgterilerimize katma deger olusturmayi surdtrtyoruz.
Standart Machinery, gavenilir ve kaliteli kalip ¢ézimleri ile
atigstirmalik sektérine deger katmayi ve musteri

memnuniyetini en Ust duzeyde tutmayi hedeflemektedir.

ABOUT US

Established in 2021, Standart Machinery is one of the
important players in the sector in producing high-quality
molds for snack products. Operating with 10,000 m? of open
space and 5,000 m? of closed space, our company has a
strong production infrastructure with its experienced and
expert staff of 20 people.

Standard Machinery, which follows technological
innovations and adopts a customer-oriented approach,
offers durable and efficient mold solutions compatible with
all kinds of demands in the sector. With our high quality
understanding and meticulous production processes, we
optimize the production processes of businesses in the
snack sector and provide them with reliable solution
partnerships.

Our experienced staff consists of professional teams, each
specialized in their own field, and thus we meet customer
expectations at the maximum level in every project. In line
with our continuous development and innovation goal, we
continue to reinforce our leadership in the sector and
create added value for our customers.

Standard Machinery aims to add value to the snack sector
with reliable and high-quality mold solutions and to keep

customer satisfaction at the highest level.




ROTATIF KALIPLAMA PROSESI

Genellikle yag ve seker bakimindan
zengin olan hamur, kolayca sekille-
nebilen ve kaygan yapisiyla kaliptan
ayrilabilme 0zelligine sahiptir. Un
kalitesi, girdilerin sicakliklari, karig-
tirma ve bekleme sureleri hamur
kalitesine etki eden faktorlerdir ve
bu faktorlere gosterilecek 6zenle
rotatif kaliplama hatti performansili
cahlstinlabilir.

Hamur farklh agirliklarda beslenme
haznesine manuel veya otomatik
olarak aktarilir, devaminda parca-
lanma iglemine tabi tutulur. Parca-
lanan hamur rotatif kalip-lama igin
uygun hale gelir.
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THE ROTARY
MOULDING PROCESS

Dough is usually rich in fat and
sugar which give it the key
characteristics of being easy
to form into stable shapes with
sufficient lubrication to promote
clean extraction. Factors such
as differences in flour quality,
ingredient temperatures, mixing
time and standing time all the
final dough quality and careful
attention to these is required if a
rotary moulding line is to perform
consistently. Dough is normally
mixed in batches that are fedin the
moulder by manual or automatic
doughfeedsystem. Typically these
break up or "kibble” the dough into
small pieces that are metered into
the moulder hopper and are able to
flow evently across the mould roll.




ROTATIF KALIPLAMA PROSESI

Rotatif kalip makinasi kalip icindir,
beslenme veya itici silindir ve
kaucuk silindir olmak Uzere 3
onemli silindirden olugur. Diger
parcalar ise siyirma bicagi ve bant
sistemidir. Besleme haznesinden
giren hamur, kalp silindir ile itici
silindir arasinadtser. Dusen hamur
besleme silindiriile kalip Gzerindeki
bosluklara dolmaya baglar. Siyirma
bicagr kalp Uzerindeki fazla
hamuru alir ve vyeterli hamurun
motif Uzerinde kalmasini sadlar.
Kalip silindir bant ve kauguk
silindirle kontak durumuna gelir.
Kaucuk silindir ve kalip silindiri
arasinda olusan baskiyla Grin bant
Uzerine duger ve gekillenen Grdn
bant sistemiyle firina aktarilir.
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THE ROTARY
MOULDING PROCESS

The rotary moulder machine is
made up of three important rolls:
the mould roll,forcing or feed roll and
a rubber-covered extraciton roll. The
other key components are the knife and
extraction belt. As the dough enters the
rotary hopper it falls between the forcing
and mould rolls. The rolls rotate towards
are another pulling the dough into the gap
whichformsablanketontheforcingrolland
then starts to fill the cavities of the mould.
The knife is used to shear off the dough
leaving the cavity filled. As the mould cavity
rotates around, it comes into contact with
an extraction belt sandwiched betweenthe
rubber and mould roll. There is just enough
pressure for the product to be extracted
from the mould cavity onto the belt. The

' STAN DART extraction belt takes the newly product
‘wh MACHINERY (i.e biscuit) away and toward the oven.




ROTATIF KALIPLAMA PROSESI

Hamurun 0&zelligine goére kalip
silindiri  ve diger ekipmanlar
arasinda en iyi sonucu alabilmek
icin dengenin kurulmasi gerekir.
Her parcanin kendisine has 6zel
degiskenleri vardir. Beslenme
silindirinin  hizi, silindirler arasi
bosluk bunun yaninda tasarm
yapisi gibi faktérler hamurun
Ozelligine gore kalip motifinin nasil
doldurulacagi, bicagin pozisyonu
ve sekli degigkenlik gdsterir.
Kalip silindiri ile kauguk silindir
arasinda olusan baski miktari
urdntin kaliptan cikabilmesi igin
cok dnemlidir. Fazla baski Urtinde
uzamaya neden olur. Bunun igin
tekli veya ciftli kaucguk silindir
kullanilabilir.
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THE ROTARY
MOULDING PROCESS

A balance must be achieved
between these various
componsents to obtain the best
results for specific doughs.
There are several important
variables with each item. Forcing
roll speed, gap, as well as design
effect how well the cavities are
filled while the shape and position
of the knife may be varied to stit
different types of dough. The
pressure between the mould
and rubber rollis vital in ensuring
good extraction but too much
pressureresultsintailings. Either
single or dual durometer rubber
rolls can be used to help with this.




BiISKUVI KALIPLARININ I STANDART
YAPISI VE IMALATI "l MACHINERY

Yumusak biskuvi kalibi baglica 4 kisimdan; yan kapaklar, celik silindir,
bronz bilezikler ve saftlardan olusur. Bronz bilezikler silindir Gzerine tek
parca montaji yapilir ve es merkezli olarak iglenir. Bundan sonraki
asama motiflerin iglenecedi plastik parcalarin bronz Gzerine yerles-
tirilmesidir. Plastik parcalarin bronz bileziklerin tUzerine yerlestiril-
mesinde 6zel bir teknik uygulanir. Son asamada istenen motifler
cnc ile plastik parcaya islenir. Sert hamur kaliplarinda kalip tasa-
rimi yumusak bisktvi hamurundan farkhdir. Tasarlanan motif
plastik enjeksiyon metodu ile Uretilir ve ¢elik silindir Gzerine
montaiji yapilir. Sert bisklvi kalibinda kullanilan diger metot
ise motif Uzerine igslenmis plastik bileziklerin kullaniima-
sidir. Basaril bir kalipta bronz ringler anahtar parcadir.
Bilezikler, hamurun kolayca kaliptan ¢ikmasi, Urtinde
agirlik farkhliklarina ve uzamaya neden olmamasi igin
es merkezli olarak ve esit kalinliklarda orta kisimda
bel vermeyecek sekilde islenmelidir. Bronz malze-
mesinin yeterince sert olarak secilmesikalip 6m-
rand uzatir. Yanls bronz se¢imi zaman igerisinde
acik renklihamurda kirlilige neden olabilir.

Modern Indestry biskuvi kaliplari, herhangi
bir bakim veya tamirat durumunda ko

layca sokulebilir ve bilezik tasarimi sa-
yesinde tamiratlarin distik maliyetle

ve yapilmasini izin verir. Kalibin bl
yukligu rotatif bisktvi makinesine
gore belirlenir. Genelde 250 mm
capinda kalp tercih edilirken,
musterinin talebine gore veya
az yagh hamur igleyen maki
neler icin daha buyUk capta
kalip tercih edilebilir.
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ANATOMY OF
BISCUIT MOULDS
AND MANIFACTURING

The soft biscuit mould is made up
of four key items: side flanges,steel
and machined as whole part to achieve
concentricity. Following step is to insert
plastic parts into already machined holes
onbronzerings.Aspecialtechniqueisapplied
for arrangement of plastic parts. As final step,
desired engravingis machined on parts by CNC.
Hard biscuit mould design is different from soft
biscuit mould. Designed engraving is produced
by plastic injection method and mounted on steel
cylinder. The other method for manufacturing of hard
biscuitmouldistouseengravedplasticrings. Thebronze
rings are the key to a succesfullmould. The rings muist be
concentric to achieve the desired run-out while the correct
thickness is required to keep the mould from flexing in the
center to avoid weight variations or excessive tailing. A harder
bronze material will extend the life of the mould and ensure
that any coating adheres properly to the roll, while the wrong
choice of bronze can cause black streaks in light colored dough.

Modern Indestry biscuits moulds can be dismantled easily in
any maintenance and repair case and ring type design allows
to complete repair works in low cost. Another item to consider
is size of the roll which is determined by the design of the rotary
moulder. Most utilize a standard 250 mm. Diameter mould in
case of customer request or machines intented to process tough
dough including low fat products require moud in large diameter.
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MOTIF TASARIMI 4. STANDART
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Motif tasarimimusterinintalebilzerine baglar. Tasarimmduhendisligineistenen
gorsellik, 8lctive agirlik bilgileri verilir. Uriiniin sade motifler icermesine gére 2-D
veya kompleks olmasi durumunda 3-D render yapilmis teknik resmi musteriyle
paylasilir. Bisklvi Ureticisi on tasarimi gbzden gegirir ve istenen konseptle uyu-
munu kontrol eder. Tavsiye edilen diger asama, motifin 6rnek olarak diiz plas-
tik veya bronza islemesidir. islenmis numune sayesinde musteri firin son-
rasi nihai Urtnu degerlendirme sansina sahip olur. Eger test parcasindan
olumlu sonug alinirsa, gercek bir Uretimde veya laboratuvar ortaminda
bronz bilezige islenmis yeni test parcasi test edilir. Bu sayede dinamik
calisma ortaminda motifin hamur Gzerindeki davranigi gbzlemlenir.
Bu testile hava kabarcigi olusumu, motifte tikanma, triin gramaiji ve
olugabilecek kirllma problemlerine i1sik tutabilir. Motif tasariminin
basarili olmasi durumunda kalibin satin alma agsamasina gegilir.
Basarisiz olmasi durumunda tasarim agsamasina geri donulur.
Test Uretimi son agsama degildir. Modern Indestry Makine
test agamasinda fark edilmeyen uzun dénemili Uretim son-
rasinda paketlemede veya prosesde yasanan sikintilarda
kiyas yapabilmekicin test bilezigi satin alinmasini 6nerir.
Tasarim agsamasindan Uretim asamasina kadar bircok
muhendislik hesabinin stirece dahil edilmesi gerekir.

Uriinin motiften ayrimasi icin serbest kalma
acilari buyik 6nem tasir. Ornegdin ince biskiivi-
lerde detayin ¢ok olmasi durumunda sig acilar
kullanilirken, agirhgin én planda oldugu (6r.
kopek biskuvisi vb.) motifler keskin acilar
icerir. Urlinde hava kabarciklarini yok
etmek ve Urdndn daha iyi pismesi icin
docker pimler kullanilir. Docker pimler
ayni zamanda hamurun motif igeri-
sinde tutunmasini saglar. Bu nok-
tada Uzerinde olusturulan deligin
kismi veya tum delik olmasina
karar vermektir. Perfore ol-
mayan duz bantlarda kalin
Ozelligine sahip hamu-
run daha iyi pigsmesi igin
docker pimler tercih
edilirken, ince hamur
icin uygulanmaya-
bilir.
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ENGRAVING
DESIGN

The process for designing
a engrave starts with a
customer’s demand. This is
given to a design engineer who
creates an engineering model
withtherequiredvisualappearance
and physical spesifications such
as size and weight. A model is then
rendered as a drawing; 2-D if the shape
is very simple and straightforward or
3-D if the shape is more complex. The
biscuit producer reviews the drawing to
decide if it matches their concept. The next
recommended step is a small flat master
or a hand mould. The drawing is programmed
into machine code which is used to engrave the
cavity into a small, clear plastic, flat plate or a flat,
bronze plate. A hand sample enables the customer
to visually assess the engraved cavity and run some
product samples to determine how the product bakes
out. If everything geoes all right, the next step is a small test
sleeve that can either be run on a small lab rotary dough and
cavity reactin adynamic environment. This step may highlight
problems such as blistering, plugging, breakage, inaccurate
product weighs after baking. If the engrave survives the process,
the next step is to purchase the production roll. If not, the engrave
concept can go back to any of the previous steps and start over.
Release angles are important for extracting the product from the
cavity. For thinner products, such as sandwich biscuits with a lot
of detail, a shallow angle helps release the dough from the cavity.
Bigger products such as dog biscuits will require a steeper angle to
retain the biscuit in the cavity. Docker pins are normally used to help dry
or bake the product as well as minimize the problems with gas pockets,
and blistering. A docker pin also helps hold the product in the cavity. The
customer will need to decide if a through hole or a partial hole is acceptable
in the product. In almost all cases baking on a solid band will require

' STAN DART some type of docker, whereas baking thin products on a mesh may not.
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URETIM ASAMALARI
Production Steps

Customer Concept =

Musteri Konseptg'

Misteri Onayi
Customer Approval

Miisteri Onayi
Customer Approval
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Misteri Onayi
Customer Approval

Uretim Testi
Production Test

‘ % Konsept Cizimi

‘ Concept Drawing

Kalip Genel Olgiileri
Mould General Dimensions

Test Motifi
Test Engraving
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Malzeme Secimi
Material Selection

Kalip Uretimi
Production Mould

SORUN COZME

Kalip, biskiivi tiretimde prosesin en kritik pargasidir. Uriin regetesi ve TrOUDle ShOOt’ng Clearly, the mould is a critical item in the process of manufacturing

makine 6nemli bir rol almasina ragmen, kalip, biskivinin gortinimn(
ve agirligini kontrol eder. Biskivi dreticileri rotatif kaliplama siirecin-
de, asagida tanimlanan uygunsuzluklarla ilgilenmek durumundadir.

UZAMA

Hamurun bant (izerine dismesiyle olusan kenar uzantisidir. Kauguk silindir ve bantla hareket
eden biskivi kalibindan hamurun motif boslugundan bant tizerine diismesi esnasinda yeni

den sekillenmesiyle meydana gelir. Genellikle bu problemle agir ve genis yapili biskivilerde
Karsilasilir. Bu problemi gidermenin degisik yontemleri vardir. ilk énerilen islem motif boslu-
gundaki surtiinmeyi arttirmaktir. Bunun igin motifte kaplama varsa kaldiriimasi veya degist

rilmesi veya docker pimler kullaniimasi veya kalip motifinde daha keskin agilarin kullaniimasi
tavsiye edilir. Uzamaya sebep olan diger etkenler kalip boslugunun fazla doldurulmasi (0r.
Itici, besleme silindirinin hizli calismasl.) veya kauguk silindire fazla baski verilmesi sayHa

bilir. Kalip disindaki yapilacak ayarlar trlin sicakligi ve neminin degistirilmesi, slyirma bigag
veya kauguk silindir ayarlaridir.

TIKANMA

Tikanma, koseli kenar 6zelligine sahip kaliplarin biskivi Uretimi asamasinda hamurun motif
icinde kalmasiyla olusur. Bu durum driinin tam olarak ¢ikmamasina veya driin agiriginda
eksik gramaja neden olur. Ozellikle birgok detay igeren sandvig tipi biskivilerde ortaya gikar.
Biskuvi dreticisi gegici bir ozim olarak basingli havayla bu sorunu giderirler. Kritik noktalara
ulagmas! durumunda kalibin sékilerek yikanmasi gerekebilir. Kalici ¢6zim ise driintin serbest
kalma agilarinin degistirilmesidir.

AGIRLIK FARKLILIKLARI

Kalip motifi ile kalip yiizeyi arasindaki derinlik biskvi agirligini belirlemede ana faktérddr.
Kalip ekseni ve gapl boyunca biskivi agirhginin esit olmasi igin derinliklerin ayni -olma
si gok dnemlidir. Pratikte en iyi 6rnek motif boslugunun sig olmasi yerine, fazla birakilarak
drin agirhginin azaltiimak igin gerekirse tornada kalip ¢apinin disirilmesidir. Eger biskivi
agirliklan disikse besleme silindirinin hizli calistinimasi veya styirma bigaginin pozisyonu
ayarlanabilir. Bu islemlerde biskivi agirhgini ayarlamak mimkin degilse motifin tekrardan
islenmesi gerekir.

Urtinde kinlma 1sidan veya baskidan olusur. Isiyla olusan buhar veya diger gazlar tiriinden di -
sarl gikarken yollar olusturur drindn iyi pismesine engel olabilir. Dolayisiyla soguyan riinde
kirilmalar meydana gelir. En iyi ¢ozim ise gazlarin serbest kalmasini saglayan docker pimle

rin motif igerisinde kullaniimasidir. Baski ise biskiivi tizerinde Uriin veya sirket isminin yazili
oldugu kisimlarda olusur. Bu kisimlarin keskin koselere sahip olmasi baski oranini arttirir.
Coziim, yazilarinin silindir kalibin banda dik bastigi noktalara yerlestiriimesidir.

biscuits. Although both the recipe and machine are major players in
the process, the mould controls the shape, weight, the other details
of the final product. Most biscuit manufacturers deal with noncen
formities defined below when running products on a rotary moulder.

TAILING

Tailing is a streak of dough that follows the biscuit on the extraction belt. This is normally
caused by the product failing out of the cavity and then reforming as the mould rotates around
on the rubber roll and extraction belt. It is usually encountered a problem in production of
larger size biscuits. There are several ways to correct this problem. The first suggestion is to
increase the friction in the cavity. This can be accomplished by changing coatings, eliminating
the coating, adding docker pins or changing to steeper release angle. The other causes of
tailing such as over feeding the cavity (i.e forcing roll running too fast) or running yoo much
pressure on the rubber roll which forces the product out of the cavity. Other non-mould chan -
ges may include altering the moisture in the dough, adjusting the knife settings or controlling
the dough temperature.

PLUGGING

Plugging is where a sharp-corners fill with dough that does not come out during a production
run. This leads to incomplete and/or lightweight biscuits. Especially Products that have a
lot of detail, such as sandwich base cakes, are particularly susceptible to this problem. To
eliminate plugging during a production run biscuit producer normally blow out the cavities
with air as temporarily solution. Once it reaches a critical point, the mould has to be removed
from the machine and washed. The permanent solution is for the mould to altering release
angle of product.

VARIATION IN WEIGHTS

The depth between the mould s engraving and surface of mould is the key to determining the
weight of the biscuit. It is important that all the cavities maintain the same depth to ensure
consistent biscuit weights across and around the mould roll. It is a good practice to be too
deep than too shallow on the cavity s depth, as it is easier to manipulate the mould roll to
lower the weights than increase them by skimming the roll s diameter on a lathe. If the biscuits
are too light, the only technique would be over-feed the cavity which can be accomplished by
running the forcing roll faster or positioning the knife in a position higher on the roll. If these
machine adjusments do not increase the biscuit weight enough, then the only course of action
to rectify is a re-engrave.

CRACKING

Product Cracking can occur for either of two reasons: heat or stress. Heat generates steam
and other gases which need to find ways of escaping as they can prevent the product from
baking properly and lead to cracking as it cools. The best solution is to use docker pins in the
cavity which create holes in the product and allow the gases to escape. Stress, on the other
hand usually shows up in the product around the embossing line the edges own sharp corners
increase stress ratio. The solution is to plate names on cylinder mould become contact to
extraction belt perpendiculary.



BAKIM & ONARIM

Rotatif bisklvi makinasi ve biskUvi kalibi
dizenli bakimlari yapilmaldir. Rotatif
bisklvi makinesinden kalibin alinmasi
icin uygun kaldirma mekanizmasi ge-
reklidir. Herhangi bir darbe veya hasara
kars! kalip sehpasinda muhafaza edil-
mesi Onerilir. Temizlendikten sonra oda
sicakliginda tozdan uzak bir yerde sak-
lanmasi tavsiye edilir. Rotatif biskivi
makinasinda calismadan hemen 6nce
kalibin sicak suyla yikanmasi bronz
bilezikte genlesme yapacagindan do-
layr aginmalari arttirir. Yataklamalarin
duzenli olarak kontroll gereklidir. Son
olarak bicak ve kaucuk silindirin dtizenli
olarak bakimi yapiimalidir.

4. STANDART
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CARE & MAINTENANCE

Both the rotary moulder and rotary
mould require proper care and main-
tenance reqularly. Taking the mould
roll out of the rotary moulder requires
the proper lifting mechanism. It is also
desirable to have a good cart or sto-
rage rack that keeps the mould out of
harm’s way. Once cleaned, it should be
stored in an area that is at room tem-
perature and covered to keep it dust
free. Washing down the mould with hot
water prior to running it should be avo-
ined as the bronze will expand leading
toincreased wear. The bearings of the
mould should be inspected daily. Final-
ly, the knife and rubber cylinder need
to be reqularly done maintenance.



PAVO KALIBI

Biskuvi kalibinin degistirilebilir bi-
lezikleri, kalibin buttndnde rijitligin
muhafaza edilmesi amaclh celik bir
boru Uzerine dizilmektedir. Kalip
bilezikleri bronz malzemeden imal
edilir. Biskuvi kalibr deseni musteri-
nin talebine uygun dizayn edilmek-
tedir. Gidaya uygun ve asinmaya
direncli malzemeler Uzerine kalip
desenlerimiz iglenir. Kaliplarimiz
kullanim sartlarina bagl olarak
uzun vyillar kullanilabilmekte olup
musterilerimizin talepleri dogrul-
tusunda olculeri belirlenmektedir.
Pavo kaliplarinin tasarim ve iglene-
bilirlik bakimindan butin hassasi-
yet noktalarinda gerek emek, ge-
rekse zaman konusunda gereken
itina gbsteriimektedir.

4. STANDART
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PAVO MOLD

Interchangeable rings of the biscuit
mold, maintaining rigidity in the whole
mold is arranged on a steel pipe. Mold
rings are made of bronze material. Bis-
cuit mold pattern is designed accor-
ding to customer’'s demand and Sui-
table for food. Our mold designs are
processed on abrasion resistant ma-
terials. Use of our molds can be used
for many years depending on the con-
ditions and demands of our customers
inaccordance with the measurements
are determined. Atall precision points
of design and machinability of Pavo
molds necessary attention is paid to
bothlabor and time.



KESKIi KALIBI

Musteri talebi dogrultusunda vidal
ve percinli olarak Uretilmekte olup,
asinmaya direncli ve gidaya uygun
malzemeden (POM) Uretilen keski
plastikleri kalip borusu tzerine per-
cinle sabitlenmektedir. Gereken
hallerde keski plastiklerinin degi-
simi percinli baglanti olmasi sebe-
biyle kolay sekilde yapilabilecektir.
Keski kaliplarinin tasarm ve igle-
nebilirlik bakimindan buitin hassa-
siyet ve montaj noktalarinda gerek
emek, gerekse zaman konusunda
gerekenitina gbsteriimektedir.
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CHISEL MOLD

It is produced as a screw and made
according to customer requirements.
Resistant and food-grade material
(POM) produced with chisel plastics
onthe mold pipe rivet attached. Repla-
cement of chisel plastic if necessary is
possible through connection, because
it can be done easily. All precision and
assembly of chisel molds in terms of
design and workability points as both
labor and time are displayed with the
necessary care.
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