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" Project for transmission manufacturer Punch Powertrain in Sint-Truiden.

" Part of the development of the new generation of Continuously Variable Transmissions (CVTs).

" This project consists of designing a production line that manufactures a subassembly of the new generation
of hybrid propulsion systems. This will be done starting from several components (see Fig. 1). The task
consists of aligning 6 separator plates and 5 friction plates to then fit this assembly into the housing. The
subassembly is eventually delivered to the final transmission production line. The process consists of three
main steps: supply, assembly + finishing and output.
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Figure 3: Morphological overview
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According to method of Den Kroonenberg

Supply

After the conveyor, a sheet-metal plate is provided
for the feed with a slot and a non-slip part at the end
of the plate. The taper of the provided mould placed

on the linear guide will engage in the hole at the

bottom of the clutch housing. The mould moving on
the linear guide will thus pull the housing over the g
non-slip part to the next process step.

Clamping mechanism
The linear guide above the buffers pushes one
plate into the clamping mechanism every
stroke. The compressed air-driven cylinder
will grip the plate and, after the servomotor
is turned 90°, release the clutch plate again.

Cylinder for mould
This cylinder will place the second

mould inside the casing. The plates will
fall over this mould for proper alignment

inside the casing. After all the plates

have been placed, this mould will be
removed again so the whole thing can go

to the output.

Output
The discharge consists of a linear guide
consisting of two thin belts. This guide is
pushed up by two cylinders so that the
assembly is lifted out of the mould and can
thus be transported to the discharge conveyor.

Figure 5: Total assembly 1
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Gear up for the future

Buffers
The entire system consists of 8 buffer tubes with a length of 1.1 m.
These tubes can store more than 3,000 separator plates and 2,600

friction plates. The buffers can be emptied by equipped linear guides.
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