


Cos’e ECN

Estrusione orientata al business, dalla pianificazione della

produzione al magazzino con risultati comprovati ;
Connessione totale con I'impianto;
Facile da usare, semplice l'istruzione del personale;

Sistema aperto a futuri sviluppi ed integrazioni;

AN\
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Configurazione Hardware

 PCalla pressa

L'applicativo installato dialoga con il PLC e con il Server. E’ I'interfaccia con

I'operatore.

* Server

Tutti i dati relativi a tutte le presse gestite da ECN sono conservati nel database

nel Server: qui avviene anche lo scambio di dati con I'ERP esistente del cliente.

e PLC

| PLC gia presenti sull’'impianto vengono utilizzati ed integrati con il codice

necessario per l'interfacciamento con ECN.

23N
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Gestione di piu Linee di Estrusione

B . AL software Supply

Press 1 Press x Future Press x Future

Handling FLC.  Press PLC Furmnace PLC Handling PLC  Press PLC Fumnace PLC

RN = 2 & |oe =

"_j ECH PLC P4 "_j ECH PLC XXX "_j ECH PLC XXX

S § N ON N A ON N

| ECH | Packing | Stacker | ECH | Packing |5tar:lr.er |ECH | Packing |5tar:lr.er

> &>
Die Shop Management
SERVER
DATABASE
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E’ piu facile lavorare

ECN e collegato ai piu importanti PLC della produzione;
Legge | dati direttamente dai PLC, quindi meno da scrivere!

ECN puo anche scrivere i dati sui PLC dell'impianto nello

stesso tempo!

AN\
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Esperienza e Conoscenza Condivisa

ECN salva le impostazioni di produzione ottimali per ciascuna matrice nel
database

~~ ECNPress 5
—>ECNPress 4
SAP/ EIS Interface i ',e“f
(other ERP) Database ECN Press 3
- Oiersm_{/é ay > ‘ Orders / Recipes —
| SoL 4 = \hl
p Die REFE‘ g, & % (-i
w ECN;reissz
Praducion Data
B g s 3 MLE ? 0 l
fH0H =i =
| I Production Data N Presst

qualita elevata.

LU'esperienza dell’'operatore esperto e catturata dal sistema nel database e
condivisa anche con operatori non esperti per assicurare un’uniformita di

AXN
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Strategia di Migrazione Dati 1/3

SAP/ EIS
(other ERP)

Orders
o m—

Die Recipes
O S S E—

Produwion Data
< T T —

Jl.

Interface
Database

—=
-
=¥

prmneee- = ECNPress 5§ -=--ssmreaaaaas: :
' —>ECNPressd4 - .

e

ECN Press 3

\ré ; ‘
ECN Press 2
g‘L _,-!

ECN Press 1

Il

I
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Strategia di Migrazione Dati 2/3

EIS / SAP
(cther ERP)

ORDERS f DIE RECIPES

PROCESS DATA [ PRODCUCTICH DATA +—

- | R ==L
: ""f' e & Em
INTERFACE . PRES 2
» R~ .
DATABASE e
- R
Em Em Em
N oy [ PRFEE“I
‘ i Em
T - " coomeD
PRESS X

T EDEDED

X\
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Strategia di Migrazione Dati 3/3

SAP/EIS Interface ECN
(other ERP)

Ordars Die Recipes ‘ :
9{ 10_Cxder ] = | Crdler Nr, ll
-~ 9] o.pe 7 001 -ABCD
| oot _| Heontiton... From Orders Table:
PodH MePsodialon. ., Coermnercial Daa
|| TargetProd =9'=l'|- ] OFtStepp... From Recipes Table:
: |7 oy =] Offsatlnnipe.., - Diebwd W /
Barstioled || otfestsreetre... Tectoo Farameters | To RR Fumace
|| Barstenied | offsstseatenp Y | ToPress
o PR L. i

To Handing

a%

l @ e Al |mpe 5
i DieCada Il DieCods
b |- o - | Producion
|| o.ove HEX J Data Report PLANT
| || ovderio || creetw e 7
: | Hordanos || terhampes i
| Haramsoess || Marranspees ] Prooess Data
|| Aapaiwe || retvohive L Gross Produstion Cana /
]| | meniTenp || eriresy 1l / 3, ./‘ Saom RRP
| treakTo FreakTrme 7 % From Press
- (= v [ 7
L fcaet A.imn—-l et Q’ ‘‘‘‘‘‘ /| From Handing
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Lot Ne
S(R0HR50

829021280

51265954

17282272
918357120
454323301
85117125
B4IUNB
129733024
621445237
408200820
20385472
2A020327%
206264928
58591650

57543074

384730647
1230078
79133854
THE40
B10325410
167546272
167546272
F00416%

o o o o o i o

OPERATOR
RN v | oo | R O 7257 | s

wEsn |
FUEERR |

SN |

Osdee Nt

Pianificazione e Gestione Ordini

Holes

Bas |Bas
Ne

AT B en
3

3

Bu | Prot
Len |Len w# Fi Sciap| B

i

35

I

Extr Date

NewtOid |5V |Pion

Barch
Ni

Seq | Qualty

1

{

PLEASE EDIT THE RECIPE BEFORE SEQUENCING THE NEXT JOBS

Ot Ny Iz.c«» HoInIBm |au- “""umlml""' I
Bavne2s 1

NINN _2 @ | E qun 'zo :nas
BABA% 'mnmu 12 ‘165 »m noe® o I3
806564 ([CPOMZZM 2 65 348 1 10 (X0 0 6%
8210585 TSR3 a0 a3 0 50 (%R
(NS08 20547 (LG L. L I - IS )
133341 Nexen 1 (zZo w0 V0 s 0 en
3133342 Nowzn v 3 #0070 S 0 [1en
9723320055 320 a8 7 0 5 0 [8M4
8143034 | 201454 4 =0 e000 70 20 0 (&0
18143035 201454 4 20 a0 1 0 @0 (e
(8143034 205474 S50 a000 1 (0 0 0 (6%
;21w 201516 N3 (30 7 0 |20 [0 |%19
8201457 201580 4 @ s 0 e ™
815125 [203547 2% Jam v 0 (2 0 [2m3
ESF I 2w s0 1 jo w0 [12n
6125127 23547 2 a0 10 a0 em
mg20 08 [ I L I B -
g1972m 28613 LA I I I - TR 3
[8143030 ohan 4 3w e o 1% 0 [em
8143037 262%N 4 (3 @ 1 6 s 0 8%
ganar3 %A 2 & a1 0 (@0 s
ganar 347280 4 0 e 6 2 0 M
[BanaEs 34543 AL <. I L - IR
] |S2E1m 2|5 [0 7|0 U
g4N: S 28 S0 N0 X 0 (e
8012223 VENNZ 3 @ 0 (&0 88

1250

[1500

1500

11500
[1500
11800
11800
11500

!Fl Saﬂ& 5«45& Date |Nw Od 1

T
T
i3
L

'1"'.0

1500
1500

11500
11500
1600

1600

11500
11500

1500

11500
1500

1500
1500
1500
1500
1500
1500
1500
1500
10
1800
1N
1500
1500

[1600

IUIDV"UIJ
1070172013

1017203
10 /2003
10203
107017203
100172013
107072013
10 /2013
100172013
1100172013
100/2013
100172013

1070172013

1100172013
1070172013

100172013
100172013
10/01/2013
100172013
10017213
0 /am3
1070172013
107203

1001720013
10/01/2013

‘cocococococcocoooooooooooaoeaas

(BOBHIP |

EEEEEEEEEEEEEEEEEEEEEEEEEEE:

DIE CARD

.ﬂ =3 Ghﬁ oo o D.Q QvQ'O'Q‘D.O‘GVO'Q‘G Q'G Q.ﬂ Q <

I~

RECIPE DETAIL Il

ECN fornisce una serie di
strumenti per una
migliore pianificazione
della produzione:

inserimento degli ordini
di estrusione in locale
o remotamente da ERP
(SAP/EIS/AS400) tramite
interfaccia dedicata.

LU'ordine di lavoro si
muove da una stazione
all’altra.

y
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Inserimento Nuovo Ordine

[~ ORDERS MANAGER ** PRESS 1 ]
| ———————— —
PRE|s.5.1. AUTOMATION - BRESCIA (ITALY) TPC - TEMPERATURE PROCESS CONTROL  ** NEW ORDER ** PRESS 1
Lot Nr :fj
PRESS #1
) |21566
—|1a0s
_ |55486 | N DRDER: 111 W1H1002368/1A s NEW DIE
11406
] 002368/1A =
15614 =
{34125 | | Order Details 047529
13294 060148/23
“13esa ST | 1000768/1
__[13294 1000769/1
e Extrusion Date | 20/0{1000781/2
__gglg 1000782/1
—_|16878 | —Production Information 1000789/1 =~
05438
~ |33%02

12382 . "
—123m Quantity Ordered (nr) 1 Overrun on Quantity (%) | 2 Calculated Production Quantity (nr)

— g:g;é Finished length (mm) | ©425  Overrun on Finishlength (%) | O Calculated Finished length (mm)
35758
_ [32894
_15598 VERIFY DIE RECIPE WEW ORDEF

17648

17648 |

17646 CLOSE
96436

35598
17646
36750
18894
12373 [17309774  [23882838 [0 |88 (3w (77 (4 |45 [e7a [0 4z [0 |0 |8l |1 [1oieme |

21397 [sa41ee/1 (23925112 [0 28 06176 (55 1 [45 571 (0 138 [0 |0 (31 |1 [1301/2006 | -

UNHIDE ORDER
NEW DRDER EDIT ORDER SUMMARY DETAIL RECIPE DETAIL DIE CARD | - REFRESH SEQUENCE
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e — T ———
B9 S.AL AUTOMATION - BRESCIA (TTALY) TPC - TEMPERATURE PROCESS CONTROL  ** RECIPE MAMAGER ** PRESS “ @

Ricette — Parametri Tecnologici

PRESS #1

| 002-188/1A

Temperature Process Parameter

Target Profile Exit Temp 531 ¢
Iinimurn Prafile Exit Temp 520 ¢

Dynamic Speed Offset Limit 4

Step Speed Offset Limit %

Front of Billst Offset Limit

o el
= =1 =]

T
Rear of Billet Offset Limit | 12 °C

Mirimum Quench Rate 3 “Cle

Awe Ram Speed ’W s
Extrusion Ram Speed | 12.0 ™m/s
Upset Pressure ’W psi
Call Billst Ram Pasiion [ 200 mm
ActualwWeight | 782 ai/m
Specified Weight | 782 avm

Hales 2 nr
Standard Target Parameters

W

Die tpeddllay  Exit ternp  Billet terp

-

-

Solid 1 hole ['C)| 540 440

Solid multi holes ['C)[ 545 450
Hallaws 1 hale [*C) BED 450
Hallaw multi holes: [*C) A5 470

Furnace Parameters

Starter Bilst Temp. Exit Front| 450 ¢ [
Starter Billet Temp. Rear 440 T

Starter Billet Length| 4 mm

Billet Temp Exit Front 450 < I~
Bilet Temp Rear| 440 C [

Puller Parameters

Tupe OF Cut 1 Still/Flying

Calculated Saw Position | 250 om
Pullers Tengion 10 ka

Reference Parameters

Bolster I:I Sub Bolster l:l

Ingert l:l
Die Can
Type IT S/H

0 | -

Die Typ
Descr

1

»

Description |3P

»

Comments |Good lab

CLOSE

Order Parameters

Holes 2 i

Saw Scrap 0 cm
Stretcher Scrap 0 cm

Eutt Length 15 mm [
Pushes/Cuts Per Billet 1 nr
Billats: Per Cut ’f i
Mumber OF Cuts [stacker] ’f nr

Last Billet Length 400 mim

Recipe Management

Fecipe Locked NO

Date Locked 05/15/15

Reason Locked

|UNLOCK ~|

BEST EXTRUSION ‘

PRINT SCREEN

Il Software ECN Pressa
recupera le informazioni
da un database
relazionale.

Gestisce il processo di
estrusione abilitando la
comunicazione elo
scambio di informazioni
tra i vari organi
dell’impianto (Forno,
Pressa, Handling) usando
le ricette.

AN
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Ricette - Parametri

S.AL AUTOMATION - BRESCIA (ITALY)  ECN - EXTRUSION CONTROL  **COOLING PARAMETERS P7 **

Die Code
GLO2047 NEXT DIE 1!
WATER FANS HOOD
Fans Under Rolls Leadout | 50 %
Hood height | 30
Fert Eenter] Ll Under Rolls Leadout Groups
,7 ’7 ,7 nder Rol
0 0 e o GR 1 GR 2 GR 3 GR 4 Hood main fans cooling always [ only extrusion
¥ W 1 v -

Under Rolls Runout Groups
GR 2 GR 3

Cooling last billet
r

HOOD FANS

Upper Right Side

,Tm!s

Upper Left Side

Upper Central
Left Side Right Side

[25 w25 ms

Lower Right Side

Under Belts Groups
GR 2 GR 3 GR 4
W W v

Under Table Rolls - Always / Only Extrusion
GR 1 GR 2 GR 3
[ [ W Lower Left Side

0 m3h ’?m/s

COOLING PARAMETER IN AUTO MODE ¥

%=
RETURN

WATER COOLING SELECTION
r

BEST EXTRUSION

Il Software ECN Press
gestisce direttamente
I'impianto attraverso la
comunicazione con i PLC.

L\\
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Blocca Ricette

Hecipe Management

Recipe Locked YES

Date Locked | 11./25,08

Reason Locked

Furnace Capacity

Ricette testate:

il sistema viene limitato nella velocita dai
vincoli del processo produttivo senza
degradare la qualita.

Blocca matrice, identificare la ragione e

la data, attiva gli status per un controllo
avanzato.
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Ottimizzazione Lunghezze e Scarti

>
TPC - TEMPERATURE PROCESS CONTROL

** RECIPE MAMNAGER - CALCULATOR ** PRESS 1

N* ORDER: 1

% PRESS #1 o:| 100078172 |
Default Recipe Parameters
Huolez 1 fir
Billet Diameter 177 mm
Praduction Oty 500 nr
ORDER DETAIL Finished Length 3000 | mm
Saw Scrap | 0 cm
Stretcher Scrap 0 cm
Butt Length 15 mm
Pushes/Cuts Per billet 1 e
Billets Per Cut 1 nr
Mumber Finizhed Cutz [stacker] 4 nr
Actual wWeight 864 ar/m
Specified WWeight 864 ar'm
Calculated Production Parameter
Billzt Length #23 T
Runaout Length 12000 | ¢y
Murmber OF Billats 125 i
Calculated Saw Position | 12000 | o
Recavery 100 i
Calculated Extr Time 0 mir
Adjust for First And Last Billet Lengths
Target Starter Billet Length mm
Actual Starter Billet Length l? T
T arget Last Billet Length 400 | mm
Actual Last Billet Length 723 mm
CLOSE

Mumber OF Haoles In Die

Ciameter OF Billet

Mumber OF Finished Pieces for Production

Cut Length of Finighed Fiece

Estimated Scrap At Saw Far Each Run Out Length
Estimated Scrap At Stretcher For Each Bun Out Length
Butt Length

Mumber OF Pushes/Cuts Per Billet per Bun Out Length
Mumber OF Billets Per Cut Per Bun Out Length

Murber OF Cutz/Fieces At The Finizh Saw Per Fun Out Length
Actual Weight per Foot of the Profile

Specified/Print Weight per Foat of the Prafile

Total Length OF Billet

Total Profile Length Per Billet
Murnber OF Billet Ta Complete Order
Calculated Saw Position

Calculated Theoretical Recovery

Total Calculated Estrusion Time

Length OF Starter Billet In Recipe
Length Of Starter Billet Far Praduction
Length Of Last Billet In Recipe
Length Of Lazt Billet For Production

Funzione di calcolo sul
prodotto

Aumento di produttivita e
riduzione degli scarti:

minimizza lo scarto della
saldatura, previene le
deformazioni del profilo
ed ottimizza la lunghezza
della billetta.

L\\
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Parametri in Automatico

ECN - EXTRUSION CONTROL ** RECIPE MANAGER / NEXT EXTRUSION P7

Die Code Plan Alloy
GLO1928/1M || 6060
ISOTHERMAL / ECN

MasProfleTemperatue (T) [ 540
MinFrofileTemperature (') [ 510
OffsetStepSpeedLimit (%] 10

OffsetDynS peedLimit (%) 10
OffsetFrontTemp (] 10

OffsetRearTemp [C]

ORDER P4RAMETER

Hales [n] 1
Minimum butt end [mm] | 20

Front serap allownce (mm) | 1500
Back serap allownce (mm] | 1500

Welding allownce [mm)

Thearet Profils Weight [arm)

Last weight per meter die now at press (gm] | 1974
Product Calculatio§

10

MNumber cuts per billet [n)

Billet per Cuts [n]

Murmber aof Cuts [n)

Billet Length (mm]

1st Billet Length {mm)

Extrusion [Profile] lzngth [m)

Mumber billsts to extrude (n]

Fix saw position (m]

I
750
1960
v
1 3
1 3
8
947 ||
947 |
51.80 (|~
2 v
51.80 | w

PRODUCT CALCULATO

R

Lot Nr Order Nr
405726624 || 8206224
FURNACE
G
Taprer ()] 15 |
Bilet Temperature () | 450 |
-
1stBilet Tapered [T) | 45 | J
15t Bilet Temperatue () | 450 |@
Single Billet / 2 Pans Bilet [~
PRESS
Extrusion Speed (mm/s) [ g7 —
Max pressure in extrusion [bar) | 310
Upset pressure [bar) 80
Pumpupset (%1 [ 60
Time of burp msec) | 200
Compression pressure (bar) | 110

Pumpin compression (%) | 100 |
Pump in soft compression (%] 50
Rising time in extrusion (msec] | 1000
Speed in end extrusion (%] 50
Failing space (mm) ’T

Slow space [mm) 1
Butt end Target (mm) | 20

Billet Call (mm] | 400

BRI

Fix speed/ lsothemal r

Tension [kg) | 40 I

Evacuation speed [m/sec) 'T v
Euacuation compensation fom) [ 20 |~
Frofile high (mm) [ 20 [

Saw blade speed during cut %) | 40 I

Desaccelaration in evacuation
Slow I Medium [ Fast [~ Wery fast [

COOLING / QUEMCHING

L]

CLOSE ‘ BEST EXTRUSION

Ogni paramentri di estrusione ha un flag.
Spuntare il flag significa che sara usato in automatico.

P |

-

\A

Societa Automazione Industriale



Sequenza di Estrusione

S.A.l. AUTOMATION - BRESCIA (ITAl

ECM - EXTRUSION CONTROL  ** ORDERS MANAGER P7 **

=

Lot OuderNr  [DieCode  [Holes |Bars e Bars Len| 24y T°| BilLen [Pon [P |Poet (& (3% - |EatDaie | MewtOid ™" | Planstoy || 5ea | ustiy =
1230550 | To0eads  |2024650 1 T 0 20 [0 (2347 1500 [1500 |22/02002 |7 BO05#, N (.

T |Ga394E302 | 7RA5100 202352 3 1 1] 20 |0 E55 1500 (1500  25/06/2012 |0 BOB0 1p2 0
154140006 | 7695142 |203208 5 i 20 0 30 1500 [1500 25408012 |0 6050 i (N
T70Rnzon | Tealazz | 267 0 T o 30 [0 [0 [1500 [1500 | Z5/0ez0iz [0 Fi60 i [N
577362585 | 7891505 347407+ 4 1 a 20 |0 477 1800 (1800  25/06/2012 [0 E060 105 0

|ZEsero0zz |Tesedes  |207649 i L] 20 [0 (342 1500|1500 | 25/06/2012 [0 B050 H (G [

T 107942041 |7e91480 GLO181S/3 1 1 [} 20 |0 1980 2000|2000 25/06/2012 |0 060 1R7 o

~|iorsszon [7ess0ss  (GLOVHISAEM |7 i 20 0 [1920 2000 [2000 | 25/06%2012 |0 E050 N [ [

T P%0@% [7emim [GLoTeriA 4 0 20 [0 (507 1800|1600 | 25/00/2012 [0 5060 N I
010543975 | 7ER4521 112938/1M 4 1 o 15 |0 408 1800 |1800 |22/08/2012 |0 EOB0 1349 o

|eeSaees |7eaidB (001204004 |1 i 30 [0 [19%2 1500 [1500 | 22/0672012 |0 0534 1210 Iu
4a6eT1545 | 7esEl5a  |388des 1 T o 20 [0 (4903 1750 |10 50tz |0 Fi60 i (K (1
EO0E760501 | 7E95032 360291 2 1 ] 20 |0 288 1500 (1500  25/06/2012 (0 E060 1§12 0

o213 7edlasn |GLOTSTSAZM |1 o 20 [0 197 2000 |2000 | 25/06/2002 |0 E050 il iE Iiu
052367513 | 7695095 GLO181s/2M 1 1 [ 20 |0 1967 2000|2000  25/06/2012 |0 E060 1§13 o

~|Tiocesso [7essiee GLoZ046 |4 i 20 [0 [s62 |1800 [1800 | 25/06%2012 |0 E050 i (KN [

T [tiTmew; |7essien  |GLozoss 4 L 20 [0 (492 [1200 [1200 |25/06/2012 [0 E060 i 5

P |116321126 | 7E95159 GLO2053 3 277 6500 1 o 20 |0 605 1800 1800  25/06/2012 (0 E060 1 pi21 0

:|—91 SO0SSEE (7595157 |GLO2054/1 |4 (1019 [6500 |1 - W0 2582012 [0 €050 7 0
Ga4E7zeer | 7enveas  |aesml 4 [\ [wo 1 B 0 |25/06/2012 [0 cossHiP | 1 (593 [0

"~ |330854535 | 7e87838 60158 2 153 3600 1 P 0 | 25/06/2012 |0 EOB3HIP 1 999 1]

" lazreiazze |7e9537 (359918 1 [6 5100 |1 VALLES ALLOWED: 'I'to’20" or ‘935" by o6 /me /2012 [0 5050 2 (39 0

: 35333753 7695483 GLO1ER0A 3 47 |5000 1 0 | 25/06/2012 |0 BOGO 2 _ma ]
707372385 | 7859293 |1-0800 & |47a |aon 1 0 |25/08/2012 |0 GsF | 2 @8 [0

[evoress |7eseiee  [TeoeiaA 1 |13 [Fon |1 0 ez |0 EieHIE | 2 [395 |0
721349472 | 7E95079 121144002 1 55 6500 1 a 20 |0 2340 1500 (1800  25/06/2012 (0 EOGZHIP 2 993 [

~|Forasssis [7ess07s  12izedz |2 (220 [s100 |1 |0 20 [0 [1029 1500 [1500 | 25/06°2012 [0 BosHE | 2 (293 [0

~|dtzorae | Toseoss  [121431A18M (1|80 [eaon |1 [0 20 [0 (1573|3000 |2000 | Z5/06/2012 |0 ieaP | 2 595 |0
E63013864 | 7E91761 202036 1 495 4120 1 o 15 |0 1668 1800 1800  25/06/2012 (0 EDEZHIP 2 |993 o

“[erzer0 |7eszier  |2edmAd 6 (% (300 1 [0 15 [0 (405 [1500 [1500 | 25/06/2012 [0 B0sHIP | 2 (393 [0

_100430153 7E62183 2-5488/+ 4 118 4000 1 o 30 |0 421 1800 1800  25/06/2012 [0 BOEEHIP 2 .935 o
492039961 | 75R8200 (3672 I I I L ] 20 [0 |32 1500 (1500 | 25/0672012 |0 GSHIP | 2 (&8 |0
|51ga75289 |7e%5369  |398l6 T (% (w0 1|0 20 [0 (2028|1500 [1500 | 25/06/2012 |0 0P | 2 (393 [0

7E91478 GLO2009 2 B0 5000 1 a 20 |0 1245 1500 (1500  22/06/2012 |0 BO60 13 1939 ]
760721 |03a3r004 1 (114 |4600 |1 |0 30 [0 1420|1400 [1300 | 22/06°2012 |0 E053 A ERETI
ELLS 00446 T 4% l@nn L 30 [0 (2245|1500 [1500 |Z2/067012 [0 Fiba A EREIG]
37160039 21155 200574 1 11 6120 1 o 30 |0 3509 1500 (1800 22/06/2012 |0 E0E3 A 12 /939 o

T |torsrne 21188 200574 T8 Jasa 1 o 30 [0 (309 [1500 [1500 | 22/06/2012 [0 EO63 A ENE T

T 341936999 [211%8 200574 1 15 4100 1 [} 300 3509 1500|1800 22/06/2012 |0 BOE3 A 13 /999 [

" |imsmEe (7591285 [aMG438A 2 (60 (500 |1 |0 20 [0 |7 [1800 [1800 |22/0602012 |0 0524 12 s |0 |

- I OPERATOR
- NEW ORDER | EDIT DRDER | RETURN COMSOLE | DIE CARD ‘ RECIPE DETA/I\L J

E’ possibile settare fino a 20 ordini in sequenza in ogni momento.

5\
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Raccolta Dati e Report

* CURRENT EXTRUSION REPORT **

} bverage Ram Ave Ram =

Date Shift |Time Creler Number |Die Code Eﬁ;‘ﬁd f:*mzr(”,flﬂje (PurFo)fiIe Temp ?:f;eﬁ: ?;egee": Extr Time (sec)

Lirutmir | (indimin
1 09:51:49 AM |ORDER21  |027157-100 |1 1020 953 12 12 102
1 09:54:22 AM |ORDER21 |027157-100 |2 1020 978 12 12 101

06AME2003 1 09:56:56 AM |ORDER21 |027157-100 |3 1020 977 12 12 101

0EAME2003 1 09:59:30 AM |ORDER21 |027157-100 |4 1020 978 12 12 101

06ME/2008 |1 10:02:03 &AM |ORDER21  |027157-100 |5 1020 977 12 12 102
" |oBre200
i ] AUTOMATION BRESCIAIITALY) ECN EXTRUSIONCONTROL |8
_W Lookup By Date And Die *BILLET REPORT **

OBA1B2000 | ooky0 By Die -
_m Lookup By Order Shift Time Order Number Profile Die Copy Extruded Bil
_m Lookup By Date And Shift
I =R ‘

Lookup By Date
From : To:
Morth (11« 1M«
Day |18 + 18 -
Year |2009 ~ 2009 ~
y I | | |
CLOSE - - - - SELECT
[« | [
#Record: 0
CURRENT DIE CHANGE DOWNTIME
Bz ‘ EXTRUSION REPORT ElEHERRET REPORT REPORT ‘ ‘

Tutti i dati di produzione
(billetta per billetta,
temperature, pressioni
lunghezze, pesi, quantita
etc.) vengono raccolti e
salvati in database. In ogni
momento sara possibile
rintracciare ordini, matrici,
guasti, per successive
revisioni, analisi, statistiche,
manutenzioni.

AN
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Console Operatore

Run To Recipe Monitor
Operating Parameters

Control Monitor

Design semplice ed
intuitivo.

=
Dynanic Speed (% s [0 ]
Step Contol ) O | 5 [0 ]
&) [o7]
1o o
Billet Temp Fiear ['C) 10 lIl
uenchiz)_nfa |5 [1 ]
Mivogeniz) _w/a_|[100 [ 0]

Auto Control A1l |HEEEN

Auta Capture Target Temp ['C) | OM

Ver. 2.0 April 2015
Total Speed Offzet [%)
Billet Temp Front [°C)
Diagnostic

Auto Parameters 1° Billst @
Auto Parameters @
Comunication PC-PLC &

Supporta I'operatore con
dati di processo in real-

Comunication Furnace @
Comunication Press &
Comunication Puller &

Extrusion @&

Profile Temperature ('C) | 540 540 542 | Sl @
Bilet Temp Exit Front (') | 450 | [ 440 451 147 ]
Billet Temp Rear ['T) | 440 [ 390 348 355
Quench Rate [*Clsec) 10 ‘ 10 4 4 O
e ReM Speed mmis) | 5.0 3.5 O
Extruzion RaM Speed (mm.s) 5.0
Butt Length (mm) | 1.5.0 15.0
Bilet Length [l | 400 | | 3
Upset Pressure [psil | 1 [ 1
Call Billet Position (mmil | 200 | | 200
Die Temperatne () | 450 | [450 [ 312 |
Locked status Breakthrough T (sec) | 1.1
UNLOCK Curent Extr T (sec) | 56
Cunent Dead T [sec) 44

Performance Summary

Process Data

Peak Pressure [psil 179 168

Break Through Time (sec) | 0-9 1.74
Contact/Extr time [sec) | 99 76
Dead Time [sec) | 63 45

Total DownTime [sec]

Last Die ChangeTime (sec)

Production Data

Profile Temperature (%) - o
Ave RAM Speed [mm/s] S5 o
Actual Productivity (ka/k) | 885 | [ 0

RA2A Compliance (%]
Ave RAM Speed (%]

CURRENT

ACTUAL E

RUSION REPORT=*

. ’ . .
oo " e | oeaee time, per un’immediata
105, 250 105 Quench Sensor Auto Scan @ .
Order Summary Valutazlone SUIIa
Current Order Next Order .
wn 6666 I conduzione
: 7 , . )
S L Cow: 1P1 dell’estrusione in corso
CONFIRM DIE
CHAMGE
ORDER MAMAGER
T (s ‘ vl ‘ Reftesh Trend

Date |.”me Extr Bil | Profile | Avg Ram |Exlr Break Awg Extr | Peek Press | Billet Temp [Dead  |Down | Offset Step |fose( Dyn |Offset Bil | Offset Speed
nr Temp (°F) |Speed Time (s)| TTime (s} |Press | (psi) F) Time (s) | Time (s)| Speed (%) | Speed (%) |Temp ¢°F) [Tot (%)
[_[o7n0/2015 [08:21:23 10z |s1s 3.8 88 1.2 138 167 443 43 0 0 0
[ |07M0/2015 [08:33:35 103|515 33 38 1.1 138 184 474 44 0 0 [ [ 0
[ |07M0/2015 [08:36:26 104|515 36 91 1 140 172 474 82 19 0 0 0 0
» l07i10/2015 [08:40:51 105|515 35 94 08 143 179 447 63 1o o 0 0 0 hd
07/10/,2015 08:42

Quando il codice matrice e disponibile ECN cambia la matrice/ordine

automaticamente.

PN\
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GOTO NEW ORDER

*+ DOWN TIME P7 *+*

ATTENTION !!
LAST BILLET

oK

Table Full
Mushraorm

Miscellaneous Production
Planned Stop

Log mag. saw and pliers
Press

Pullers, and Hot Saw, run out

D

Down Time

*+ DOWN TIME P7 *+*

PLEASE SELECT ONE CODE

|Press

COMMENT|

COMFIR

Automaticamente
il popup per il
Down Time

traccia la ragione
e i commenti
relativi all’'evento
per la funzione di
report.

SOA
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Analizzatore delle Migliori Estrusioni

Best Extrusions
DIE/PROFILE: 1000769/1
Dat ExtrBill [AveRam  |FRecovery |MasProf |OfsStep |OfsDyn |Ofs Bl |Quench|Die Templ Billt Frod Ooerat
ae Mr Speed indmin| ate Temp°F  |Speed® |Speed® |Temp°F |Rate |°F Temp*F |lbath petaln
p 110452015 19 ] R43 ] ] 15 3 420 454 1080 |B
1109205 |5 b RER ] ] 15 3 420 460 1581 |R
120202008 |20 ] RE0 ] ] 15 3 420 460 1051 |B
11A5Z006 |36 9 Rd6 ] ] 15 3 420 460 2908 |0

Per ogni matrice ECN
fornisce «le 5 migliori
Estrusioni».

Confronta il miglior
Tempo d Estrusione e
la percentuale di
Recupero, seleziona
tutti i parametri usati
(ricette) e li salva del
database.

The «5 best».

209
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Altre Funzioni

S.A.1. AUTOMATION - BRESCIA (ITALY) - ECN EXTRUSION CONTROL - DIE OVEN

DIE OVEN
Lz J[zz ||[zz J|[ 2¢ |[ z5 ||[ z6 |[ z= ||[ z8& |[ z9 |
(R ] | [virzen ] (o |0 ][0 ]| ]/ ]| o ][ 0 ] Forno Matrici.

SOAK TIME SOAK TIME SOAK TIME SO&K TIME SOAK TIME SO&K TIME SOAK TIME SO&K TIME SOAK TIME
‘DA1244‘|D23327|‘DU595£‘ H 0 H 0 || 0 ‘

o
o
o

ECN registra i dati del processo di
preriscaldo e ne tiene traccia in

4 Q archivio. A tempo e temperatura

P raggiunta segnala la matrice pronta.
ABX319/1 b 1 ©2 3 €4 5 €6 CF7 8B 39

Select Oven

DIE INFO

DIE INFO' | DE INFO ‘ | ‘ | ‘ | ‘

12 €3 4 C5 6 C7 €8 9

DOWNTIME CHANGE DIE REASON =
Description Code | » [Ran K L
p |Cancelled Run CR o Pick up
Log Conveyor (in DM wWall Thickness Variation
Log Oven Doz gvality . . .
Log Shear D03 il Registrazione e
Scarp Elevator D04 2HELRESS d
Speed Cracks H H
Loader Arms D5 oo Granges traccia dei Down
Die Slide (Incl D06 Tooling Clearance Ti me e mOtIVI
Container Do? Peg Broken )
Lirit Switch D8 & Foreign Body i Bilet del Cambio
Flatness .
plaless - Matrice
EXIT
i CONFIRM

—— L M
Y

Societa Automazione Industriale



ECN - Stacker

S.AL AUTOMATION (BS) ITALY Tel . +39/030 2120844 *RUNNING ORDER= T e T —
LotNr: 800323550 Total Extruded Bars (Lot) : 375
Order Nr Die Code Customer Extiuded | BarsNr |BarsLen|[TolLen| Tol [TolGty [ Tol [Treat| Single | EndDate | EndTime [ActualProf
Bars Nr Ord Ord + |Len-| + | Oty- illet Weight ar/m
’Il 7818975 I114595,’001 I 0 | 375 | 889 I 3000 I 7, I 0 I 10 | 10 [rs | False 306
Note Order Qualty Instructions
Bk Scrap FrScrap Tol | Tol [TolGty[ Tol 0
Len+ | Len- | + | Q-
1500 1500 7 0 10 | 10
Basket Scrap
| Bars Length | Bars N I Eomplele|WeightKg| Basket Nr
BasNr  Code Bars N Code
> | 3ooo| 55| Y 51.41 5201309261117 Print Label 23
4 0
*| | | Print Label (=]
I
Total Bars: 56 Total Weight: 51.41
ORDER LIST ORDER SHEET I DIE DR&W

|

ECN provides “traceability” of
every single order or
production lot. Every time is
possible to know the order
status.

Using the scraps information
the system calculate the net
production and it becomes a
tool for analysis and statistics.
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ECN - Stacker

[A] StackLbl 3 - ! - ﬂ]&]‘
MO No: 7818975 Date In: 01/01/1900 Date Out: 05/09/2012
DO No: 1701925 ltem No: UP2701601001
CO No: 3212233 10 Wit: Pcs:
Length: 3000
Stillage: 5201309261117 Tensile Test Type: .
Die No: 114598/001 Next Dept: AGE5,PK5 Th € SySte m ge ne rates an d un Iq ue
End Finish: 0
e ool WG code for each basket to follow
customer: (I .
SR the order to the packing area

with all information for the
packing station. This information
comes directly from the order

_ e | T (management)

Packing Comment:

209
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ECN - Stacker

..... —— Summary of the main
Dete [03/09/2012 Bars N Ord [809 TolLen+ [7 information referred to the
Order Nr 7818975 | ez en e O Totken- order running.

Treatment [T6 QtyKg (825 TolQty+ (10
Shipping [0 Tol Qty-{10
Test [ Alloy |6063HI

P

If available the die drawing is
also shown.

Comments |

CLOSE

SO
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ECN - Packing

S.A.L. AUTOMATION (BS) ITALY Tel.0039 030 2120944 **ORDER IN PROGRESS *

ORDER : 0001002860 LOT Nr: 9790 | 17:34:09] 11419409

Order Die Code Customer Treatment Bars in Finished Quantity Extr Date Packing Code

Type Furnace [nr) | length (cm) | Ordered

[nr)
>| 0001002860 A029C 17 T5 510 6500 500 28/01/2004 IN

Order Note: [256 CHARS

ITEMS I SCRAPS /NOT IN COMPLIANCE |

| Item (nr) | Packed |Finished length | Packing Type | Item Weight (kg) | Packing Date | Packing Time Operator Actual
Bars [nr) [cm) ‘Weight (kg)
10541 45 6500/ IN ;] 275 || o1/2804 14.50.08 | Stefano ;l 280 |
10928 45 6500/ PE | 250 || Do1/30/04 16:53:39 | Stefano | 255 |
10929/ 40 B500|CR | 220 | o1/30m4 16:54:25 | Stefano | 225 |
- | | El | El I
‘!ﬁ’ Crder Code :

[ | | 0001002860

SCRAPS /NOT IN COMPLIANCE

The final quality controls are
performed and a label is
printed out containing all the
data required for the customer
and to ensure product
traceability.

Profie

Length : 6,500 Packing Date :
Alloy : 6060 01/301/04 Defect Code 3: -]
Treat Code: T3 ltem Nr 10928 COMPLETED CIYES (3/NO
BARSNR : 45

Operator  Stefano

NETWEIGHT: 255.0 | |snn

SCRAPS
AD29C
Packing Secraped Bars 1 (i) : Scraped Bars 2 (]
PELLICOLA Defect Code 1 -]

LOT IN
COMPLIAMCE (*IYES (IND Scraped Bars 3 ri) : Sciaped Bars 4[]
Defect Code 4 o |

’;_

I

256 CHARS N ConPUAHCE NOTE B

A

AN
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ECN - Die Shop

S.A.L AUTOMATION (BS) ITALY Tel. 0039 030 2120944 - PDM SYSTEM *E.C.N.* DIE SE

Die Code | Mumber ‘ Press Statuz ‘ Mr of Mitriding F.g fter Total kg ‘ :I
Mitriding J
AdD4AC oo 1 DIs 2 i 7132

A005C ] 1 ATN 2 =]

| |
(o [ [ ® [ 7z [ o |
I I N R N .
ADDEC [0 [ 7 [0 [ o [ @& [ @ The user Mmay Inquire on any die on
@ [ 1 o [ ° T 7 |
[ [ 1 o [ © T 7 |
] I

— i i demand.

ADDBC
ADDAC | onn

0oo 1]

DIS | 1

S.A.L AUTOMATION (BS) ITALY Tel.0039 030 2120944 - PDM SYSTEM *E.C.N.* DIE SHOP TERMINAL - DIE LIFE

— | allay : Iﬁl:lﬁl:l Custorner Ref |D

- Dig |Al]64|: Thermal Treat :|15 Custamer Code ;Ima =] kco.mE.T1. SRL
MNumber : I Press : (1
Type : IF‘ORTHOLE Profile ; [0

Week of Revision :[0

Feeder : [0 Insert : |AEIE|4 Anodizing Perimeter. :| 0 Theorical Weight : |392

I Bolster : IEI:I H-10 Lacquering Perimeter :I 0 Theor Weigh Tol :I—D%
Sub Bolster : I Holes : |4 Diameter [0

Tickness : |0

Supplier : |1 | Crder Nr ;[0 1 1
o ———— W o updated fields Data referred to the “Die Life”

Tel: Price ; .
MNurnber of Tests :I—D Delivery Date IW Out of service Motlve:|tl ;I a re a Uto m atlca I Iy u pd ated afte r

— Corrector :I 0 Availability Code @ |DIS - Approval Date II]4,r 19/02 h M
ﬂ— Stare Position W Availability ; |Awailable To Mitriding Date : IDQ,’IJWEIS e a C eXt r u S I 0 n °

1=t Mitriding after kg :I [a] Capacity Kg After Nitriding : | -38255 Total Extruded EBillets : 1851

2nd Mitriding after Kg ;I 5000 kg of Product After Nitriding : | 43255 Last Extrusion kg : 6027
W of Mitriding : a Total kg gross production : (133424 Last Extr Date :|06/02/2004

Total kg dean Productioni : | 9136 Last Test Date : |

Extrusion Mote :| |
Dies Area Mote : |

CLOSE | ORDERS SLIMMAFEY| WIEW DIE MUMBER SEND TO NITRIDING PROFILE IMAGE

L\\
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ECN - Die Shop - Reports

Standard reports available:

e Correction Planning

e Dies Sent to Nitriding

e Wait for to Nitriding Dies
e Dies Ready for Nitruration
e Die List for Customer

e Repaired Die List

e Dies Out of Service List
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