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0 KOMIMAHUN

Komnanwusa S.A.l. Srl 6bina ocHoBaHa B 1994

rogy A5 TeXHUYecKov NoaLepXKKu

npennpuatus NEWPRO, cneunanusupytoulerocs B

obnactv aBTOMaTU3aLMK 060pyA0BaHNS AN IKCTPY3UN
anioMUHKeBbIX Npodunei, yupexaeHHoro B 1981 r. AroctuHo
Cana (Agostino Sala). Onnpasck Ha bonee yem 35-neTHW
onbIT, S.A.l.srl cozgaeT Ype3BblHaitHO adPeKTUBHbIE U
HafleXHble CUCTEMbI yripaBieHus U NporpamMMUpoBaHus,
nporpamMmHoe obecnedveHne 1 KOMMEKCHbIE PeLLEeHNS o
aBTOMAaTU3aLMV B aNIOMUHWEBOW MPOMBbILLNEHHOCTU.

MUCCUA .ssion

Komnanus S.A.lL Srl - HagexHbIVi napTHep

B 0bnacTv aBTOMaTM3aLuK

0bopynoBaHUs 41 SKCTPY3WU alOMUHNUS 1 ANS
ynpasfieHne Npov3BoACTBOLCTBEHHBIM NPOLLECCOM.
Onupasch Ha MHOTONETHUIA OMbIT, OHa CTPeMUTCS
NpeAoCTaBUTbL CaMOe MHHOBALMOHHOE U 3dPeKTUBHOE
nporpaMMHoe obecnederue v MHGOPMaLVOHHO-
KOHCYNbTaTWBHbIE YCAYTUW, HanpaBaeHHbIe Ha OCTUXEHNME
BbICOKWMX CTaHapTOB Ka4yeCTBa C 0CObbIM BHUMaHUEM
Ha KOHKPETHbIe XapaKTepUCTUKM KaX A0 YCTaHOBKMN.
Halwa yBne4eHHOCTb NOVCKOM MHAMBUAYabHbIX

VI TEXHONOrMYeCky NepeoBbIX pelLleHu

B 001aCTW 3KCTPY3UK aftoMVHMEBLIX Npodwel faeT
HaM BO3MOXHOCTb paboTaTb N0 BCEMY MUPY.

MbI npunaraeM MakCUMyM yCUNNUIi B CBOEM
AesTeNbHOCTY, MOAXOAUM CO BCeli Cepbe3HOCTbIO,
nocnefoBaTeNbHOCTBIO M MPOGECCUOHANMZMOM.

COMPANY PROFILE

S.A.l srlwas established in 1994 to sustain the
developments of NEWPRO, a company founded by Agostino
Sala in 1981 which specialized in automation of aluminium
extrusion plants. With more than 35 years of experience to
rely upon, S.A.l. srl continues the legacy of providing highly
capable and reliable controls, programming, software and
complete automation solutions for the aluminium industry.

S.A.l srlis a reliable partner for the automation of
aluminium extrusion plants and production management.
Having consolidated its experience over time, it has the
goal of providing software services and consulting and
installation services that are increasingly innovative

and performance driven aimed at achieving high quality
standards with attention to the specific needs of each plant.
The passion dedicated in finding customized and
technologically advanced solutions in the field of aluminium
extrusion has produced successes throughout the world.
Choosing S.A.1., you can expect to receive only

the best of our capabilities with seriousness,

consistency and professionalism.

K/TOYEBbIE PAKTOPbI AKCTPY3NOHHOIO NPOLLECCA
KEY ELEMENTS OF THE EXTRUSION PROCESS

Il Bpewmd akcTpysun,
BbIXOJ, FOJHOTO
F 1 Time,

15%

BpeMms aKCTpy3un, 0TXofb
npoussoacTsa (B T.4. bpak)

Bpems npocTos

Down Time

Bpems ycTaHoBKM
Setup Time

10%

MepTBoe Bpems
Dead Time

65%

e VIHHOBaUMOHHOE ynpaBieHne NNaHMpoBaHeM NPOU3BOACTBA
opraHu3aumns KOHTPONs KayecTsa U NNaHOBOW Npubbinn
KOMMIeKCHas onTUMK3aL s npouecca aKCTpy3un ¢
MCNOoMb30BaHWEM CUCTeM MHGOPMaLMOHHbIX TexHonoruii (IT)
Improving production planning, quality control and other
enterprise profitability objectives by integrating optimization of
Extrusion process systems to Information Technology [IT] systems

e ynpaBJeHWe TeMnepaTypaMu NpOLLeCCOoB
e Managing Process Temperatures is critical to improve key areas of
the extrusion process

e SAl System onTuMM3MpyeT NPOV3BOACTBO,
KOHTPONMPYA TeMMnepaTypbl Ha BCeX ero atanax Ans
BOCTUXEHUS HAanyYLlWero KayecTsa NpoayKLmy

M yBEANYEHNS NPOU3BOANTENBHOCTY.

e SAl System merges Production Planning and
Closed Loop Temperature Control for Breakthrough
results in Quality and Productivity




ECN

YHpaBneHme MPON3BOACTBEHHbIMW OAHHBIMW
0T NoJly4eHnd 3aKa3a L0 OTIrpy3KKn

Production Data Managing
from orders to shipping

WHTEMPALIUA C ERP CUCTEMOM wresrationwirhere

WuTerpaums ¢ ERP cuctemoii [crctema ynpasneHns
pecypcamv NpeanpusTia) B peanbHoM BpeMeHu Ans
oBMeHa NpoM3BOACTBEHHOM MHBOPMaLIMEN

IES & IES PLUS

M30TepMuyeckas akcTpy3uns

OXNAXOEHUE MATPULUbI oiecoouins

Oxna>K;|,eH|/|e MaTpuLbl XNOKNM a30TOM

KU H T P D n b SUPERVISOR

Bm3yaanoe 0T06pa>t<eHv1e nynpaBJjieHMe COCTOAHNEM
o6opy,uosaHv1q O1A TEXHNHYECKOTro O6CJ'Iy>Kl/IBaHl/I9|

Integration in real time with ERP systems
for production information sharing

Isothermal Extrusion

Die cooling with liquid nitrogen

Visualization and managing of plant status
for maintenance

NMPOrPAMMHOE OBECIMEYEHME sorrware

ABTOMATUYECKOE YNPABNMEHWUE UINKNAMU NMPECCOBAHUA

ABTOMaTUYeCKas 1 CUHXPOHM3NpPOBaHHAdA pa60Ta yCTaHOBOK [I'Ie‘-lb

AUTOMATIC MANAGE OF PRESS CYCLES

Automatic and synchronized functionning of plant

Harpesa cTon160B, Mpecc, CToN oxaaxaeHns, BbisogHoe obopynosanue] machinery (billet furnace, press, handling)

M30CKOPCTHAA PEIMYJIMPOBKA isoseeen

[TocTosHHad CKOPOCTb 3KCTPY3NWM Ha NPOTAXEHNN BCEro

npoLecca npeccoBaHms KOHKpeTHOro npoduns

CKAHEP SCANNER

OTtcnexuBaHune CeHCOpOM 1 aBTOMaTM4eCKOe CKaHpoBaHne
I'IpOd)VIJ'Iﬂ ongaonpegeneHnad Hamnyqu_leﬁ TOYKWN CHUTbIBAHWNA

Constant speed during extrusion process

NMNKe.c

Automatic scan for correct profile reading

CKOPOCTb OXNAXAOEHUA NMPUN 3AKAJIKE quenchrate

PacueT MHOeKCa oxjiaXaeHnqd I'IpOCI)l/IJ'Iﬂ C
MOMOLBbIO AAaHHbIX, MOJTyHeHHbIX CEHCOPOM

Automatic calculation of quench rate

with automatic sensor position

OATYHUK OTOENNEHUA NMPECC-0CTATKA sutr-eno raLL peTECTOR

,D,aT‘-WIK KOHTPOA OTAEIeHMA NPpeCcC-0CTaTkKa 0T HOXHUL, I'Opﬂ‘-IEVI peskun

Detection of butt-end fall at shear

NMPON3BOACTBO rroouction

MPEONMPOAOAXA reresaces

KoHcynbTaumm

M3roToBneHne No MHAMBUAYNbHbIM TpeboBaHVaM 3aka3yunka

OkynaemocTb
[Mepesog

Consulting
Customization
Payback
Translation

MOCNEMNPOAOAXHOE OBCITY >XWUBAHME artersaLes

Oby4eHne onepaTopoB
TpeHHuHr

BecnnaTHoe obcnyxuvBaHune
YnaneHHoe nogkntyeHue

Operator training
Tutoring

Free assistance
Remote connection

yc .rl y r M SERVICES




ECN
ECN CUCTEMA

NMEPEOOBAA CUCTEMA YINPABJNEHUA NPOMN3BOACTBOM
ADVANCED SYSTEM FOR PRODUCTION MANAGEMENT

ECN cucTema bbina co3pfaHa Ans ya0BAETBOPEHNS
pacTyulel noTpebHoCTV NpeBpaTUTb NpoLecc
npon3BoAcTBa B bonee npocTol 1 nnasHeli. Llndbposoe
yrnpasJsieHve NpoM3BOACTBEHHBIMU AaHHbIMUY, MapMeTpaMu
npou3BoACcTBa, 3akazamu. bnarogaps uvdbposmsaumu

Aluminium extrusion is a complex process, ECN
increases ease of operation and fluidity of the
production process. Digital management of the
production data, orders, extrusion parameters and
signals from the plant help dramatically reduce the

NpPOM3BOLCTBA , CTAN0 BO3MOXHbBIM CHUXaeT
ypOBeHb 4enoBeyecknx oWnboK 1 oNnTUMU3NpoBaThb
paboyyto Harpy3ky. HenocpeacTBEHHbIM CNeACTBMEM
3TOr0 CTas MOCTOHHbLIN KOHTPOSb MPOV3BOACTBA,
aHann3 Kka4ecTBa 1 onpegeneHne nyywmux npoueayp
L5 coKpalleHns Npon3BoACTBEHHbIX NoTepb. ECN
cucTeMa MofynbHas v rmbkas, npefHa3HaveHa Ang
MPOM3BOACTBEHHbIX PELUEeHNI, afanTUPOBaHHbIX

K KaXk[,oMy 0TeNlbHOMY NpeAnpuaTHio cnocobHa
B3aUMOLEeNCTBOBaTh C KOPNOPATHUBHLIMU CUCTEMAMMY
ERP [cucTeMbl ynpasneHns pecypcaMu npeanpustuii).

possibility of human error and optimize the work
schedule. Constant monitoring of production allows a
detailed analysis: this is a great tool in developing best
working procedures and to reducing production time.
ECN is totally flexible and can be tailored to customer
requirements, with bespoke solutions for each individual
plant. ECN interfaces with existing ERP systems.

NMIAHWPOBAHUWUE N OBPABOTKA 3AKA30B
SCHEDULE AND MANAGE ORDERS
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in every moment.




HABOPbl KOMAHLO - NAPAMETPbI
RECIPES - PARAMETERS

me[ 17276011 woroen:| 23943064 NEXI DIE [TporpaMmMHoe obecneyerune
Temperature Process Parameter Fumace Parometers Order Porameters EC N mn p eccanon y yaeT
Taugei Proin B Temp | 550 C Staer Ok Temp, St o[ 460 T [ Frodaction Q[ 210 |1 |/|Hc|)opMaL|,I/HO M3
Mirimums Profie B Temp | 520 ¢ Firithed Length | §425 |mm

flun Ot Length | 26500 |om
Mumberof Bilets| 25 |

Slate Bl Leogh| 40 mem
Bl Terp EstFront] 380 ¢

peNALMOHHON Ba3bl AaHHbIX.
OHo ynpaBAasieT npoLeccom

Dymenic Speed Oltistlind | 5 %

SrepSpeedOllsetliva | 9 %

Frond ol Blet Diiset Limik | 15 T Stater Bl Lergh 542 |mm
Y —— BletLengh) 542 o | aKcTpy3uun, obecneynsas
. ’T . Tyoe 01 G |'|\‘| S8l/Fiying Laat Bded Lergth| 542 Imm o
Mr-»mnumm-»nl 2 oL Cotesind Baw Pkt [SEETIG] o Bulllength|_ 45 |y | CBS3b 1 0O6MeH nHbopMaL et
Ave Nam Speed | 10,0 mm's . - :
Pubs Tenson [ 10 &0 Mrdes Comments
o T ) MeX Ay pa3nnyHbIiMK baokamu
| 1300 F-.--lluj-:-u 1 Fararmainr :;:‘c::m T. ENTIRE BILLET yCTaHOBKM [I‘IeHb, I'IpeCC,
[0 rer[38 | Sub Dolses [10 - :
setsaweght | 623w sea [ | PAOGLICT CALCULATOR | BbIXogHOe O60pyﬂ,OBaH|/|e,
Spaciiatweight | 630 gim R MaHWUMyNAToPbI U T.N.),
e Tt ol i venonb3ys Habopel koMaHa,
rdd h‘*rc ; BTJTV-, 0 Heazon Locked i
Sokd b (1] Desciton P 7 | [mock =l AsToMaTuyeckoe
i e M ;ﬁs'“wm obHoBNEHME
Py ABToMaTu4eckas HacTpoiika

MalWlnH C TeXHONOorm4yecCkKnmmy
napaMeTpammn KoMaHm.

COOTBETCTBME HABOPAM KOMAHLA
RUN TO RECEIPE

ECN Press software
acquires information from
a relational database. It
manages the extrusion
process, enabling
communication among
individual pieces of
equipment (Furnace, Press,
Handling] using the recipes.

Autoupdate

Plant machinery sets
with recipe parameters
in automatic.

T To Facipe Mo
Opnenting Paramete

OyHKLWS NpoBepKy,
4yTobbI TEKYLWME
napameTpbl HaXo4MANCh
B Npefenax [omnyckos,
yKa3aHHbIX B Habopax
KOMaHZ, 1 BbIAeNsnoch
HEeCooTBETCTBYE.

Feature checking that
the current parameters
are within the tolerances
specified in the recipes
and highlight the oul
non-compliance. -

Ao Conteol A8 [ 0N
Rt Caphuos Target Tewor (T [N

S TTTS I
10//100

Ordar Summary
Corent Die/ider  Hest Din/osdios

o-13794/610 [
Al Cen: 205

NATb NYYLWNX 3KCTPY 3UN
BEST EXTRUSION ANALYZER

baza OaHHbIX TaK>Ke
NCNONb3yeTCsd B CUTYyaLNdX,
Korga ontMasbHoOe

o [ TEST001-001 |

bve Jomn [ere o e [Onse okt oum o e o o o] pellieHMe MO NpoLieccy
1216 a0 1000 10 10 40 & A00 as0 2154 |WF aKCpr3|/||/| HpMHMMaeTCg
158 9% 930 1] 0 a0 5 850 2375 |HF
ICLA N . e S OMbITHBIM OMEPATOPOM:
7 % T i 8 w0 984 |LT B 3TOM Cilydae Hoy-xay
168 2 im0 ) 5 (B0 (B0 245 (G5

onepatopa pukcmpyeTcs
B cucTeMe ba3bl 4aHHbIX
M UCNONb3yeTCsH MeHee
OMbITHLIMK OMepaTopamu
nna obecneyeHus
PaBHOMEPHOr0 BbICOKOT0
KayecTBa NpoayKUMnH.

14| | Y

[CTETE TR TS

The data base system is used
also in situations in which
the extrusion process is
optimized by an experienced
operator.

The know-how of the

expert operator is captured
into the database system
and used by the not-so
experienced operators

to ensure uniformly

high product quality.




ONnTUMU3AUNA ONTNHBI SATOTOBKWU U 0OTX0A08B
PYHKUNA PACHETA NMPOAOYKTA

OPTIMIZING LENGTH AND SCRAP PRODUCT CALCULATOR

[MoBbileHMe NPON3BOAUTENBHOCTY

W COKpaLLieHe 0TX00B:
MUHWUMU3NPYET OTXOAbI, 0bpa3yemble
CBapHbIMM WBaMK NpeAoTBpaLLaeT
SedopMaumio npodunsa v genaet
ONTUManbHOW ANHY 3aroTOBKM!.

Increase productivity and reduce
scrap: minimize weld scrap,
backend profile defects, and
optimize billet length to avoid
extruding partial sections.

Diefault Recipe Parameters

piE- | DIE_TEST-008
gl

Haoles 1 '
Billet Diameter 203 o
Production Oty GF
Finished Length 0l
Saw Scrap | ao0 mrm

Stretcher Scrap aod mm
Butt Length 20 mm
Pushes/Cuts Per billet '1— nr
Billzts Per Cut 1 rr
Mumber Finished Cuts [stacker] 9 rr
Actual Prof Weight 1095 ar/m

Calculated Production Parameters

Billet Length hve
Runout Length 42100
Mumber OfBilets | 11T [ nr

Calculated Saw Pozition 5300 |m
Recovery 7377 | %
Adjust for First And Last Billet Lengths
Target Starter Billet Length 650 mm
Actual Starter Billet Length 572 mm
Target Last Billet Length 50 mm

572

Actual Last Billet Length

N- ORDER:| ORDER_111

MNurnber OF Holes [n Die

Diameter OF Billet

Number DFf Finished Pieces for Production

Cut Length of Finished Piece

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

Mumber Of Pushes/Cuts Per Billet per Fun Out Length
Mumber OF Billets Per Cut Per Run Out Length

Mumber Of Cuts/Pieces At The Finish Saw Per Bun Out Length
Actual Weight per Foot of the Profile

Total Length DF Billet

Total Profile Length Per Billet
Mumber OF Billet To Complete Order
Calculated 5aw Position

Calculated Theoretical Recovery

Length OF Starter Billet In Recipe
Length Of Starter Billet For Production
Length OFf Last Billet In Recipe
Length OF Last Billet Far Production

Cb0P OAHHbBIX W OTYETHOCTb
DATA COLLECTION & REPORT

= CLURRENT EXTRUSION REPORT = = Bonee 20 ECN CO“eCtS more
e Weekdt (st |Tne Pt bieConr | |ty |erm i) E;{jc} ;Ecgl?‘;:"rxf Ef NPOM3BOACTBEHHbIX than 20 production
EEEID 13 0 101226 | TESTO0I [ITRE 560 400 53 520 5 OaHHbIX data [b/'[[et_by_
A B L T - O B NN L N (xapakTepucTukm billet detail, billet
S pmw e e m @ m o S|KBKAOH3A0TOSM, gemperatures, shear
032510 13 0 T1:2501 TESTO0! 0T |15 560 400 538 510 i Temnepartypa Zengths, gross and
e | T T
L N O 5 T N A (T T AT 1) 10 Kaxaofi each extruded billet.
_Eggﬂg _11“” nm 11615 TESTO0! oor |1 560 400 540 510 i 3KCprﬂ,VIpOBaHHOVI Thoge are store
:%Z e — T _ 3aroToBke in SQL database,
e | o e o ﬁw ol o ek Lo e coxpaHsioTcs B baze allowing you to
e fanHbix SQL. track the complete
e B noboe Bpema production pro;ess
e To: MOXHO bygeT for internal review
woren [ =] [m =] 0TCNeAuTb 3aKas3bl, and statistics.
::’j_J,n_'_' ’j_-|,n_'_| MaTpuLbl, cbon
[ mzon] [ sz Ana nocnenyrouwmnx
_ NpoBepoK, aHanm3a,
e B CTaTUCTUKK,
Rl ezieil e i obcyxusaHms.
el | o]
[ mera o o]
S

CUBRENT EXTRUSION
REPORT

LLOsE




KOHCOJ1b OMNEPATOPA
OPERATOR CONSOLE

Curent Job - Lot W B976521 90
Die / Prosle
GLO2000

Plan Allcry
6060

Fleal —5.Ilu~i'

Orcier
8192601

Extrusion Pammeters
Biet Langt [
Billet Temperahre
Frotle Lengt
Estrusion Speed

Bus Length

Fising fme in exdrrsion

Casting

Orcler Porormeters

Maxt Job

Shift
1 [T}

¥ [E1950
16
(k]
(HE=3E]

Supplier

MpocToi 1
| B8 Lo o | Sy | W el
w7 WUHTYUTUBHO
.XH -I 1] o o
W MOHATHbIV AN33aUH.

MNo3Bonger onepaTto

CONFRM DIE VERSION
CHANGE

| DIEAIRDER CHANGE IN AUTO MODE

nosly4aTb AaHHble

Estrusion Cata

Sutwied = ot sy PeanbHoro BpeMenm
uenber O Cuts Ar Exusion Tme | 49| Oona HemMenoneHHou
Front Scrs i DesdTene | 13 |5 o
g i OLleHKM Xof1a TeKyLL el
e Lengh - Prod e Order [ 253 | SKCTPY3UM.
Sew Fosdion ’H]-n LostTimeFour | O |8
Barz | 3¢ s Jn' Lost Tima Frass 15} :‘
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ECN cuctema pernctpupyet
JaHHble npoLecca
npeABapuTeNbHOTO Harpesa.
Kak Tonbko 3afaHHoe BpeMs
v HeobxonyMas TemMnepaTypa
DOCTUMHYTbI, NOJAEeTCH
CWTHa”N 0 roTOBHOCTU
MaTpuubl. Ctatyc
oToDpakaeTcs Ha CTpaHuLe
«[1naHnpoBaHue 3akaza».
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ECN records all preheating
process data. When time and
temperature are reached
ECN advises that die is ready.
Die status is visualized on
Order Planning page.
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OFDER MaNAGER

byHkUMIO,
e ECN cuctema
i aBTOMaTU4eCcKy
R M3MeHseT Nops oK
: npeccoBaHus

WAW MaTpuLy

The screen

Is designed

to be simple

and intuitive. It
provides the press
operators with
live process data
to evaluate quickly
the situation.

Py

Automatic die
change.

When the flag

Is checked ECN
changes order/
die automatically.
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CTAHLUMMW srarions

LUTABENMEYKNAOYUK

STACKER

ECN cucTema obecneumnsaet
NPOCIEXMBAEMOCTb KaX10ro
OTLENBbHOr0 3aKa3a Uan napTum
npoaykumn. Becerna MoxHo
y3HaTb cTaTyC 3aKka3a.
Mcnonb3ysa nHdopmaymio

0b oTxofax, cuctema
PacCYUTLIBAET BbIXOL MOAHOMO
npoduns, 4To CTaHOBUTCS
LLeHHbIM Noka3aTenem ans
aHanM3a 1 CTaTUCTUKM.

B LUTABENNEYKJTAQYMKE ECN
cucTeMa co3aaeT YHUKaNbHbIN
KOA 47151 KaX L0 KOP3WHBbI CO
BCen uHdopmaLveln ansa yyacTka
ynakoBku. 31a nHbopmaLms
NoCTynaeT HeMoCPeaCTBEHHO
13 3aka3a [MeHeLXMeHT).

YNAKOBKA
PACKING

BbinonHaeTcd okoHYaTeNbHan

npoBepkKa Ka4ecTBa M nevataercsd
3aBOACKadA Tabnnuka, cofepxallada Bce
HeO6XO,EI,l/leIe 014 3aKa34MKa faHHble,
a Takxe VIHCI)OpMaLI,I/Iﬂ ond obecneyeHus

npocnexnBaeMoCcTn NpoayKLunn.

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.

AHOOWPOBAHMUE

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 calculates the net
production and it becomes a
tool for analysis and statistics.
ECN at STACKER generates
and unique code for each
basket to follow the order

to the packing area with all
information for the packing
station. This information
comes directly from the
order [management).
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OTcnexwvBaHuWe 3aKkasa B
npoLecce aHoMPOBaHNS UK
OKpacKw ¢ 0CobbIM BHUMaHVEM
Ha TN obpaboTku.

Order monitoring in anodizing or
painting processes with particular
attention to the type of treatment.




OTAEJ/1 KOPPEKTUPOBKMWM o shor

Mpv odopMNeHnmM 3akasa Ba>kKHO 3HaTb 0 HAMYKUK
maTtpuL,. [laHHble, 0THOCSLLMECS K CPOKY CY>KObI
MaTpuLibl, Tak1e Kak CHATbIA Bec [MeTpax), obuiee
KONMYeCcTBO a30TUPOBAHWIA, COCTOSIHME MOSICKOB U T. .,
nepegatotcs B 0bLyio 6a3y AaHHbIX M aBTOMaTUYECKM
0DHOBAAOTCS NOCEe KaX 40V BblAABAEHHO! 3aroTOBKM.
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When production planning, it is important to know
the die availability. The data referring to the die
life, such as the kg missing at the next nitriding,
the status etc .. are shared into general database
automatically updated after each billet extruded.
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MEHEOXXMEHT wmanacement

Mopynb «MeHeKMeHT» NpefjHa3HaveH as

ynpaBAeHus NPoOVN3BOLACTBEHHbIM MNaHWPOBaHVEM

OJ151 BCEX MMEIOLLIMXCS MPEeCcCoB.

CtpaHuubl «ExenHeBHbIA rpaduk 3akazos»/«naHnposaHue
npoussoAcTBa» v «[lpocnexmnBaeMocTb 3aka3oB»

ABASIOTCSH NONE3HBIMU UHCTPYMEHTaMM AN MPOBEPKMY,
aHanm3a v NNaH1poBaHNs NPOV3BOACTBA BCEMO 3aBOJa.
3akasbl MOTyT BBOAWTLCS BRYHHYIO MAK NOCTYNaTh

3 uMmetoulericst ERP crcTtemsl (cuctema ynpasneHus
pecypcamu npefnpusatis) 8 besonacHom 1

NOCTORHHOM NOTOKe MHbOPMaLLMK.

Bce naHHble xpaHaTcs B COOTBeTCTBYIOLL el ba3e v NnepepatoTcs
Ha npefnpusThe. 34ech Bbl Tak>Xe HaWAeTe MOHUTOPUHT
TeKyLLel 3arpysku npecca v 1 nnaH 3arpy3ku obopynoBaHus

Dy Lenasuie

PRESS #1 [Evins

2 Pty Saw 3 Agenglenea 4 heang

The Management module has been designed to manage
the production planning for all existing presses.

Pages Daily Order Schedule / Production Planning and
Order Traceability, are useful for controlling, analyzing
and scheduling the production of the entire plant.
Orders can be manually introduced at this

station as well coming from existent ERP in

a safe and constant flux of information.

All data are stored into the database and

shared with the plant. Here is Press capacity

in real time, Re-run planning as well.
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NMPUBOPHASA NMAHED ossisonro

M3yueHne nHbopmMaumm B base faHHbIX U fanbHenwee nx The study of data in the database and the powerful
NpVYMEeHeHVe Npu noMoLLKM pa3paboTaHHbIX, NOAHOCTbHIO functions developed are fully automated and allow
aBTOMATU3MPOBAHbIX, BbICOKOIPPEKTUBHBIX PYHKLNN manufacturers to use company data to improve all

nporpaMmbl N03BONFHOT 3aKa3yuKy MCMOAb30BaTb
Noy4eHHble AaHHble KOMNAaHUM A8 yAyYLIeHNs BCex
acnexToB Npoun3BoAcTBa. Hanpumep: nnaHnpoBats
TexHuyeckoe obcnyxmBaHue, 0CyLEeCTBAATb NOUCK
GaKToOpOB p1CKa B MPOM3BOACTBEHHbIX NPOLIECCaX,
cobupaThb aHHble 0 BO3MOXHbIX HEMCNPaBHOCTSX

v, cnefoBaTeNbHO, BbICTPO Ha HKX pearnposaTb

, YTO MO3BONIAET COXPaHATb Ka4e€CTBO NPOAYKLMM U, B
KOHEeYHOM Cc4eTe, y0BJIeTBOPAA 3aNpoChl 3aKa3yyika.

aspects of production: for example, defining planning,
planning maintenance, finding stress factors in processes,
capturing the criticalities and therefore act quickly with
targeted interventions, maintaining the quality of the
products and, ultimately, satisfying the customers.
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Orders / Die Recipes press 1
press 2

press 3

v+ v 3+ <

press 4

v

press x

14 press x

EIS / SAP
(other ERP)

press 1

‘_

Process Data / Production Data

press 2

press 3

t 1+

press 4

-

press x

a

press x

CuicTteMbl SAl xapakTepusyloTcs MOAYABHOCTbIO,
OLHOTMMHOCTbIO B 0B6paboTke gaHHbIX 1 rMbkocTbio.
9710 nepBooyepeHble TpeboBaHWA ANg aganTaunm K

CTPYKTYype NpeanpuaTus u uxterpaunn c ERP cnuctemamu.

Extrusion Press Line X

Handling PLC

i

Interface
Database

Extrusion Press Line 2

US C ERP CUCTEMOMU

EHNA PECYPCAMU NPEANPUATUA]

INTEGRATION WITH HERP

press 1

OF CE O

press 2
ECN/
m

R ——
ECN/

m press 3
IES On O O

press 4
&m
£ T &

press x
&m
Smem e

- press x
£ Cm Cm

ECN/

IES &m

ECN/
IES

b ECN/
IES

ECN/
) IES

The modularity, the homogeneity and the
flexible adaptation of SAl systems to the plant
structures are features of primary importance
in favor of ERP system integration.

Extrusion Press Line 1

Furnace PLC

@

Press PLC Furnace PLC
am am
| | l

Handling PLC Press PLC

O [

[

n
Packing

NETWORK

VinTepdelic no3BonseT pasanyHbIM NPOU3BOACTBEHHbIM
JVHUAM HanpsaMyio nony4atb nHopMaLmio,
OTHOCALLYtOCS K NaHy-rpaduky, aynpasasoLias
cTanuna/ERP cuctema - nonyvaTb Npou3BoOACTBEHHbIE
JaHHble B peXyMe peanbHOro BpeMeHu.

Pabou4ne 3agaHusg nepemellaTcs no

CncTtemMe OoT CTaHunm K CtTaHuunn.

Stacker

i - _r

-

=

T
=

- &
IES Packing Stacker IES
A A
Die Shop Management
SERVER
DATABASE

Data directly related to the scheduled planning are sent
to the appropriate production lines and the manager
station / ERP acquires production data in real time.

The work orders move through the

system from station to station.




IES & IES PLUS

B HacTosLLee BpeMs BefyLLMe IKCTPY3NOHHbIe
TexHonorum - IES n IES PLUS rapaHTupyioT yBennyeHve
npoussoacTea (B cpenrHem Ha 12% B cTaHAAPTHBIX
ycnosusix). [1py 3TOM NPUMEHSIOTCS ONTUMasbHbIE
peLleHVs ANns ynpasneHns TeMnepaTypHbIMU peXUMaMu.
[HaHnHble Bo3amoxxHocTn IES 1 IES PLUS  apganTtupytoTcs
L5 Kax 0V NPOM3BOACTBEHHOM IMHUW U He 3aBUCAT OT
CNOXHOCTV NPOPUNSA U TEXHONOMMYHOCTY MaTPULLbI.

[ESE

Currently the leading extrusion technology- IES
and IES PLUS guarantee increased production
(average of 12% in standard conditions] and adopt
optimal solutions for profile temperature managing
during extrusion with tricky dies, respecting and
adapting its functions for each production line.

ISOTHERMAL EXTRUSION S.A.l.

OcHoBHble

Target Profile Temperature nepeMeHHble

Profile Temperature

npw aKCTPY3uUn
CTaHAapTHOro

460° C

Billet Temperature without IES

450°C

Break Through Time with IES

Billet Temperature with IES

= OcHoBHble
nepeMeHHble
Pressure npu 3KCTPY3nm ¢
Break Through Time aBTOMaTu4eckom
without IES perynnmpoBkom
cocTemoit IES.
Speed
Extrusion
Time Gain
0 Extrusion Time with IES —| TIME

MocToaHHas TemnepaTypa npoduna
(M30TEpMUYecKas sKCTpy3nd)

faBJeHns U BpeMeHW BbIXo4a
YBennyeHne ckopocTH aKCTPY3nm
CokpallleHrie BpeMeHU 3KCTPy3mnK

Bonee Hu3kasa Temnepatypa
3KCTPY3MM 3aroTOBKM

Cuctembl IES v IES PLUS MoryT 6bITb MHTErpupoBaHsbI

B ntobovi Tvin obopynoBaHus bnarogaps npocTomy

MOHTa>y 1 NPOCTOMY MCMofb30BaHuio, 6e3

Heo6XxoAUMOCTH 0CTaHOBKM 060pyaoBaHMS.

Cuctembl IES v IES PLUS ygayHo B3aMmoaeincTaytoT ¢
VMetoLLMMCS Y 3aKa3yvika 0bopygoBaHueM, NoMoras 4oCThYb
MaKCUManbHOM NPOM3BOANTENIbHOCTHU M YPOBHS KayecTBa
C VICNO/b30BaHMEM BO3MOXHOCTEN NPeCccoBOro KoMmnaekca.

ABTOMaTM4eckas onTMMM3alnda NMKoBOro

Extrusion Time without IES

Constant profile temperature
[Isothermal extrusion)

Automatic optimization of Peak

Pressure and Break Through Time

Increase of Extrusion Speed
Reduction of Extrusion Time

Lower extrusion temperature of the billet

IES and IES PLUS can be integrated with

every plant, thanks to the ease installation

and simple usage, without press stop.

IES and IES PLUS interface seamlessly with the customer's
existing equipment helping to maximize the production
rate and quality levels by using the best press features.




Ncnonb3oBaHue cuctem IES 1 IES PLUS nossonger
L0CTUraTh ¥ NOALEPXVBATh NOCTOSHHOE Ka4ecTBO
NPoAYKLUUM, yNpaBnas 3ajaHHbIM 3Ha4YeHeM TeMnepaTypsbl
3aroTOBKMW Ha BbIXOAE U3 MeYn U CKOPOCThIO 3KCTPY3nn
npecca, a Tak>ke 3Ha4YUTENbHO YBENIMYUTb NPOM3BOACTBO.
Llenb n30TepMmnyecKkoit aKCTpy3un - noayveHue u
noffepxaHue Ha BCeM MPOTAXEHUN IKCTPY3MM BbICOKOTO
MOCTOSIHHOrO Ka4yecTBa 3KCTPYAMPOBaHHOroO Npodung,
yBenn4eHne Npon3BOLCTBA, YMEHbLLIEHWE OTXO0B.

SHOWCASE

o¢ oF
5501020

1010
540499

990 —
530
980 _

520 970

Average Profile
Temperature

960 —
510 950 _
940 —

500 530

490

480 900 —
890 _

470 ggo _

870 —

460
860 —

Average Billet
Temperature

450 850 —

840 —
440 830 —

820 —
430 g1g _

800 —
420

790 —
410 780~

770 —

400 760 —

Profile Set Point Temp Profile Temp from Sensor

CpaBHEHVIe IKCTPY3UU MaTpULbl B CTAHAAPTHBLIX YCNIOBUAX U

c ucnonb3oBaHmeM cucteMbl IES B aBTOMaTU4ECKOM peXxuMme.

B py4HoM peXxxuMe, 6e3 akTWBHOro ynpaBfeHus, 3arotoska
6 BO3BpalLaeTcs o4eHb ropsyeit. Boicokas TeMmnepaTypa
obecneymsaeT bonee bbICTPYIO IKCTPY3WIO, HO yXYALWAET
Ka4yeCTBO: MWK BbICOKON TEMMEepaTypbl 0TPaxaeTcs Ha
npodue, 3To MOXET NPUBECTU K LOMONHUTENBHBIM OTX0LaM.
B aBTOMaTU4€CKOM peXXUMe C BKJIHEHHO

cuctemon IES neds oTnpasnseT 3aroToBky 14 c bonee
BbICcOKOWV TeMnepaTypol, |[ES HeMeaneHHo pearupyer,
3aMeanan 3KCTPY3uWio 1 NoffepkunBas TemnepaTypy
3KCTPYAMpOBaHHOro npoduns, bauskyio kK Temnepatype
3alaHHOr0 3Ha4eHus, obecneyrBas kKa4yecTso NPOGUNS.

B KOHLe cpaBHUTENbHbIX UCNbITaHUI cucTeMa IES
aBTOMaTMYeCKU COKPALLLaeT BpeMs SKCTPY3NM Ha

17%, nopaep>kmBas TpebyeMbii CTaHAAPT BbICOKOr0
KayecTBa, COKpaLlasi KOIU4YeCTBO OTXOA0B U aKTUBHO
pearupys Ha cneunduveckue c6om faHHON YCTAaHOBKM.

Billet Set Point Temp

The use of IES and IES PLUS allow to achieve and
maintain a constant product quality by managing

the set point of the temperature of the billet at the

exit of the oven and the extrusion speed of the press

and to significantly increase the production.

The aim of the isothermal extrusion is to obtain and
maintain throughout the extrusion a high constant quality
of the extruded profile, increase production, reduce waste.

Manual vs. Automatic During an Order

Extrusion
Time (Sec.)

Billet

Billet Temp - T/C Billet Temp from Sensor  Extrusion Time

Comparing the extrusion of a die in standard
conditions and using IES automatically.

In Manual, without active controls, the oven returns
billet é very hot. The high temperature allows a faster
extrusion, but penalizes the quality: the high temperature
peak is reflected on the profile, generating waste.

In Automatic, with IES activated, the oven sends
billet 14 with a temperature higher than normal,

IES reacts immediately by slowing down the
extrusion and maintaining the temperature of the
extruded profile close to the temperature of the

set, safequarding the quality of the profile.

At the end of the comparative tests, IES automatically
reduces the extrusion time by 17%, maintaining the
required high quality standard, reducing waste and
actively reacting to the peculiar imbalances of this plant.
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YnpaBieHve 3aka3zaMu U n30TepMmyeckas aKCTpy3uns
npumeHsioTca B cucteMe IES PLUS. Ha ocHoBe efivHo

6a3bl ganHHbix SQL cnuctema IES

PLUS oTcnexwuBaeT Bce

LaHHble, 0THOCALLMECS K MPOM3BOACTBY, W, C/leA0BaTeNbHO,
K MaTpuLe, a Tak>ke K COOTBETCTBYIOLLEMY 3aKa3y.

[TnaHnpoBaHMe NPON3BOACTBRA,

LaHHble M0 UHCTPYMEHTY

VI IPOC/IeX1BaeMOoCTb 3aKa30B - BOT YTO OT/MYaeT
PTHOM BEpCUU.

cuctemy IES PLUS ot ee cTaHga

Lookup By Date

Lenkup By Date And Die
| Hilet Lengtn | Bilet Lencth
Lockup By Die Ovckor Nuarber | Prciie D | Estaded) oyl FHOM | Touged (FROM
Copy (DBt Hr | nRngR) fren) | RECIFE | e
Lookup By Crder :
— — - e
Lockup By Date And Shift LT EATA. = 1 1 28.63
—— e TN (TESTOM 3 |2 1 2883 28 83
_U{'DBQUTJ 19 - 3 TINTETET TECTANY a a a am ay '23 B3
o7iosmnis 1o | -ooKuA BvDie 2883
[ Jormsens 18 To 2583
o7ins013 |19 2883
[ |ormszais 19 2583
o7ins013 |19 2883
[ |ormsmena 18 2583
075013 |19 2883
[ |ormszais 19 2583
o7ins013 |19 Fi o — 7883
[ |ormsons |19 G| bl ] 2583
705013 |19 T 28,83
[Jormsears 19 L : L e 28.83
07062011 |19 = g 7883
[ |ormsmo13 18 2 [64D53PM 11ATITIT [TESTON |3 7 1 |2883 2583
| 0T/062013 19 2 EMZIPM [INTTTTT TESTO01 k] 1 1 28.0 28.0 l'_
‘ v
14| 4 |#Record -0 L3l
cLose DELETE CURRENT ALARM DIE CHANGE
i SELECTION | DXTRUSIONRLPORT |  REPORT AEPORT

Pacuet
3pPeKTUBHOCTH

Productivity kg/|
for billet

Kr/4 oNs 3aroToBKU and for order

nnoj 3akas

DIE: 1727000

Temperature Process Parameter

Tagel Profde Ext Temp | 530 T

Mirimum Puile Pt Temp | 520 ¢

[rpraamic: Spend Offset Limit 5
Sten Spond Difzet Linit | 5
Frontof et OlisetLiva | 15 €

Mirimum QuenchRaie | 3 Chs

Awe Rom Speed | 10,0 mmfs

EvrurionFlamSoeed | 11.0 me
[1300

|

Aenwlwieight | 623 pim

Specied Weghl | 639 o

His | 2w

Standard Tange! Pasmplor

ookl vl bk ] |
Hokow 1 bl ['T)
Haikow muli beles ['T)

CLost I

H* DRDER:

Fumnce Parometers

Stovies Billot Tomp Bt Fuont| 4 'C [

Stanes Dt Length[~ 400
EBdel Temp ElFiont| 460 -+ [

Fuller Porameters
Tyos DG | Fly  Si/Fhing
Caleulsted Sow Position [ 2R 50 ©m
Pobiers Tensien [ 10 b

Risderenca Parameters
Balster 33|

Izl

Sub Bolsies (10

Twpe| O 5M

Din Ty [0
D

Disscrigton [FH -

Lonmesenls |n TRIDED B BODYCOTE

25943064

NEXT DIE
Order Parameters

Froductonfy[ 210 |

Frithed Length | 425 |mm

Run Dut Length| 26500 [6m
Mumbe ol Billels | 26 |10

Starter Dlst Largth| 54z (v [

Hilel Lergdh| 542 |sn [
Last Bl Lergdh| 542 |mm
ol Lerglh | 45

i [

Urden Comments
I&TTFNTION! ! AUTOMOTIVE =

iPFOULJUL"I « ENTIRE BILLET
(oY

PRODUCT CALLULATOR

Fuscapi: Manageeminil
RecipaLocked [ g
DateLocked [ 13/30/99
Fleason Locked

UNLOCK -

DEST EXTRUSION |

Order management and isothermal extrusion
melt in IES PLUS. Based on a single SQL
database, IES PLUS keeps track of all data
relating to production, therefore to the die,

and its associated order. Production planning,
die recipes, and order traceability are what
distinguish [ES PLUS from IES standard version.

Lethr |0|ew||| (e Lot Hoba [

ETEg]

T
1
b
7]
i
i
1
i
1
T
f]
1
]
1
i
]
T
T
1
i

LOT 412922520 SUMMARY DETAILS.

Cuts per bill (e} 1
Bil por Cuts (ne) 1

Firésh Saw Cuts ) 18

Comment 0

d  pwoRD . ““ OPERATOR
UTTES | vrvonom | v oRoen “ CONSOLE

SSLOT N EXTRUSIONSess

Bars Len {mim) 3880
Frof Len (m) 5158
Saw Pas im) 5458

Fr Serap (mm) 2000 Bl Lo |

B Serap (mm) 2000

Total Bars (nr] 350

Tatal Bill To
Extr (ar) 39

Phan ey

(] e ",;"""‘i:e:
W LIE.

L)
()
)
Lo

Troat Type T8
Aoy S008

ooy 0
1116

1° i Lan () 118

DIECARD | RECIPE DETAL |




MAKCMMNU3ALNA MAXIMIZE

! TEXHUYECKUX BREAKTHROUGH,
Precure ol BO3MOXHOCTER, QUALITY, &
imits robtems
KAYECTBA U PROFITABILITY
NnPON3BOOAUTENBHOCTHU eIncrease Press
e YBennYeHne ckopocTu Speed 10-20%.

npeccoBaHus Ha 10-20%.
e Yy4lleHne Ka4yecTBa NPoAyKLMY
3a CYeT yAyYyLeHns Ka4ecTsa
MOBEPXHOCTM, yMEHbLUEeHUs
[ePeKToB 1 COKpaLLeHUs 0TX0A08B. and reduced scrap.
e bonee cTabunbHas
NPOW3BOANTENBHOCTbL Npeccay
noboro onepatopa, paboTatowero
no cTaHAapTaM nepefoBoro
ypoBHs (Best Practice Standard).

e/mprove product quality
with better surface
finish, fewer defects,

eMore consistent press
performance with each
operator running to Best
Practices Standards.

Resolve
Process
Bottlenecks

KOHTPO/b CLOSED LOOP
3AMKHY TbIW LUK N CONTROL

=
o . L.
@ ABTOMaTuyeckas onTUMKU3aLNs é\iltorr;at/gally optimizes
;5 TemMnepaTypbl 3aroToBKU 1 et feed temperatures
@ Closed Loop NpoduNa Ha BbIXoAe 13 Npecca and profile temperatures
&S 5 Contra[gwth 79 YBENUYEHIS CKOPOCTY at the exit of the press
- ptimized Recipes 1 0becneyeHns BbICOKOTO to increase speeds and
§ KayecTBa NPOAyKLMM. assure high quality.
g
]
Closed Loop Control with Default Recipes OTLI ET 0 PRU C ES S AND
NMPOUECCE U PRODUCTION
NMPON3BOAOCTBE REPORT
Manual Control with Focus on Throughput Bedetne HOﬂpO6HOﬁ Detailed reports
OTHETHOCTH 1714 enables engineering and
MOMOLLN TEXHNYECKUM manag@menf to mak@
Manual Control with Focus on Quality cneymanncTam 1 informed decisions about

MeHeaXepam B

. process improvements.
NPUHATWAN PeLLEeHNIA No

ycoBepLlweHCTBOBAHUIO
- g - - . - nporecca.
Simplified Extrusion Limit Diagram bou
Esempio di Report e« Sample of Report
('):ffs e B?Il:ll-_ré)T Set Profil Average Set Di Average
Date End Time Dic Code Dillet Set Billet _Billet  TC Billet Binat Break SlEpan Profile Dl f;ml'f Die
r Temp *C Temp °C Temp °C Temm Time 0-Man Temp e Temp aC Temp
o oc oC
*C 1=Auto

1002410  B:00:14 Ak 152028-039 1 440 435 425 a 18 a 542 5358 525 425 472
100240  B:0Z:16 AW 162028-039 2 440 435 425 -5 15 1 542 541 528 4265 472
10/02/410  B:05:17 Al 162025-039 3 437 427 425 -10 18 1 542 539 530 4265 477
1002410  B:0B:43 Ak 1E2028-039 4 428 431 425 3 17 1 542 538 530 425 A7
10/02/10  B:08:056 Ak 1E52028-039 5 425 423 425 -2 16 1 542 5358 526 425 A7
10/02410 B:09:27 Al 162025-039 B 430 423 425 -7 19 1 542 535 518 425 450
10/02/410  B:10:50 Al 162025-039 7 447 424 425 -23 18 1 542 541 530 426 475
1002410  B:13:08 A 152028-039 =] 445 435 425 -9 15 1 542 539 535 425 480
1002410 B:14:43 A 1E2028-039 9 445 430 425 -15 16 1 542 5358 537 425 480
10/02410 B:16:17 Akl 162025-039 10 437 420 425 =17 16 1 542 543 5358 425 450
10/02/410 B:17:52 AW 162028-032 11 426 422 425 -4 19 1 542 538 528 426 A77
1002410  B:19:36 A 1E52028-039 12 423 423 425 a 18 1 542 539 531 425 478
1002410 B:21:06 Ak 1E2028-039 13 427 423 425 -4 18 1 542 539 531 425 A7
10/02410  B:22:30 Al 162025-039 14 430 423 425 -7 19 1 542 540 532 425 450
10/02/410  B:23:54 AW 162028-032 15 423 419 425 -4 16 1 542 538 531 426 480




ABTOMATUYECKWN KOHTPO/b TEMMEPATYPbI BILLETTA
AUTO BILLET TEMPERATURE CONTROL

TeMnepaTypHas KOppeKLms B KOHEYHOM 30He neyn Temperature offset applied to the final zone

IN15 3arotoBok. [1ns neyen ¢ KOHMYECKMM HArpeBOM of the Billet Furnace. Two temperature offset
AOCTynHbI AB€ CIDYHKLW'OHGJ“DHb'ue BO3MOXHOCTY (ofHa Ans adjustments are available for furnaces with tapered
nepepHen, Apyras - A9 3aiHeit 4aCTy 3aroToBKMy). heating capabilities (front and rear billet).

ABTOMATUYECKOE YNPAB/TEHUE CKOPOCTbH 3KCTPY3UU
AUTO DYNAMIC EXTRUSION SPEED CONTROL

MoCTOSHHbIV pacyeT U NPUMEHEHWE NMPOLEHTHOTO Continuous calculation and application of a percent
M3MEHEHNA CKOPOCTYM npecca AN NoAAepXKaHns change [offset] to the press speed in order to maintain the
OMTUManbHO TeMMepaTypbl Ha BbIxoAe Npoduns optimal press exit temperature during the extrusion

13 npecca B npoLecce 3KCTPy3nn. of a billet.

ABTOMATUYECKWA KOHTPO/Ib CKOPOCTW MOAAYM (ansa KAX 00 3Ar0TOBKH]
AUTO STEP SPEED CONTROL (BILLET PER BILLET)

PacueT onTMManbHOro N3MeHeHWs NpuMeHsieTcs K Learned percent change [offset] applied to the

Ha4asbHOW CKOpPOCTK Npecca Npu UCNoab30BaHNM starting speed for the next billet on the same die.
3aroToBKM C TeM e LNhPOM MaTpULLbI.

B py4HoM pexxume

npecc pabotaetc

TEMVI XXe CpefjcTBaMy . .
yrpaBNeHys, NPUHITLIMM Autarnatic / Manual settings

Eg:f?g‘gg%’:;: KaK BN Auto Dynamic Speed Control | R
Es;;%%aCTMMSTe;;ZTES ON | Auto Step Speed Control Dynamic Speed Offzat (%) 8 2

NPOW3BOAMUT MOCTOSHHBIE | puml _ Step Speed Offset (5{,)| 7 7 7

KOPPEKTVPOBKM. ON | Auto Billet Temp Control Total Speed Offset (%) 9

In manual mode, Front Billet Temp. Offset (°C) 8 0

the press operates Taper offsst c) | 10 -10

with the same ON | Auto Set Profile Temperature

controls that are - NITROGEN Nirogen Manual Set (%) | 0

used today, while in Auto Manual MIN Flow Nitrogen %) | 20 41

automatic mode IES ﬂ J MAX Flow Nirogen (%) | 50

makes continuous

adjustments.

OnepaTop MoXeT BbIbpaTh TMN ynpaBneHus The operator can choose at any moment the type of
3KCTpy3ueli B noboe BpeMs AN MakCMMaabHOro management of extrusion to make the best of the
MCMOJIb30BAHMS BO3MOXHOCTE npecca. power of the press. It results into a better energy

B KoHe4HoM cHeTe 3T0 NpUBOANT K ONTUMM3AL|NM management with considerable savings, increased speed

PACXOA0B 371EKTPO IHEPT UM 1 ra3a, YBENUYEHMIO
CKOPOCTV NPOM3BOACTBA U1, CIeA0BATENBHO,
NPOW3BOAMTENBHOCTY, @ TaKXKe K 3HaYUTENbHOMY
MOBbILLEHNIO Ka4eCcTBa 3KCTPYAMPOBAHHbIX Npoduei.

Ecnu npenycMoTpeHo oxnaxaeHre MaTpuL, KMLKUM a30ToM,

of production and hence of productivity and a significant
appreciation of the quality of the extruded profiles.
If included, die cooling with liquid nitrogen is managed here.

TO OHO Tak>Xe MOXeT OCYLLeCTBAATbCA OAHOBPEMEHHO 34ECh.




YNPABAEHUE XXWOKUM A30TOM
LIQUID NITROGEN MANAGEMENT

OxnaxneHne MaTpULL XUAKMM a30TOM 3HAYNTESNbHO
NoBbILLAET NPOM3BOAUTENBHOCTL Npecca.

MoToK XMAKOro a3oTa, LONKHBIM 00pa30M KOHTPONNPYEMBbI
cuctemol IES, naet BaxHble npenMyLLecTBa:
yBennyeHue ckopoctu Ha 30% , 3HaunTeNnbHas
5KOHOMWS a30Ta Mo CPaBHEHMIO C TPAANLMOHHbBIMY
cucTeMamu perynuposaHus (okono 40%]) v ysennyerne
cpoka akcnyaTaumm MaTpuubl Ha 20%.

Cuctema IES aBTOMaTUYeCcKn peryavpyeT KonnMyecTso
KMAKOr0 a30Ta, KOTOPbIN byaeT ucnonb3osaThes, 1
ONTUMU3NPYET AaBNeHne, CKOPOCTb U TeMnepaTypy

B HEMpepbIBHOM 3aMKHYTOM KOHTYpe.

The function of Die Cooling managed

with liquid nitrogen is a unique feature to
improve extrusion performance.

The liquid nitrogen flow controlled by the

IES system gives important benefits: speed
increasing by 30%, significant saving of nitrogen
compared to traditional regulation systems
(about 40%) and 20% die life extension.

IES automatically regulates the amount of liquid
nitrogen to be used depending on the production
in progress and optimizes pressure, speed and
temperature in continuous closed loop.

600 ——— Actual profile temperature
—— Set point profile temperature

500

400
——— Actual extrusion pressure

300 Set-point ram speed

/\[\ ‘ —— Liquid nitrogen
200 / = Profile speed
100 n j
0

TEST RESULT

Alloy: 6086L
Profile Type: Tube 35 mm diameter
3 mm thickness

Speed

Standard Value

With Liquid Nitrogen
Managed by IES

from 13to 15 m/mm
26 m/mm

30% SPEED INCREASING

40% NITROGEN SAVING

20% DIE LIFE EXTENSION




MpvMep nonHoi
KoHdUrypaumum cuctemsl [ES
C BU3yanu3auuei nokasaHuia
TemnepaTypbl Npoduns

Ha BbIXofe M3 npecca, Ha
3Tane 3aroToBKM W 3aKahKu,
nokasaHus OTKIOHEHWS
CKOPOCTW 1 TeMnepaTypHble
CMelLeHNs, a Takxe
HacTpoOWKM A8 BbicTpOro
OXNIaX AEHNS 1 KMIKOro a3oTa.

Example of complete
configuration of IES with

the readings of billet, quench
and profile temperature at
the exit of the press, the
signal for the speed and
temperature offsets, as

well as adjustments for the
quench and liquid nitrogen.

BILLET CONTROL

BILLET TEMPERATURE CONTROL (REAR)

BILLET TEMPERATURE
CONTROL (FRONT)

—= IS
*_ = OPERATOR CONSOLE
| ’

GAS

A

Societa Automazione Industriale

O o o S I S

BILLET FURNACE

EXTRUSION SPEED CONTROL

200 bar | 20 mm

X K |
O @7
[ e—
PRESS
NITROGEN }r. -
CONTROL T

COOLING
REGULATION

PULLER

» @

COOLING SYSTEM

LiQuip
NITROGEN

MATPULUbI

KoHTposib noToka XXMAKOTro
a3oTa B 3aBMCUMOCTM OT
TeMnepaTypbl Nnpoduns n
xenaemoi uenw. MNpocTas
Y MHTYUTMBHO NOHATHas
CUCTeMa, HeCNOXHasn B
yCTaHOBKe 1 ynpaBeHuy,
npefHa3HaveHa os
NepBOro aTana oxaaxaeHns
MaTpUL, XMUAKUM

azoTtoM. Vcnonb3yeTcs
TONIbKO KPUOTeHHbIN

B TO BpeEMS$, KaK K cucTeme
KOppeKLMs He NpuMeHseTCs.

I'IpOI'IOpLLVIOHaﬂbeIﬁ KnanaH,

JKCMNPECC-O0XNAXAEHUE

EXPRESS DIE COOLING

The management

of the flow of liquid
nitrogen according to
profiles temperature
and its set. A simple
and intuitive system,
easy to install and
manage, for a

first approach to

die cooling with
liquid nitrogen.

Only the cryogenic
proportional valve

is involved, while

no correction is
applied to the plant.




ISOSPEED - U3OCKOPOCTHASA CUCTEMA

HE TPEBYETCH OCTAHOBKA CUCTEMbI - NO PRESS STOP REQUIRED

NErKO UHTErPUPYETCHA HA MMEHOLLWEECAH OBOPYAOBAHWUE
EASY TO INTEGRATE IN EXISTING PLANTS

VALUES

Va

PROFILE TEMPERATURE WITH ISOSPEED \

EXTRUSION SPEED WITH ISOSPEED

TIME

= OPTIMAL PROFILE TEMPERATURE
PROFILE TEMPERATURE W/0 ISOSPEED
= PROFILE TEMPERATURE WITH ISOSPEED
= OPTIMAL EXTRUSION SPEED
EXTRUSION SPEED W/0 ISOSPEED
= EXTRUSION SPEED WITH ISOSPEED

M30OCKOPOCTHAA CUCTEMA

Ha aTane akcTpy3un cKOpOCTb rMaBHOMo LMAUHAPA

3afaeTcs onepaTopoM. B npouecce akCTpy3nmu ckopocTb
npecc WTeMnens MoxXeT BapbMpoBaThLCS B 3aBUCUMOCTY OT
[AB/EHVS B TNaBHOM LMAMHAPE U BO3MOXHON yTe4kn Macna
B rMAPaBANYECKOM KOHTYpe. 3T daKkTopbl MOTYT HEeraTUBHO
BIUSTH HA KOHEYHYIO CKOPOCTb MPECCOoBaHUS, Takxe

HeraTrBHO CKa3blBasACb Ha pe3y/ibTaTax Npon3BOANTENIbHOCTU.

B Havane akcTpy3uu, BBUAY Bonbluero TpeHus
3aroToBKM B KOHTeVHepe, CKOPOCTb 3KCTPY3MK
CHM>XA@eTCs, yMEeHbLLAsA NPOV3BOAUTENBHOCT.

HanpoTue, K KOHLY 3KCTPY3KM CKOPOCTb YBENYMBAETCS
VI NpeBbILLAET XenaeMoe 3Ha4eHne, 4TO BbI3biBaeT
HEKOHTPOMPYEMBI POCT TeMMnepaTypbl Npoduns.

Cuctema M30CKOPOCTHOTO KOHTPOJIS aBTOMATUYECKN U
HemnpepbIBHO M3MEHSEeT Nofavy Macha, HanpasiseMoro
B UMAVHAP A5 N0 AepXKKU MaKCManbHo cTabuibHoR
CKOPOCTW Ha NPOTSIXKEHMM BCEr0 NPOLLeCcca IKCTPY3nm.

V130ckopocTHas cucTeMa MoxeT bbITb ycTaHOBNEHA Ha
BCE NPECChl, HE3aBUCMUMO 0T TOF0, YNPaBASAIOTCS OHY C
nomolybio pesnie unu MNJIK, ¢ noMolLbio NpoCcTbIX NapaMeTpos,

3aaHHbIX MECTHbBIM TEXHNYECKMM NMepCOoHasIoM.

‘SPEED SET

MAN

VAN RAV PRESSURE
sospeen
OIL PUMPS
(>) :
-

ISOSPEED SYSTEM

During extrusion the operator sets the ram speed.
Speed may vary depending upon the pressure
inside the cylinder and potential oil leakage

from the hydraulic circuit, which will affect

the profile speed and productivity.

Initial extrusion speed and productivity are
reduced due to billet friction within the container.

At the end of extrusion, speed increases and
outranges the set: profile temperature increases
dramatically and it results in a substandard product.

Isospeed automatically controls the oil
feed to the cylinder ensuring constant
speed during the extrusion process.

Isospeed can be easily integrated
to all presses,including presses
managed by a PLC or by relays.




CKAHEP

SCANNER

[MpaBunbHOE CYMTEIBaHVE TeMnepaTypbl Npoduns PAGE 1 - HOME] 05/09/2017 10:08:04
Ba>XHO AN KOHTPOAS NPOLLEeCCca 3KCTPY3unL.
Bo Bpems 3aMeHbl y>Ke MCMONIb30BaHHbIX

PROFILE TEMPERATURE PANNING BRACKET %
MaTpuL, CKaHep aBToMaTu4ecku nepemellaeTt
LaT4MK B NMONIOXKEHWE, COXPaHEeHHOe BO Sl
BpeMd nocyieHero Mcnosib3oBaHmg REF 45

LaHHON KOHKPETHOM MaTpULLbl, y4UTbIBas

napaMeTpbl, COXpaHEeHHbIe B HACTPOKaX. 4 6 2 : ;
C HoBOW MaTpuLeit ckaHep NepeMelllaeTcs nog, POS 45 m
yraoM 43 rpafycoB M OLLEHWBAET NoKa3aHus
TemnepaTypbl U U3Ny4HaTeNbHylo CNoCobHOCTb.

Ecnv curHan He nonagaet B napaMeTpsbl EMISSIvITY Q SCa M EELS
CYUTBIBAHUS, MPUHATBIE CUCTEMOM, UM MO

Kakoi-nnbo Npu4nHe curHan npepbiBaeTcs, 48

CKkaHep aBTOMaTMUYeCKy Ha4YMHAET NOVCK HOBOM TREND >

no3wuuwmK, Kotopas oTBeYaeT HeobXOAVMbIM

TpebosaHuaMm [TeMnepaTypa v n3nyyaTensHas

cnocobHoCTh). B KoHLE 3KCTPy3um NosyyeHHble PAGE 8 - ALARM SETTINGS|
3HAYEHMS COXPaHSIOTCA 1 ByayT MCNONb30BaTLCS

B Ka4yeCTBe OCHOBHbIX TEXHONOMMYECKMNX

I'IapaMETpOB ONAa 0CTalbHbIX Manl/ILI,. MAX
TEMPERATURE LIMIT 595 | °c
ALARM BEEPER 1=YES 0=NO 1

A reliable reading of profile temperature is w W w

important for the control of the extrusion
process. for dies already in use, at die change,
scanner moves sensor automatically to the PAGE 6 - TREND)

saved position during the last extrusion of

that specific die, using the parameters stored TEMPERATURE 201 -0.001 EMISSIVITY

in the recipes. With a new die, the scanner e e e e
moves to 45 degrees and evaluates the
temperature and emissivity. If the signal is not
within the accepted range by the system, or

if for any reason the signal is interrupted, the
scanner will automatically begin searching

for a new location that meets the necessary
requirements (temperature and emissivity). At
the end of extrusion the position value is saved, | B PLC_Anin_1m PLC Anin_2 |
with all other parameters, in die recipe and is

available for next extrusion with the same die. w W 70.00 TREND TIME (sec)




LLInpokwnit fnana3oH LOCTYMHbIX
BepCuii NoaaepXxnBaeT BonbLION
CMNeKTp NPUMEHEHMWS: CKaHUPOBaHe
oxBaTbiBaeT 0bnactb 830°, 50°

nnn 90 ° 3a 6 nnm 30 cexyHa.

The wide range of versions

available supports a large range
of uses: the scan covers an area of
30° 50 °or 90 °in 6 or 30 seconds.

CkaHep MoxeT
ynpaBsasTbCs
aBTOHOMHO
cuctemon IES
WAV yNpaBnaTbCs
OTLENbHO B
aBTOMaTMYeCKOM
VN PYYHOM
pexmnMe C MOMOLLbIO
crneumnansHoro
KOMneKTa

W02 UOIIELUOINE-1BS MMM

The scanner

Is managed
automatically by
IES, or handled
separately in
automatic or
manual mode with
a dedicated kit.

POSITION

A 100%
o ~10V

CKOPOCTb OXNAXAOEHUSA NMPU SAKAIJIKE

QUENCH RATE
Cencoproe Hasenerine PAGE 7 - QUENCH 26/06/2019 10:47:28

¥ aBTOMaTUYeckoe
CKaHupoBaHue npoduns ons

B6I00pa Hauny LIeVi To4KY AFTER QUENCH PANNING BRACKET %
CYMTBIBAHMS Ha BbIXOJE 13
ABTOMaTMYecKnii pacyeT BEF 40

NHOEKCa OXNaxaeHns.

Automatic scan for correct DEG 2 6 5
profile reading at press POS 40

exit and after quench.
Automatic calculation

of quench rate. QUENCH RATE - SCAN [ RESET §

—
DEG 5
S5EC

TREND =




HéT'-IVIK OTNAOAHUA

ECC-OCTATKA
BUTT-END FALL DETECTOR

Mpunbop npenHasHayeH ANa obHapy>XeHUs oTaeNeHns
npecc-ocTaTtka, 0TPe3aHHOro HOXHMLLaMK AN ropsyei
pe3ku. OH 3aHMMaeT Mano MecTa, flerko ycTaHaBAMBaeTCs
Ha BCe TUMbI CUCTeM, He TpebyeT MognduKaLmm.

[Mpubop npeacTasnseT coboi Hebonbloe
CMHXPOHW3MPOBaHHOE YCTPOMCTBO, OCHALLeHHOe
[aT4vKoM, 0COBEeHHO YyBCTBUTESIbHBIM K 3BYKY yAapa
MeTanna. Korga HoXHWLbl 0TCOEAMHSIOT KOpMyC OT
MaTpuLbl M MoNafatoT Ha NNacTuHY, yAap CpefiM MeTannos
OH reHepwupyeT 3BYK, KOTOpbIV akTuBuMpyeT curHan 8 RCF.

CurHan, reHepupyemblil 0T NafeHns npecc-octaTka
MOXeT BbITb MCNONb30BaH A5 Pa3NUYHbIX Lienei: ans
OCTAHOBKM 3aKpbITUS KOHTEHepa 1an ANs onpeneneHus
paKTM4ecKoro 0TNafaHns oTpe3aHHoR YacTW 3aroToBkK
0T HoxHuL LOGS (HOXKHMLbI ANA FOPAYEN PE3KW).

cesoia
main shear

matrice

die
fondello ' sensore
butt-end > N sensor

condotto
way out

P

convogliatore fondelli
butt-end conveyor

Sensor created for the butt-end fall detection once cut
by the shear. Its small size allows an easy installation on
every press without modifications on existing plants.

The tool is sensitive to sounds coming from metal impact.
When main shear cuts the butt end from the die and it
falls on the plate, the impact between them generates

a sound detected by the RCF, which closes a contact.

The close contact can be used for stopping
closure of the container or, as control of real
billet scrap fall at LOGS shear ([HOT SHEAR).




y c n y r M SERVICES

NMPEANMNPOAAXA - PRESALES

KOHCYJ/IbTALWOHHOE
COOEUCTBUE

,D,eTaanoe niaaHnpoBaHune C
3aKa34MKOM npoekTa 1 obmeH
CTpaTeI’I/IeI7I MOHTa>Xa.

M3roTOB/MTEHNE HA 3AKAS3

Co3paHue cneymnansHbix NakeTos yenyr
O YAOBNETBOPEHNS KOHKPETHbIX
noTpebHOCTEN KaxA0ro NpeAnpuaTHs.

OKYNAEMOCTb

PacyeT Bo3BpaTa MHBECTULMIA
(nns cuctem IES 1 IES PLUS)

NMEPEBOL

CucTeMbl NpefoCcTaBASIOTCSA Ha PYCCKOM

M aHTIMACKOM A3blkax A9 ynobcTea
MCMONb30BaHNS ¥ NOALEPXKaHUS CTaHLapTOB
besonacHocTy. epeBof aganTnposaH

K KaX [0 yCTaHOBKe, C MpUMeHeHNeM
Hambonee NoAXxoAsLIMX TEPMUHOB.

OBYYEHUWE OMNEPATOPOB

ObyyeHune nepcoHana no UCMob30BaHMIo
GYHKL M yCTAHOBNEHHOW CUCTEMB
¥ ONTUMK3aLWK pe3ynsTaTos.

TPEHHUHT

2 Mecsua yaaneHHoro noakaoYeHns 1
eXeHeBHOro MOHUTOPWHIa Noce yCTaHOBKM.

BECMNNATHOE
OBCNY>XUBAHUE

becnnaTHas yoaneHHaa noMoLLb
npenocTaBndeTcd B Te4eHne nepsbix
6 MecdLleB rnocjsie yCTaHoBKN.
,ﬂOCTyI’IHbI OOMOJIHNTEJIbHbIE NMaKeTbl
BpeMeHu yE,HHEHHOIZ nMoMOL K.

YOANEHHOE
NOAKNHYEHUEE

3Ha4nTeNbHO CoKpallaeT Bpems

TEXHWMYeCKOro BMellaTeNbCTBa ¥ NPOCTos
MalUMHbI. Takxke N03BONSET CHU3UTb
3aTpaThl Ha PEMOHT v 0bcnyxuBaHue.

CONSULTING

Detailed planning with the customer
of the project and sharing of
the installation strategy.

CUSTOMIZATION

Creation of ad hoc service
packages to match the specific
needs of each plant.

PAYBACK

Calcolo del ritorno di investimento
[per IES e IES PLUS).

TRANSLATION

The systems are provided in the local
language and in English to facilitate their
use and maintain safety standards.

The translation is adapted to each
installation to adopt the most

appropriate terms in use.

NOCNENPOAAXHOE OBCNY>XXUWUBAHMUE - AFTERSALES

OPERATOR TRAINING

Teaching operators to use the
features of the installed system
and to optimize the results.

TUTORING

2 months of remote connection
and daily monitoring
after installation.

FREE ASSISTANCE

Free remote assistance is provided for
the first 6 months after installation.
Additional remote assistance

time packages are available.

REMOTE CONNECTION

Drastically reduces technical
intervention and downtime. It
also allows the reduction of costs
for on-site intervention.
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