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Ejector monitoring

METHOD OF FUNCTION
the principle of process monitoring
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With each cycle, a sen-
diimioe W el sor measures the process
: values being applied, i.e.
force.
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Where the measured
signal moves outside an
envelope curve, the formed
part is sorted as a reject or
the press is stopped.

The device studies the force
signal and automatically
establishes envelope curves
for monitoring purposes.

SENSOR POSITION
is determined by the production task

The total forming force can be advan-
tageously recorded in the machine frame.
Here the forces of the main forming stati-
ons determine the force curve. The load

® of each forming station is recorded with
sensors in the press ram/wearing plate.

| The bolster pieces of each forming stafion
are the best measuring location because
there is no crosstalk between the stations.
Chipping on the die or a backwards
extrusion punch and damages of the wire
can be recorded on the ejector.

AUTOPROFILER
automatic adjustment of envelope curve profile

The Autoprofiler automatically cal-
culates the optimal envelope curve
width for each point on the force
curve. In such a way, the penet-
ration of the punch cross is auto-
matically monitored with narrower
envelope curves than head pres-

sing with greater process variation.
If the envelope curve is exceeded,
the machine stops.
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Ohne/Without
OPTIMIZER

STOP CURVE MEMORY
for precise error analysis

Every time the machine shuts down,
a detailed error log is recorded with
date, shutdown reason and error
curve,

CURVE MEMORY
for saving any curve

Take snapshots of any process cur-
ves similarly to a camera phone. At
any time and any number. You may
compare these screens with other
process curves or make prints for
documentation purposes.

QUATTROMATIC
for the highest quality and productivity

The inner envelope curve identifies
small defects and sorts out faulty parts.
The outer envelope curve stops the
machine in the event of more serious
defects, e.g. ricochets. In addition,

the display shows the operator the
optimum setting for the envelope curve
range.

outer envelope curve

innere Hillkurve J
inner envelope curve |

OPTIMIZER for automatic
setting of the envelope curve range

The Optfimizer au-
tomatically gene-
rates the optimum
limits of sensitivity,
using the signal
deviation — this
ensures the ideal
setting for the
enve'ope curves at

Mit/With = all times.
OPTIMIZER




Innovative BRANKAMP Technology

T X oh 6E ZOOM
IGEiSeEL:ohi 9N the magnifying glass of the process
BRANKAMP 3£ o] U4 BRIl — 4 28 B Ge:cmikoncl/ T B8 One individual signal range can be
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TRER TR detail. The degree of recognition is
significantly increased.

Zoom Kanal/

Zoom channel
BRR% SYSTOMATIC
Fhnfran SRS R finest=detail monitoring of systematic defects

SYSTOMATIC is a special pro-
gram for identifying systematic
([permanent) process faults.
Using the special measuring
procedure, it is possible to iden-
tify chipping on the punch, the
die, cracked screw-heads and
damages on the wire.
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The transfer of parts in the correct
positional arrangement is prone

to errors particularly in the case of
high siroke rates. Rotator technology
ensures that turned parts are detec-
ted. The high-performance Kom-
biflex Sensor registers transfer errors
so that subsequent final inspections
do not have to be carried out.

Th i 36 2 EJECTOR MONITORING
IR R E SR detects disruption and avoids subsequent errors

Defects on the die or

a backwards extrusion
punch can be recorded
on the ejector. The subse-
quent station is protected
from damage.
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i for accurate adjustment

Wire Feed Aide offers wire stop moni-

s S A toring with absolute force metering. It
; - el e displays the stop force which is actually

SREPANERALOSR R o] IR 09 £ 7 ' being generated. Unnecessary feed
B, SRHESRETF IR LR and draw-in rollers which are out of

BEENIRE. shape can be identified accurately.
Wire Feed Aide offers an optimum
setting on the feeding mechanism.
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b ThEE TREND
p - Obog k2 14 detects long-term process changes
s s The ,Trend” function detects
ERT MR REY, # long-term process changes, for
m. MANERAERE. £~ EAG — — ™| example, tool wear and tear. The
ERESHICRHF EREE T %, I | production cycle is recorded and

displayed graphically. If pre-set
limits are exceeded, the machine
shuts down. The number of pro-
duction cycles displayed can be
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Wikt COUNTER
LR ML Overview of current production
S EAEIBSTIhEE . iR~ Bait : Comprehensive counter functions,
(WE) , BBES, RESPGH, A — FEOOY Ace such as order counter (see illustra-
Gt Gt B R TR _ 61 095 il tion), shift counter, maintenance

) 2 counter and overall counter, come
ISR o rem e 1501 as standard. The counter screens

Romain 13905 provide a constant up-to-date over-

_ ; view of current production status.

s EE LOAD PROFILE
BBt E R ES shows load distribution on the ram
MER R TR S, The load profile shows load distri-
SESEEREMERNTHER :::ui'rcTnﬂ?V?r IthrcI:m.dUTnl:fahncedd
# 5 oads that could lead to increase
RESURNEIF BREBIR). wear of the guides can be detected
and minimised.
SiELTRER SORTING/DOSING
EEERNETR for enhanced quality and productivity
Brankamp ScrewScout® O EETmEs=sl  Separate good and bad parts with
ST LA e M AR B, 1R Guanisy 3 the Brankamp ScrewScout®. Ideal
' S SN | ' | with the software plug-in ,Sorting”
F$u Sofing Delay ©2 o i i
Ny dsn - | and a wide range of sorting set-
— = tings. Productivity is increased.
BRANKAMPER HR It BEATERE. _ s An easy-to-use option for control-

ling @ dosing unit. Sub-division of
an order batch into part batches.
Additional to this software Bran-
kamp offers the dosing device:
Dosomat®

DDSDITIEH®

Screw Scout®, Dosomal® = Option



BEH-EfTHE
EfTHRACRESR

ETERAREN IR & 24 N BB
EFTEN, EE0RME LR LK
TR,

B - EIEST

LARZER R L

FCX
EREATRER

Tt T L A USR8 e & P A s B
e HERNGSHEA. Bit, 2FE9
N ALETTRE . ERMER T RIED
IR TR R

ZE: 2l
PN PR R

T R A e S g
EHEEENATHRAF
K&l

BRANKAMP W& T~
fEE~EmEN,
g, EEFTEREMRE,

Htuls = A .

STOP & GO CURVE
documents run-time behaviour

Documents run-time behavior
constant 24-hour documentation of
the machine’s run-time behavior for
up to 90 days provides for trans-
parency in manufacturing.
Green = Machine running
Red = Machine stopped

= Set up

Flexible Communication eXchange
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FactoryNet®

for a detailed insight into production operations

You can also use the device as a
terminal for production data: check
orders in and out directly, or enfer
stop and activity codes. Drawings
and photos can be accessed and
displayed via network.

There is still plenty of
untapped potential in
the intelligent link-up
between production
and dll other areas of a
business. BRANKAMP
FactoryNet® makes pro-
duction processes more
transparent, conside-
rably quicker and more
costfavourable.

Other monitoring applications:

Technical defail subject ' change
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o FT3k#1 * Single/Double Blow Header
o 3y ¢ Thread Roller
o IEA ¢ Cutting
o JRERA * Stamping
o ERAA * Assembly
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