@ BRANKAMP
B S Ty e s e

Innovative BRANKAMP Technology 3

' ﬁu$ﬁE@BRANKAMP££7k=,?
PE, DE (FFE) . K. .

" _Stamping) ¢oining, drawing ...



Innovative BRANKAMP Technology

R B =BT
Machine protection T — Setup Aide
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Tool protection E A
Monitoring independent
from speed
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Detection of broken punch
with AcousticEmission
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A sensor measures a process value
being applied, such as a force
with each cycle.
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The monitor studies the force signal
and automatically establishes envel-
op curves for monitoring purposes.
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Ram sensors
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Frame sensor
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Slug detection with
UltraEmission

METHODOLOGY
the principle of process monitoring
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Where the measured signal moves
outside an envelop curve, the
formed part is sorted as a reject,
or the press is stopped.

SENSOR POSITION
is determined by the production task

The total forming process can be moni-
tored and recorded all within the machine
frame — sensors in the ram monitor the
tools in the machine and the sensors in
the tools provide detailed data on the
forming process.

MACHINE PROTECTION
not only a safety concern

Overloading the machine leads to high
repair costs and downtime. Sensors

in conrod and frame are installed

to avoid this from happening. If the
maximum force limit is exceeded, the
machine is stopped immediately.
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A BT SET UP AIDE
DB AT shorter setup times

Force sensors in the frame or ram
provide setup personnel with addi-
tional information about the process.
The on-call references for each tool
facilitate setup of the machine in case
of tool changes.
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Current curve
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Reference curve

AUTOPROFILER
automatic adjustment of envelope curve profile
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The Autoprofiler automatically calcu-
lates the optimal curve width for each
point on the force curve. Punching,

coining and drawing each have their
own curves. The monitor tolerates
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the machine if the deviation exceeds
the envelop curve.
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ber of production cycles and the
monitor records and displays the
cycles graphically. The monitor
shuts down the machine if preset
limits are exceeded.

COUNTER
overview of current production
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_ view of current production status.
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monitoring independent from speed
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Using an angle encoder enables reli-
150 | able monitoring of the envelop curve,
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/.\\ Code | €ven in case of deviations from the
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> nominal cycle. Especially critical pro-
duction phases, such as start up of the
00 | press can now be monitored with tight
cyde | envelop curves.
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OPTIMIZER

QUATTROMATIC
for the highest quality and productivity

Bl The inner envelop curve identifies
small defects and sorts out faulty
parts. The outer envelop curve stops
the machine in the event of serious
defects, which endanger machine and
tool. With the envelop curve lamp

the operator can optimally adjust the
envelop curve.
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inner envelop curve

OPTIMIZER for automatic
setting of the envelop curve range

The Optimizer au-
tomatically gener-
ates the optimum
limits of sensitivity,
using the signal
deviation - this
ensures the ideal
setting for the
envelop curves at
all times.
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ACOUSTIC EMISSION
the solution for cracked and damaged punches

AcousticEmission (AE) detects punch
damage and protects against subse-
quent tool damage. The response is
earlier than with conventional monitoring
methods. AE is a powerful, innovative
monitoring method, an optimal supple-
ment to the machine protection.

AE Sensor

ULTRA EMISSION
detecting slugs

UltraEmission (UE) detects small
punching scrap and chips in the
tool. Strong springs on the stripper
plate, soft, hard, thick, or very thin
materials are no problem and UE
does not require the inconvenient
adjustment of distance sensors with
setscrews.

UE Sensor
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TOOLMATIC
innovative digital tool protection

The exact representation of tool sensor
switching conditions enables exact set-
ting of limits for feed and eject control.
Signals with their limits are learned just
by the click of a button.

ZO0OM
the magnifying glass of the process

All individual signal ranges can be

monitored specially and changes in
the signal curve recorded in greater
detail. The degree of recognition is

significantly increased.
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Zoom channel

SYSTOMATIC
finest-detail monitoring of systematic defects

Systomatic is a powerful procedure for
detection of systematic (permanent)
process faults. This statistic method for
ultra-fine monitoring is used to detect,
among others, damage to cutting and
coining punches, or dies.

STOP CURVE MEMORY
for precise error analysis

The monitor records a detailed error
log with date, shutdown reason and

error curve every time it shuts down
the machine.

DISPLAY MEMORY
for saving any curve

Take any number of snapshots of
any process curves, at any time,
and compare them or make prints
for documentation.
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STOP & GO CURVE
documents run-time behaviour
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FactoryNet®

for a detailed insight into production operations

There is still plenty of
untapped potential in
the intelligent link-up
between production
and all other areas of a
business. BRANKAMP
FactoryNet® makes pro-
duction processes more
transparent, consider-
ably quicker and more
cost-favourable.
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Qualitditssicherung

Other monitoring applications:
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