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THREE PROGRAMS TO IMPROVE ALUMINUM EXTRUSION
PRODUCTIVITY AND HELP WITH MAINTENANCE AND DATA

ANALYSIS

Constant-Speed and
Isothermal Extrusion
(RcdWin)

Extrusion Data
Analysis (EDA)

s Each die automatically reduces overshoot and speeds up the start-up.
Automatically adjusts ram torque relations, rise coefficients, and constant velocity parameters.

* Since constant velocity extrusion is performed by compensating for hydraulic fluctuations, the
control is robust and can accommodate long extrusion times.
It automatically acquires the steady temperature and performs isothermal extrusion at the steady

temperature.

Extrusion parameters such as extrusion speed are registered and searched in the database for

each extrusion die,
Extrusion work can be performed according to the schedule of the extrusion die unit.

Switching between constant speed extrusion and isothermal extrusion is performed by EM.

\

\

» Extrusion billet tables and extrusion graphs for extrusion die units can be used to analyze extrusion

data.
¢ Qutput daily work report for extrusion die units.

*You can search the extrusion history for each extrusion die.




SYSTEM CONFIGURATION

It is a PLC for an interface that connects to one computer and a LAN.
3 programs work on one computer.
There are two LAN ports on your computer, one for PLC and the second for the Internet.
PLC is used to exchange signal data with equipment.
You need a LAN for the Internet.
Remote maintenance using the Internet.
Example of extrusion equipment

Other FLCs Billet temperature FLC

PLC M

FLC for interface

Intemet

Eithernet LAMN

' %'-c

EDA (Offce—installed P2

' %'-:

Remote maintenance Roditfin EMEDA(Cortrol Desk—irstalled PC)




EXAMPLE SYSTEM CONFIGURATION (CONSTANT-SPEED EXTRUSION AND
ISOTHERMAL EXTRUSION)

Constant-speed extrusion
Analog data requires main pressure, ram speed and monitor torque.
Digital in requires cycle stop (Wait), die change, constant velocity use/unused during extrusion.
Analog out output control torque.
Digital Out is running constant speed program,
Isothermal extrusion
Profile Outlet Temperature,
PLC networks can be CC-Link IE field networks, FEnet, etc.
Remote maintenance using the Internet.

Example of Extrusion Equipment
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&iam Spee ext rusion, WAIT, |Die —
g;z*:f;f?z?gue exchange, Constant spesd %] 35—
. @00 Signal
@grifé!(le|0$t+et Tem?erature (During program execation)
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PLC INTERFACE DATA ( RCDWIN )

Plc interface data status

53 lc interface data status PIGELE 5 g?ﬁ%] Cancel |
Plc interface data setting Cancel
ttem | Tag name comment tpe | PloNa Ple device Ward count Lovwer Higher Loweer limitof | Higherliritof | Lower limitof | Higher lim 4 Itermn Tag nams comment tpe Plc device Word | Dal status Da unit status =
» R Dll- 15 o Al PLCI B 36 [ 1 [ 1 0 1
3 o o = i 3 5 i ; : 5 i B DI0-15 [ Al D100 3 0000 0000000000000000
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5 EN Al Pressure PLC1 IS 0 [ 300 0 10 0 300 4 SHESLIER ALRR i3 0 0 0.000
7 Fo-RE Al Puller PLCT D106 0 o 1000 0 10 0 100 5 RS GHEY Al Torque D104 0 0 on
3 SLEE A1 Fam PLO1 o107 0 ] 12000 0 [ 0 2% 3 N AL Prossure D105 i ) m
El SLIE Al Ram position FLGI D108 0 o 1000 0 10 i 1000 —
n ELyHE ALBillet L PLCI D108 0 o 1 [ 1 0 1 7 Io-iEE AL Puller D106 0 0 UL
Il HREE Al Profile Temp, PLOT BN 0 ] 10000 0 [ 0 1000 3 SLEE Al Ram pio7 ] 0 0o
[ BE ALB. Temperature PLOI ot 0 a0 600 [ 1 350 00 .
1% SGEE v R ALR.B. Temperature PLCT o1z 0 250 600 0 10 350 600 4 jbfﬂﬁ Al Ram pasition piog ! 0 0
1t Ly hRE Al BR. B, Temperature2 PLOT oig 0 350 600 0 [ 350 600 10 ElyhE AL Billet L. D109 0 0 0y
15| Taper zone temperature’ AL BT Taper 28 PLGI DItk 0 a0 00 0 1 350 00 n WEEE Al Frofile Temp o110 0 0 00
16 Taper zone temperatured. ALBT Taper Z4 PLCT o116 0 250 600 0 10 350 600 5| o hE
17| Taper zone temperatured ALBTTaper 28 PLCI DllG 0 50 600 0 M 350 600 1 ElyHaE ALB. Temperaturs ot 0 0 00
16 | Taper zons temperature? ALBT Taper 22 FLOT o7 0 50 600 0 1 350 600 13 EE Ly HRE AL R. B. Temperaturs D2 0 0 0.0
19 Taper zone temperature | ALBT Taper Z1 PLGT =L 0 350 600 0 10 350 600 In EQEK L "FIE.EZ AER. B Temperature? D112 ] 0 o0
20 TN Al Puller tension PLCI oiig 0 o 1 0 1 i 1
2 TTHRE Al Container T1 PLOI D120 0 350 600 0 10 350 600 15 Taper zone temperatured ALBTTaper 26 Dind v 0 0o
22 JUTTRE? Al Gontainer T2 PLCT D121 0 350 600 0 10 350 600 16 Tapgr zZone |gmpgra|urgﬂ ALE TTEPET 74 D115 0 0 nn
22 ]\/?T‘PES Al Gantainer T3 PLCT D122 0 250 600 0 10 3850 &00 7 Tapar e (emperaturaa ALD TTEDEI’ 74 DI16 0 0 o
2 TR Al Container T4 PLO1 D128 0 50 600 0 10 360 00
25 WEE AL Pullr distance PLGT DIzt 0 ] 1000 [ 10 0 1 % Taper 2one temperature? AL BT Taper £2 b 1 0 0o
% Billet rumber Al Billet number PLC1 D125 0 ] 1 0 1 0 1 19 Taper zone temperature | AL BT Taper 21 D11g 1 0 00
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PLC Interface Data
2000 | 3 x OFF
*Set PLC interface data with RcdWin 20000 | 4 |x OFF | OM sienal for inclined extrusion Slape
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*Top right: Set the scale or unit of analog data. a5 fx OFF Biles Cut senal
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*Bottom right: DI data settings. Commonly used are: o :
Under Extrusion, e | 1 Jx oFF
20000 12 |x OFF
CyC|e Stop, 20000 1B x OFF
. 20000 14 x OFF
Constant Velocity Use, a1 |x oFF
; ; 20001 | 0 Jused | OFF |ONsignal during mold chanee Mold chanes
Extrusion die exchange DI ot
x OFF 1
There are only 4 of them. In other words, if you send these four amor| 2 oFF 2
g g g 20001 3 |used OFF  |OM signal during extrusion management usage Use extrusion management
to the interface PLC, RcdWin will work. a1 L oFF
20001 5 |x OFF
20001 6 |x OFF
20001 7 |x OFF 0N signal for using hish-pressure mold High-pressure mold
20001 8 |x OFF  |ON signal for kesp-alive Keep-alive L
20001 9 |x OFF




CONSTANT-SPEED EXTRUSION (RCDWIN ) -controt screen

Graph line names
Light blue : set speed,
White : ram speed,
Red : Pressure,
Green : Puller speed,
Blue : Monitor Torque Torque The torque signal that is actually pumped out,
Yellow : Torque signal by RcdWin (white when stationary. ) ,
Approx. 8V white : Pressure limit

Redwin (IF L& EEREIH0-3) - RCDIGITAL
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About 5 seconds after the start, the ram speed is at constant speed.



CONSTANT-SPEED EXTRUSION (RCDWIN) - oVERSHOOT PREVENTION

Overshoot prevention

Torque Ram Speed Relationship Predicts Ram Speed Rise to Prevent Overshoot.

With normal PID control, the amount of overshoot is large.
Productivity Enhancement

Overshoot prevention allows for higher extrusion setting speeds and higher production.
Automatic adjustment of the setting speed without the need for an operator compensates for hydraulic fluctuations during long-term extrusion and provides

constant velocity control.
Improved maintainability

Ram torque relations, rise coefficients, and constant velocity parameters can be automated.
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Ram speed and torque have a linear relationship.

Note > we use the word torque to mean the flow rate of oil.

The first one is manual, the second, third and fourth are
constant speed. There is no change in noise whether
manual or constant speed.

Note> Even if you use constant velocity extrusion, the ram
speed will not be beautiful. Normally, ram speed is
accompanied by periodic noise of about 1 second.

|

LUel )

RcdWin
does not
overshoot.

Normal PID control overshoots.



CONSTANT-SPEED EXTRUSION (RCDWIN) = AUTOMATE RISE ADJUSTMENT

Automatically adjusts to reduce overshoot and get up faster.
*Automatically adjusts the rise even when the extrusion die changes.
*The automation parameters are the start-up coefficient and the start-up time.

RedWin (FABZEESEITIII-5) - RCDIGIAL RedWin (FHEREHEI/MI-7) -RCDIGITAL
T EnMR #5 EBER LSS D BT ENSR 88 Ee

V?Dlﬂ,'[lﬁﬂw N 7h IAM-AT1Z7W{  RCDIGITAL
Dik c w s] 0100 DO[mushire on] 01

V.2018/05/30 W
I[k c ws] 0300 DO[mushire on] 01

REEE JhEE __3.7mmfs 77kgicm2?
J-EE 4wy v Ehb 3w
L hn 2100

WEEE 59 mms IhEE ___5.7mm/s 117kg/cm2
J-EE  _ z23mmin Iv Ehby 3w
bihin DZH10.0

10 10

50 75 50

MA(E%) [VOLT]-38 54 S (B [mm/sec]-59 WA (BF)[%]- 195 h % (R )[mm/sec]-6.0 #Ya-A(EF)[%]-19.5

WEERE  [mmjsec]=59 A B =1.711.07

FEHIMAX[kaffcm?2]= 2026 A A B
Eh & [mm]- 350.1 HERE 195 A B =0.00 0.00
SEELA R [mm)=5103 # A / 3 PR [sec)-87.2
NiolH -2 tlot i =

SPDUPTime  [#]-90 SPDUPCO . B =3

=1.111.07
3 Hiadi] [%]-195 *A B =0.000.00
stREWM & [mm]= 510, ® 55 [mm/sec]=32 19 tEfe] [sec]-88.3
NiZH -3 4% -5 [C]=476.1

SPDUPTime  [#]=9.0 SPDUPCO =09 B3 =3

Overshot with a rise coefficient of 1.0. The rise factor is now automatically 0.9. It almost no

longer overshoots.



CONSTANT-SPEED EXTRUSION (RCDWIN) -PRESSURE LIMITING

=i PRESSST | DESKTOP-OOQFMND X | 4

Pressure Limiting

ﬁ ﬁ * When the pressure
ﬁ‘JH .
exceeds the relief pressure,
R R S A : , the extrusion rate hardly
2 \nymin Y Outpt Torque—. 1 v s Temp_Speed

Prossho.d | Maciorqueitd e : A ey rises.
‘? * Therefore, the control
202100222 1047 voltage is reduced to save
energy. Thermal relay will
be turned on for long full
= otd i contro e load operation.

Torque(Steady){VOLT}« 19 Ram Speed(Sweady)[mm/sec] 4.0

| Pressure MAX{katicm2)« 2753 s: eed - [ [
oy < e e 35, o SR ) - Manufacturing 5
H TemperatureMAX )+ §99.1 Minus Torque M=-0.00070 Exusion Tk nru +Group

‘ r‘iggt‘;F?r:! [Sed= 130 m:?ﬂ ueondslr:x‘ngen-osl(»] Q\:v;%-dapr‘n‘gnuom ﬂﬂﬂ:vm 0.0 +1.0 2 |ntferru pted and prOIdUCt
defects, In addition, long-
term full-load operation

Constant speed extrusion

+0.1

=Bl Setngian can cause the profile to
SRR SR T 40 saone [ pop out and make the
[-J | ' operator dangerous.
- % Prevent them,

e e It may start up a little
slower, but it will save

Overshoot prevention energy and prevent trouble,
» As you can see in the figure, dynamically fine-tune the set speed near the extrusion set speed. and as a result, productivity
This is to prevent overshoot. will increase. It also seems

that they are sometimes
used to make the machine
last longer,

* Changing the extrusion setting speed is usually done by the operator, but RedWin does it
automatically. It will save labor. Adjustment of PID parameters used to prevent overshoot is no
longer required,



CONSTANT-SPEED EXTRUSION (RCDWIN) —MINIMUM CONFIGURATION

Minimum configuration

ram speed,

pressure

Monitor Torque

If there are three pieces of data, constant velocity extrusion is possible.

I think that equipment modification companies estimate construction in units of one measurement data. Being able to control constant velocity with less data is an advantage for the factory because
the cost of construction is lower.

End  Pressure limit  Extrusion ternperature  Relational equation  Risetime  Control method  PID coefficient  Environment

Quick constant velocity extrusion with rising

It =£23100 . P «Low pressure fluctuations do not result in automatic adjustment of
the set speed.

Pressure limit

Extrusion temperature  Relational equation  Risetime  Control method  PID coefficient  Enwvironment

150

Die Ho.
A, B
*A, B

150

Constant Velocity Extrusion When Flow Flows Away from Relief A - A A Die Ho.
A, B

-Automatic adjustment of the set speed ensures no overshoot. g " “n,



CONSTANT-SPEED EXTRUSION (RCDWIN) -HYDRAULIC FLUCTUATION COMPENSATION (NEW
AND OLD EXTRUSION PRESSES)

End  Pressure limit  Extrusion temperature  Relational equation  Risetime  Control method  PID coefficient
DS E (| ~Eo0(ZE 2= =20 S
DI [m19d16a5k3c2wls0] 00000000000010000000000000000100
1

Envirenment

Ctol 2= f& ==0
—  55mmjs HET —  57mmjs = 140Kg/cm2H = ==
—  6.4m/min 1.7v EFEZ2_ 20v B.Temp.

HEINHE M E23 W0 S.B.Temp

For older extrusion presses

*Pressure fluctuations 375 times. Frequent pressure
fluctuations are compensated for by adjusting the speed of the
automatic setting speed in three times.

*The automatic setting speed adjusts the set speed on behalf
of the operator.

[Ly]

End  Pressure limit onternperature  Relational equation itme  Control method  PID coefficient nvirantnent
HHAEE S YohYE
2025/04/04 081
Di[rm19d16 &b k3 c2wl 0] 000000000000710000000000000000000 i
L 1
100 ’ WEHE =0
£ dmmfs _ 42mmfs 121Kg,r’cm27§‘||5 =z= 528

(& &hvoLT]= 21 =

SY\%

[=]

! __ Edm/min : EFE=3_ B.Temp. _ BRI
| CH [kaffcm2]= 217.0 [mm/sec]= 5.5 AT HFT 5 £ E23100 5B Temp _ EO0C
':["C]=ZDD.D [/]=1s.3

S ECH[C]=00 [V]=-0.00001
NZE =T 9| 9H‘|#—§=1.DS[-]
SPDUPTime [Secl=13.0

Stable Temperature [TC]= 0

5

[oa |._|

0
=3
=
=
A
=
)
=

A e

HD HD

For new extrusion presses
*Pressure fluctuations 180 times.

*There is only one time for start-up, and there is a correction by
automatically adjusting the set speed.

250

E23(H &h[WoLT]= 30 KKY89
2= F H [kafiorn2]= 167.2 =5 [mm,:’sec] 42 1.40 1.00
L3 2L [C]=2000 [/] 140 *B 3.00 0.86
& EEEIEH[”C]=D.D [%]=-0.00001 |ZHzec]= 1825

NEHE =3 MHAlzozzte] 9..tH#-§=D.94[—] =5 2 Ab=-0.30[mm/s]

SPOUPTImE [Secl=13.0 SPOUPCO =05 URCO =0
Stable Temperature ["C]= 537




CONSTANT-SPEED EXTRUSION (RCDWIN ) -|ISOTHERMAL EXTRUSION
AT STEADY TEMPERATURE.

Isothermal pressing

*When isothermal extrusion is performed, the set temperature is automatically calculated and isothermal extrusion is performed.
*You can check the billet taper, billet temperature, and steady temperature in the billet table.

*If the product temperature deviates from the steady temperature, fine-tuning is made.

*If the steady temperature cannot be obtained, constant velocity extrusion is performed.

on temperature  Relat equation  Rise tim Control method Pl cient  Environment

W.2023/06/09 Rarm Control Display(Extrusion Speed Controller)
DI[m19 d16 a5 k3 c2 w1 s0] UHDUUUUUUUUUUUUUUDUUUUDUU[[UUUUDU
DO[on]

Under Cantrol = 1 Under Die Change =10

S.RamSpeed _  42mm/fs Ram Speed — 4.2mm/s bolopot i e

PullerSpeed . 3.7m/min 1.6v [BETIRT NN End  Pressure limit  Extrusion temperature  Relational equation  Risetime  Control method  PID coefficient  Environment
Presz No. 5 Max torque10.0 V_2024j04/06 HAHEE E|-*~na-||0|{o}= A= 91553)

DI [m19d16a5 k3c2wl s0] 00000000000010000000000000000100

2023/09/08 1712

10 — 202412411 10:4(

1
3*033—1 CHOl 2 WEhE =0
— & . 128Kglcm2Fl E 2=

_ . i . EHEE=T_ 16v B.Temp.
dEIHED HHEEZ100 S.B.Temp

150

Torgue(Steady)[VOLT]=2.9 Ram Speed(Steady)[mmfsec]= 4.2
Pressure MAX[kaffcm2]= 185.0 Setram speed [mmfsec]= 4.2

S Temperature[ )= 200.0 Sefling Speed [*8)=14.0
TemperaturehdAX["C )= 548.0 Minus Torgue []=-0.00080

M Extrusion=143 Owvershoot for 20 seconds from start=1.07[]
SPDUFTIme [Sec=13.0 SPDUPCO =08

Stable Temperature ["C]= 533

=]

100

3 (EENVOLT]=1.8 (& £h[mm/sec]=5.0
[THT kgf,.cm2]— 197.0 T [mm/[sec]=5.0 ) =0.301.00
[%]=16.7 , =0.501.39
oo~ 523 [V]=-0.00085 |7} [sec]= 147 4
HAl20E 242 @H 55-E=1.05[] HES 2 A=-0.18[mm/s

nmua@lm o

The set speed is tilted to reduce the product
temperature. SPDUPTIme [Sec]=13.0 SPDUPCO =08 =
Stable Temperature [C]= 534

= iz Mz H

[
HH
G‘J




EXTRUSION MANAGEMENT (EM)

Register, change, and search for constant speed extrusion and isothermal extrusion parameters on an
extrusion die basis.

Setting the extrusion speed.

Schedule Management.

Constant Speed Extrusion/Isothermal Extrusion/Manual Switching.

i H
Coel ] Premssus bk ) Extrusion terpmstore 3 Reltion R OK! 2025-04-02 00:26
01 {m19d16 05 k3 c2w1 s0] 00000000 0 0 e 2 =] No 1 s&5 U=
,DOfon] 1 P
—  7.0mm/s Yae 6.6mm/s 4 ¥ ) 529°C S =8 Ao gy i\‘aﬂg
—  13.0m/ En==3 4 S AGYL ‘ 2  S& Moo [— 1
g e HH €22 o ° | R
. 465°C c %% Holof
O] oy —— c 52 Holof 2
R 3
4% s =5 1= &
mm/s =) f 5
| T +1.0 | +20 — il
£J| 28 9| Vol. 1
e - slec? o +0.1 +0.2 2
. [ 8
75.0 0.0 - —
= 0= : .0
AL
NN S8 B 5 amveca 0.1 | -0.2 10
= 0.00 0.00 _C.L mm/s ) % mm/s .
SPDUPTime  [Sec-130  SPDUPCO T a2 ’70 !65 -1.0 | -2.0 A |
I Stable Temperature [C]=0 = ‘A)_J = DBSS Die End

Constant Velocity Extrusion (RcdWin) and Extrusion Management (EM)
= I'm setting the set speed with EM and running constant speed extrusion with RcdWin.



EXTRUSION DATA ANALYSIS (EDA) -EXTRUSION DIE SELECTION AND IDLE
TlME QRAPH Various functions

feature 1. Extruded billet table, work daily report.
2. Detection of abnormal data in equipment.

CSV graph of non-extrusion time (idle time), chocolate
stop, and die exchange time.

*Extrusion data analysis, work history, extrusion billet table,
work daily report.

4. History of extrusion parameters per extrusion die.
. Real-time monitor.
6. Extrusion Data Graph.

1 Extrusion Data Analysis - RCDIGITAL -

2025/08/23 23:15
1B No 11 HHERBRRT-—IIL

Menu

2B = [-2025m501 888 ) 00" = 4§27 [r202smen4ngerg)zs =] &% No Ex.>38710 | P | ) . )
Non-extrusion time Xlsx file

] SLEmIAE Export Y | Mote 1> fyou enter the extrusion die,
Starttime #hg e . } . . .
R .%_ mmis - move to the extrusion dis usage history with [Search] 1. Cllck. on Non Extrusion Time Xlsx F|Ie.- .
| 2. The idle time of the Start and End periods is

2IG/06/20 1086 | | 5 printed in the Xlsx file in the graph.
2026/05/29 12 65
2025/05/29 7:48 [ | B8
2035/05/29 126 | | 51 ]
WA 65| 65 WriteLabel 30BLE
2026/05/28 1801 | 58 55-905
2025/05/28 1704 51
2006/05/28 1617 | 5 28-295
2025/05/28 1606 | 7 iR 27-285
2026/05/28 1655 7 —
2006/05/28 1647 | 7 —GEETEm | 26-275
| amsnsemisn | 7 - Idle EFL Excel | 25265
q | o]
24-255
1R Die: 23245 " FF
22235
21-225
20-215
19-20%5
-Select [Extrusion Die Model Number] and click History. 18195 |
. . . . 17185
*You will be taken to the [Extrusion Die Usage History] screen.
o 10 20 a0 40 50 ] 70 20



EXTRUSION DATA ANALYSIS (EDA) -exrusion pie usae

HISTORY AND EXTRUSION BILLET TABLE SCREEN

Extrusion die usage history

1. View the usage history of the same extrusion die in order from the newest.

2 Displays the extrusion parameters of the extrusion die for the selected day in the table below.

3. The extrusion manager can examine the parameter transitions.

4 You can ask the operator why the parameter was changed. In particular, changing the extrusion

speed is an important item because it is directly related to productivity.

5. When you run the Extrusion Billet Table, you will be taken to the Print Form screen for the extrusion
of the extrusion die on the selected day.

"7 Extrusion Data Analysis - RCDIGITAL - :
FH Baruon Oua At Extruded Billet Table Screen
2026/08/30 22:06 1. Printing of Extruded Billet Table.
PHEE S I LR 2. Setting Outliers in Measurement Data.
. 3. Extrusion die unit extrusion graph display.
4. 1Display of extrusion graph for each extrusion.
Pirsss) e s mimse) | 500" Gowsm | @uoEn L Edrusion Data Analysis - RCDIGITAL 5
» | 25/06/28 18085 il 55 [ constant speed 2 0 750 4
B/ 18 WSS | 55 | Gonstant speed 15 ] 745 2025/08/30 23:48
25/05/07 065725 _ 55 | Constartspeed | 20 0 735 Press No:1 #lﬂ Ly "&
25/03/13 0744:31 | | 55 | Constant speed | B 0 g
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EXTRUSION DATA ANALYSIS (EDA) -£xtrusion BILLET

TABLE AND EXTRUSION GRAPH

Extrusion Billet List

+Extrusion die unit information: extrusion die number, first start time and last billet end time, etc.
*Billet unit information: set ram speed, ram speed, puller speed, main pressure, Max main pressure, Max main pressure duration, etc.
*You can select the items you want to chart.

*The form is Excel.
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Extrusion Chart
«Graph display of report data.

*Manual on the left: Ram speed is slowly increasing.

«Constant speed on the right: The ram speed is according to the set speed. It does not rise. However, the ram speed can be observed in the same way as
manual vibrations and noises of the machine.

+This means that even if there is noise, constant velocity extrusion is possible, so it can be understood that robust constant velocity control is being carried out.
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EXTRUSION DATA ANALYSIS (EDA) -REAL-TIME MONITOR AND GRAPH PER EXTRUSION DIE

Real-time monitor
*You can see the extrusion status in real-time graphs.
*die-specific information: die number, etc.

*Per-billet information: set ram speed, ram speed, puIIer speed, pressure, billet length, etc.

{13 Extrusion Data Analysis - RCDIGIAL
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Extrusion graph per extrusion die

* All extrusion graphs for each extrusion die can
be displayed in a single diagram.

* The first billet involves head feeding and
manual extrusion.

- The second and third billets are processed by
manual extrusion.

* From the fourth billet onward, constant-speed
extrusion is applied.
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EéERBTSSIQN DATA ANALYSIS (EDA ) -AUTQMATIC CREATION QF WORK DAJLY

Work Daily Report Input Form
*The automatic calculation shows the extrusion die number, extrusion time, number of billets, billet length, billet weight, etc.
*The orange part is an item that is automatically calculated.
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REMOTE MAINTENANCE

There are three maintenance methods: remote support, constant monitoring. Install the TeamViewer Host.exe for remote monitoring software for

constant monitoring.

When requesting an extrusion survey, log in to the constant velocity extrusion computer and investigate the extrusion data. The constant velocity
extrusion computer records data so that past extrusion conditions can be reproduced.

During the investigation, you need to connect your local network to the Internet network. This is done by plugging the LAN cable of the Internet into

the hub for the local network.

Remote maintenance is not only provided to Japan but also to factories in Korea.

TeamViewer automatically detects firewall and proxy settings for remote monitoring. Communication is encrypted.
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