Ernest Gill & Son Ltd

Hope Street
Halifax
HX1 sDw

24" October, 2001

For the attention of Mr Ronald Gijj

Sales Proposal No. Q548/01

Dear Ron,
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Further to your request, we have pleasure in submitting our Sales Proposal for the supply of a P4
Panel Bender, corresponding to the following configuration:

HPT 2715

P4-2512.ABT.LSA1.LIA.VFAST.MMACHNT

ALA 30/510/200
CLA

UC1000/2

R81
JOBP4.DIARIO
STATP4
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The above speciﬁcﬁﬁoﬂ

agrees with the
Quotation No.Q541/01, ¢ (
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VS b TECHNICAL DESCRIPTION

R81+ -~S12.ABT.LSA
JOBP‘LDIARIO_FSTATP}‘.LIA.VFAST.MMACHNT+ALA30/510/200+CLA+UC1000/2+

The various acronyms have the following meanings:

HPT2715 — Feeder-Unloader

Feeder-Unloader on the right hand side of the P4-2512 Panel Bender, on which the operator
positions the punched blank against fixed references. The feeding pincer picks the sheet up and
automatically places it on the work-surface of the Panel Bender; at the end of the bending cycle, the
same pincer pushes the panel onto a lower level of the feeder-unloader which is equipped with idle

rollers.

The operator must manually set the reference rulers for correctly positioning the sheet, before each

different batch of panels is produced.

P4 2512.ABT.LSA1.LIA - Panel Bender

omatic machine for the production of sheet metal panels through the
formation of a number of bends on each of the fo'u.r sifies. 'It has the following specifications:

_ Numeric control of the sheet feeding and positioning pincer, of the sheet centering references on

both axes; automatic set up of the references.

Programmable and aut

lity to produce the first bend flattened at 180 degrees (positive and negative safe edge).

p of the descending blankholder from 0 to 127mm in order to obtain,

- Abi

- acity to program the sto
?oip example, an open safe edge.




P4 2512,
2 LSAl.LIA = Pane] Bender (Continued)

,—[. . um knes: fSheet metal: ‘,.-
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Maxi
Imum Number of bends on each side: free.

Ability to mak b

b wards bend":heogslllgwards and downwards bends, but the last bend on each side must be an

is also able to ,un] end on one side only can be a downwards bend; the unloading carriage
0ad a panel with the last bend downwards.

Abili to .
Owger tll::‘;i all’ire'Pﬁ;_mted shegts or silked stainless steel, when protected by plastic film
2 ty of the material must pe verified according to the application).

Discontinuoys rotator at 90°, 18(° and 270°

An electri i . i
order izn:;i]l cot;: ﬁm;d In the hydraul.lc pPower pack’s oil tank can be programmed to come on in
shift Shacls & the oil in the hydraulic cireyit to the optimum working temperature before the
Work surface equipped with cj i : : .

rcul s
moved easily without war inserts with plastic brushes; it allows the panel to be
production cycle.

LSAl.LIA:. Upper and Lower Blades with reduced angle; bending angle from 0° to 125° for a
<1.2mm thickness, from 0° to 90° for a < 2.0 mm thickness.

Herfnetically insulated power cabinet provided with an automatic device for the ventilation and
the internal temperature control, through the use of an external cooling system.

Operational Characteristics T I8, . i ,J ,‘
Maximum length of incoming notched sheet: B R 5 55 nm

Maximum width of incoming notched sheet:
Maximum diagonal of notched sheet:
Maximum bending length

Maximum dimension of bends above work surface:
Maximum thickness of metal with ultimate tensile strens
Maximum thickness of metal with ultimate tensile streng

e e

at EMO 2001 in Hanover.
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ith this deve] =
opment the machine ¢an run in one of three modes:

1) High Speed Mode
Economy mode

: 1(3’% faster ~ with  30% less power consumed
- - 0/o faster with  45% less power consumed
S% slower  with  60% less power consumed

VFAST - Modem

Modem, conne

line, between tfli:e(:y::etrgei;otng()l system, which allows the exchange of data, through telephone

useful when a fast il Sta gd at the customer’s site and Salvagnini. Such an option is very

(service, hardware, soﬂwarie ? d‘,nfol'mtltlon petween .the system and the services of Salvagnim

telephone line that con , Studies and appllcatlpns) is necessary. Its presence requires a direct
nects the hardware placed in the electric cabinet to the telephone network.

The modem is : 3
€quipped with a module for data compression and V42bis protocol transmission.

MMACH 5
High erfoNT MICROMACH - Management and Control System for P4
pertormance control system distributed on 3 levels.

) : :
iEnltael:_?;::Olr:) Cl;rlu(tjafor ;ngnagi.ng and Supex_'vi'sing the machine (machine diagnostic, o.perat‘or
COmpute; = a elaboration). The unit is composed of a hlg_h perforr{lance ‘multm?e(ﬁa’
S e t e current hardware conﬁguratlgn has the'followmg techmc.al.cha.ractenstlcs.
S Y omponents, when supplied, might have difference characteristics, in any case

vagnini guarantees the same or even better performance of the computer than the described

one.
COMPONENT TECHNICAL DATA

Processor (CPU) PENTIUM INTEL III (750 Mhz)
Operating System WINDOWS NT
Screen Card Graphics accelerator with 4 MB SGRAM
Random Memory SDRAM 128 Mbyte
Hard Disc UltraSCSI 9.1 Gbyte
CDROM Diriver 600 Mbyte
Floppy Disk Driver 3 %ainch, 1.44 Mbyte
2 Network Cards ETHERNET TCP/IP (BNC o RJ 45)
17> Colour Monitor :

The control unit is equipped with a Modem having data compression module and the V42bis
transmission protocol, to be connected to the telephone line. This type of connection permits a fast
information exchange between the machine and Salvagnini services depts. (assistance, hardware &
software , studies and applications). To activate the connection the customer should only provide
for a normal direct telephone line with the respective cable and a RJ45 male connector in the

proximity of the control unit.

e Real time control unit, l?ase
system completely dedicate

communicates with the interfa

e Interface section t
includes advanced

Sales Proposal No. Q548/01

d on MOTOROLA 68030 processor and real time pSOS+ operating
d to carry out the automation logic of the machine.
ce section through a standard VME bus.

This unit

owards peripheral devices (hydraulic motors, solenoid valves, sensors....) that
functionality of axes control.




'iII;IZi? graphic diagnostic on monitor, i i Q e G e
. fCathns of the status of th O, 1n real time, allows the following to be displayed: clear
indications on the solyt; € €quipment, photo of the interested part, hypertextual help with

1on of the problem, notes that can be added by the castomer- :
Thg Programming can be ma
§tat10ns connected in ETHE
Interruption of the current wo

de directly from the elaboration unit of the machine or from office

RNET. The : ! : :
& ¢ y typical
rking cycle. ypical programming functions do not require the

The language is high
level . .
RADIUS, HEIGHTg‘,_ vel, the defined macroinstructions express geometrical concepts (ANGLE,

mathematical inStruct.igan(isaI;\]e Cgmpleted by conditional instructions (IF, THEN ELSEIF....), by
variables. , COS, TAN....) and by instructions for defining the parametric

The post-proce T

macrOinstguctiosrf;)rtf;)Efls 1r.101uded. I.t analyses the syntax and the geometry of the programming

the pOSt-processor’ - nsforming them in data useful to the working cycle of the P4. Furthermore
anages the movements of the manipulator, also considering the forming of the

sheet metal, i i i
g t}; it autorpahcally calculates the gripping points and the bending force according to the
¢ material and chooses the unloading modality.

Th
e hardware and software network connection, if needed, with other computers is not included in
the supply.

Our interface towards the customer’s LAN is usually composed of:

- Hardware: IEEE 802.3 ethernet, thinwire, BNC RJ58 connectors.
- Software protocol: TCP/IP

ALA 30/510/200 — Automatic Length Adjustment of Blankholder
Composed of:
- device for automatically setting the length of the blankholder tool in accordance with the

instructions contained in the bending program.

- a series of segments for the blankholder tool, with a 194mm wide profile and front and side
grooves to permit maximum bends of 45mm and 30mm respectively, to be made.

The length of the blankholder tool can be composed in Smm steps from a minimum of 505mm to a
maximum of 2500mm. With this blankholder the minimum width of the panel between bends is

200mm.
With the ALA Option, th

other than program selection an

e tool changeover is performed in masked time. There is no set-up time
d gathering of punched blanks when using this option.

CLA — Tab bending Unit

ically controlled device which is able to
i 7512 Panel Bender composed of a numerlcal y ;
;)sstiltci)gno(f) I'(11::01:4 tv%o auxiliary blades along the bending edge in order to modify the profile of the

lower blade during one phase in the bending cycle.

i be bent using this option is 2.0mm for maten'.al with an ultimate
ﬂucl;xllgs;t/l:s;gagnd 1 25mm for material with an ultimate tensile str.ength of 600
length of the auxiliary blades is 1000mm, the minimum length is S0mm.

The maximum
tensile strength of
N/mm?. The maximum

Sales Proposal No. Q548/01



UC1000/2 - set of ¢

Set composed of | A Tools 2

The set is Composed of the foll

1 pair of 25mm CLA
. tool :
I pair of 28mm CIEA toolz I pair of 26mm CLA tools 1 pair of 27mm CLA tools

I'pair of 35mm CLA (o0 } Pair of 29mm CLA tools 1 pair of 30mm CLA tools
1 pair of 50mm CLA tools 1 pair of 40mm CLA tools 1 pair of 45mm CLA tools
1 pair of 90mm e pair of 60mm CLA tools 1 pair of 65mm CLA tools

owing:

RS81 - Water-Air Cooler

Autonomous, independent closed circuit-

. s coolin i intaini i
coohng circuit of the system. Reﬁ‘igerati g unit for maintaining a constant temperature in the

ng yield: 20 kW using R407c¢ ecological gas.

JOBP4.DIARIO - S
Saving System Data

(S;f(? glzagfoz?g:ﬁ)g: i’ fl?lftalled On every Salvagnini systerp, which alloYV the automatic management
system, and the sav; % fsehquence of batches (JOBP4), if equipped with a sheet automatic feeding
The Se:]uence of bmg of the data apd movements of the system components (DIARIO).

: atches is contained in a list manually prepared by the operator. It must be
pqs&ble to produce the batches - that differ from one another for the program, the type and the
thlckne.ss of material - with the Same arrangement of the special tooling (e.g., CLA Tool);
otherwise, separated lists must be prepared. The final destinations of the single parts produced are
automatically assigned according to the configuration of the connections placed downstream of the
System. These destinations can be modified by the operator before starting production. It is
possible to interrupt the input sequence and then to re-start it from where it was interrupted, even if
in the meantime other parts have been produced.

All the movements or actions performed by any active object present on the system can be counted
both to facilitate the maintenance and test operations and to obtain information on the wear
condition of some components. The operator must manually select the desired objects among the

lists that are at disposal in the system.

oftware for the Automatic Management of Batch Sequences and for

STATP4 - Package of analysis and elaboration of historical data
The MICROMACH control system of the Salvagnini equipment automatically records all the
significant events occurred during the machine's life; the STATP4 software package allows these

data to be analyzed at any time.

With this application it is possible to select a period of time which is of interest and of any length,
from a few minutes to a year, and obtain all the data relative to the indicated period in a few
seconds; general resumptive information, such as the machine productivity reports and the list of

panels made - with their characteristics - can be requested.

urthermore, it is possible to obtain punctual information, which is fundamental for an immediate
F' ti s:uch as the detailed list of the elementary events occurred and simulflt.e their replay at
?ﬁagn(')sshecc’i speed or at a step at a time, in order to exactly identify the conditions in which a
e wi

machine was at a certain moment.
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HP 4 : s
T 2715 Feeder-Unloader e i Y

P4-2512.ABT.LSA1 -LIA.VFAST.MMACHNT Servo-controlled Panel Bender

ALA 30/510/200 Automatic Length Adjustment of Blankholder

CLA Tab bending Unit VR

UC1000/2 Setof Tabbending tooling .

R81 ~ Water-Air Cooler A S Y ,‘

JOBP4.DIARIO Software B v o i

STATP4 Diagnostic software e

Programming Training 2 Days for 4 People '} g ’}1 (, L ‘}

Maintenance Training 3 Days at Your Works o
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