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The All-In-One Gauge

Concentricity / Eccentricity, Diameter, Ovality and Min. Wall Measurement
for Cat. 5...8, Coax, Telephone, Building, Automotive, Special Wire,
from 0.08 up to 10 mm (.003 up to .4 in.) O.D.

- 5
ODEX" 10 measuring unit in a extrusion line for Cat. 5, 6, ... cables.

ODEX® 10 utilizes the latest technology in laser optics and magnetic measurement.
It's fully digital (DSP), extremely fast, stable and compact.

8 magnetic and 4 optical measuring points with each 1200/sec. readings, all synchronized
in 1 plane, to guarantee top accuracy and immunity to vibration and misalignment.

Outstanding Advantages

B Minimum line space required m Extremely fast, 1200 readings/sec.

= No recalibration # Up to 0.5 ym (.00002 in.) repeatability for eccentricity
® No moving mechanics # Up to 0.05 pm (.000002 in.) repeatability for diameter
= No wear, no maintenance ® Very accurate

® No RF interference u QOutside diameter as small as 0.08 mm (.003 in.)

= No grounding problems ¥ True minimum wall thickness measurement

Worldwide Zumbach Customer Service and Sales Support:
Switzerland (H.Q.), Zumbach Electronic AG, P.O. Box, CH-2552 Orpund, Phone +41 (0)32 356 04 00, Fax +41 (0)32 356 04 30, E-mail: sales@zumbach.ch
USA, ZUMBACH Electronics Corp., 140 Kisco Avenue, Mount Kisco, NY 10549-1407, Phone +1 914 241 7080, Fax +1 914 241 7096, E-mail: sales@zumbach.com

Other ZUMBACH companies in Argentina, Belgium, Brazil, China, France, Germany, Great Britain, India, Italy, Spain and Taiwan.

www.zumbach.com
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Put it in REELEX

WINDINGS INC.
Tangle-Free REELEX Technology

39 JoN BARRETT RoAD @ PATTERSON, NY 12563
TerL: +1 845-878-7878 e Fax: +1 845-878-7884
SALES@REELEX.COM

WWW.REELEX.COM
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NIEHOFF

The worldwide partner
for the wire & cable industry

GRUFPFE

MASCHINENFABRIK NIEHOFF GmbH & Co. KG, Germany, Phone +49-9122-977-0, Fax +49-9122-977-155, E-Mail: info@niehoff.de, Internet:
www.niehoff.de - NIEHOFF ENDEX NORTH AMERICA INC., USA, Phone 856-467-4884, Fax 856-467-0584, E-Mail: sales@niehoffendex.com
MASCHINENFABRIK NIEHOFF GmbH & Co. KG, Germany, Phone +49-8342-7008-0, Fax +49-8342-7008-40, E-Mail: info@niehoff.de - MASCHINENFABRIK
NIEHOFF s.r.0., Nymburk, Phone +42-325 519 751, Fax +42-325 519 755, E-Mail: info@niehoff.cz -+ NIEHOFF-HERBORN MAQUINAS Ltda., Brasil,
Phone 11-41984322, Fax 11-419842 34, E-Mail: diret@niehoff.com.br - NIPPON NIEHOFF Co., Ltd., Japan, Phone 3-3257-0911, Fax 3-3257-0910,
E-Mail: s.kanazawa@nippon-niehoff.co.jp - MASCHINENFABRIK NIEHOFF GmbH & Co. KG, Singapore Representative Office, Phone 63369936,
Fax 63364070, E-Mail: niehoff@pacific.net.sg - MASCHINENFABRIK NIEHOFF GmbH & Co. KG, Germany, Shanghai Representative Office, P.R. China,
Phone 21-63906191, Fax 21-63906192, E-Mail: nscc@publicl.sta.net.cn - NIEHOFF of INDIA Private Limited, India, Phone 91-8455231632,
Fax 91-8455231629, E-Mail: daniel@noi.sify.net - NIEHOFF of Russia, Phone 7-095-230-5537, Fax 7-095-230-5539, E-Mail: info@niehoff.de
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X-RAY 2000

Online Measurement and Control
System for Diameter, Wall Thickness,
Eccentricity, and Ovality at Insulating
and Jacketing Lines

* MATERIAL SAVING
 PROCESS OPTIMIZATION
* INCREASED PRODUCTIVITY

‘\ See us at E
Wire & Cable Expo .
WWW. \ .COM Delhi Pragati Maidens, India

18 - 21 April 2007

SIKORA AG °* Bremen * GERMANY e sales@sikora.net
SIKORA ASIA » Fuzhou * CHINA ¢ sales@sikora-asia.com

SIKORA INDIA * New Delhi ¢ INDIA ¢ sikoraindia@gmail.com
SIKORA ITALIA - Vicenza * ITALY * sales@sikora-italia.com
SIKORA PACIFIC * Scoul * KOREA e sikora@chol.com
SIKORA RUSSIA * Moscow * RUSSIA ¢ sales@sikora-russia.com

SIKORA UKRAINE - Vinnitsa * UKRAINE e sikora@vinnica.ua h I rf .
SIKORA INT CORP -+ Peachiree City ® USA ¢ sales@sikora-usa.com Tec no ogy To Pe ectlon
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Here’s to a prosperous 2007

Firstly, I'd like to wish you all a happy and prosperous
2007.

I'm a little apprehensive having to write something
about myself. However, | feel it is important to formally
introduce myself to both readers and advertisers alike,
and to take the time to explain some of the changes
that you will hopefully notice as you read through this
issue of EuroWire.

On the more personal side I'm married to Helen, am a
fanatical supporter of Liverpool Football Club and have
a passion for live music. | also play golf, albeit very badly.
Please get in touch if you've worked out a formula to
finish 10 under par every time you play!

I've spent 22 years as a journalist, working my way from
‘tea boy’ on a local weekly newspaper to being one of
the sub-editors for the second largest circulation paid-
for weekly newspaper in the UK.

| think it’s fair to say that most journalists aspire to reach
the editor’s chair during their careers. | always wanted
to do that before | reached the age of 40 and, in that
respect, | have achieved my ambition with just six
months to spare.

The one over-riding thing that has struck me since
arriving at EuroWire is the enormous responsibility that
comes with the position.

Not for ensuring that the deadlines are met and the
magazine comes out on time, but the responsibility |
now have to the readers and advertisers to ensure that
we can be the very best source of information in the wire
and cable industry.

We are here to provide a service to you, to gather and
print news about the industry in which you work,
whether that is the latest technological news, technical
articles or the business in general.

Obviously we need your help to do this as efficiently and
effectively as we can. We will try and make sure that the
news is presented to you in an informative, detailed and
attractive style.

There are a number of changes you may already notice
within the magazine: The slight increase in the type size,
the change in the design of some of the sections and the
increase in the number of stories.

From the next issue there will also be a Letters Page,
‘Word on the Wire. This presents you with the ideal
opportunity to air your opinion on any subject within
the industry. | am sure that you will all make use of this
new facility.

I'd like to finish by thanking
everyone in the industry
| have met or spoken to
since arriving at EuroWire
for their kind words of
encouragement and offers
of help.

David Bell
Editor

The International Magazine
for the Wire and Cable Industries
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TERWIRE Presents:

TRADE EXPOSITION

‘ ‘ If you can make just one trip
to the U.S. in 2007,

make plans now to visit

during Interwire.

The contacts you make in less
than a week’s time will save you
time all year long.

b

Ron Reed, General Manager,
Horizon Wire & Cable
USA

Organized By:
® o @

WA TERWIRE

TRADE EXPOSITION
The Wire Association Internationul, Inc.

Supporting Sponsors:

W Soclsty of WCISA
/. Plastics Engineers o sl

A body in motion stays in motion.
And for Interwire 2007—the largest
and longest running wire and cable
marketplace in the Americas—a
surge of activity surrounds its
strategic move to the I-X Center,
Cleveland, Ohio, USA, May 5-10,
2007 to access a new industry hub.

Everything at Interwire 2007 is

designed to move you forward in

your industry and accelerate your

career. Exhibits. New business forums.

New contacts. Tech talk. Hot topics.
Everything revolves around the current best
practices in the global wire and cable industry.

We've added a new format as well as the co-
location of the International Fastener Exposition
to keep things moving.

“WIRE IN MOTION”’

Interwire 2007 is the only place in the Americas
to meet with the most influential industry profes-
sionals in the world who travel from more than
50 countries to participate.

Nothing stands still. Why should you?

Join the momentum that has thousands moving
in the direction of Cleveland for Interwire 2007.

See program details and register online at
www.wirenet.org or call The Wire Association
International at: (001) 203-453-2777 for details.

Interwire 2007. |-X Center Cleveland. Your move!

I-X Center
Cleveland, Ohio, USA
May 5-10, 2007

INTERNATIONAL FASTENER & PRECISION
FORMED PARTS MANUFACTURING

[
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Technical Articles

English
Technical Article

The advantages of using
induction heat technology
in the treatment of wire products

By Martin Wagstaff, Radyne, UK

m Deutsch
Technischer Artikel

Steigerung des Brennstoff-
Wirkungsgrad eines
FlieBbett-Gliihofens

Von J Friedman, Ryerson University,
Toronto, Kanada, und G Lundy,

The ICE Group Ltd, Quebec, Kanada
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Read EuroWire Magazine for:

" " Cabj
e Essential Global Industry News in € Indusgyjq.

English, German, Russian, Italian,
French & Spanish languages

® The latest technology & innovations
in wire & cable production and
processing

e Absorbing & informative feature
sections in every issue

¢ Educational and in-depth technical
articles by authoritative industry
scientists & engineers

® Extensive wire & cable event
coverage throughout the year

e And much, much more!

Subscribe On-line: www.read-eurowire.com/subscribe.cfm

Subscription Hotline: +44 1926 334137
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CHINA INTERNATIONAL
WIRE & CABLE TRADE FAIR
——

They came in their thousands . .. and were not disappointed!

A total of 32,000 trade visitors — 3,500 of them from more than
80 countries - descended on Shanghai’s New International
Expo Centre for the second wire & Tube China from
25-28" September 2006.

With an exhibition area of 40,000m? - 14,000 more than in 2004
- the stage was truly set for the 923 well-known enterprises both
from China and around the globe to show off their technology.

Organisers were The Shanghai Electric Cable Research Institute,
Messe Dusseldorf China Ltd, and the Metallurgical Council of the
China Council for the Promotion of International Trade.

A large number of delegates from Taiwan, India, South Korea,
Japan, as well as various provinces, municipalities and regions
within mainland China also attended the exhibition.

Attending the opening ceremony on Monday 25" September
were Joachim Erwin, Lord Mayor of Dusseldorf; Lu Yansun, former
Vice-Minister of Machinery Building Industry and Special Advisor
to China Machinery Industry Federation (CMIF); Liu Zhenjiang,
Vice-Chairman of China Iron & Steel Association (CISA); Zhang
Chengjun, Vice-Director of State-owned Assets Supervision and
Administration Commission of Shanghai Municipal Government;
Jian Heping, Vice-Director of Shanghai Municipal Foreign
Economic Relation & Trade Commission, and Werner Dornscheidt,
President & CEO of Messe Dusseldorf GmbH, among many other
distinguished guests, who cut the ribbon to mark the official
opening.

A total of eight national pavilions from Austria, France, Germany,
Italy, North America, UK, South Korea and Spain took part in
extensive display areas, while at Tube China, national pavilions
from Germany, Austria, UK, North America and Spain also
exhibited in similar fashion in a very busy four days.

In addition to the display of latest products, machinery
and technologies, the exhibition also demonstrated its
groundbreaking calibre with the introduction of a new Chemical
Material Zone, where internationally renowned wire and cable
material manufacturers took part and displayed their chemical
materials and products to trade visitors from home and abroad.

The introduction of the special zone was welcomed by

professional buyers from the wire and cable industry who were
able to view and purchase products to meet their different needs.

corporate at a glance

. It was party Leicester’s RG |
time in Attachments’
the Ukraine as purchase of a new
Maillefer  joined swivel bending

Odeskabel for the
20%  anniversary
of ATKT-100.

company.

machine is a real
bonus  for the

Thousands flock to
wire China

A Visitors in discussion
behind one of the

exhibition’s  artistic
displays
Nearly 60 international spring and fastener machine

manufacturers and 40 wire and cable product manufacturers
were also in attendance.

A total of 22 forums and technical seminars were held, covering
a wide variety of topics and attracting a large number of
professional delegates.

China Wire & Cable Industry Conference, a popular industry event
organised by Shanghai Electric Cable Research Institute, and an
‘Exhibition of 30-Year Achievements of China Optical Fiber and
Cable Industry’ and ‘30 Years of Optical Fiber and Cable Industry
in China, were run in parallel with the exhibition.

Messe Diisseldorf China Ltd
(Exhibitor & Visitor Service)
Fax: +86 21 6279 7337
Email: teddy@mdc.com.cn

Shanghai Electric Cable
Research Institute

Fax: +86 21 556 20467
Email: wilson@secri.com

A new brochure
from  DeWAL
Industries  describes
a range of high
performance  PTFE
films, increasingly in
demand.

EuroWire - January 2007
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€42million deal to
boost development

New Caledonia’s economic development
will be boosted - thanks to a €42million
deal between Alcatel and the Post and
Telecommunications Office (OPT).

Alcatel will roll out Gondwana-1,
a submarine cable network to link
New Caledonia with the Territory,
which  significantly  increases the
capacity of OPT’s network.

Completion, for the first quarter of 2008,
will see the project offer high-speed
connectivity to the Territory, and will link
Nouméa, in New Caledonia, to Sydney,
Australia, where it will interconnect with
the international routes towards Europe
and the US. A link will also connect
Poindimié, on the New Caledonian East
coast, to the Loyalty Islands.

Alcatel will deploy its new-generation
dense wavelength division multiplexing
(DWDM) submarine line terminal — the
Alcatel 1620 Light Manager (LM), its

cables and repeaters, as well as installing
its Optical Multi-Service Node (OMSN)
systems to connect the network’s
landing stations.

All this will be managed by the Alcatel
1350 management suite. They will
also be in charge of the configuration
and integration of the terrestrial and
submarine equipment.

Alcatel - France
Fax: +33 14076 1400
Website: www.alcatel.com

Simply The Best

The Professional Diamond Dies
Production Company

’ s TIE

1S0 9002
APPROVAL

‘WebsiteG www.tienchen.com.tw
TelG +668-3-4816521
FaxG +886-3-4823798
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Ken steps down after
54 years’ service

Technical director Ken Barker has retired
after 54 years' service with Ormiston
Wire, one of the oldest family-owned
manufacturing companies in the UK.

Ken, who joined the company after
completing his National SerV|ce in 1952
progressed through
the company
until becoming
managing director
after the retirement
of John Ormiston.

As technical dlrector
he oversaw and led
the rapid expansion 4 KenBarker

in the mid-1970s when Ormiston’s were
the major producer of small diameter
stainless steel wire ropes for the yachting
trade.

He also led the development of mixed
materials, i.e. Kevlar/tinned copper braid
as antennas.

Ormiston Wire - UK

Fax: +44 208 569 8601

Email: info@ormiston-wire.co.uk
Website: www.ormiston-wire.co.uk

AIM on target with
Soco deal

AIM, Inc, manufacturer of CNC wire
bending machines and accessories,
has chosen SOCO Machinery Ltd as its
exclusive representative and service
agency for Taiwan and Malaysia.

SOCO will handle all inquiries and
sales activity and can give clients
demonstrations at its site at Taichung in
Taiwan.

SOCO Machinery Co Ltd - Taiwan
Fax: +886 4 2359 2386

Email: socomc@seed.net.tw
Website: www.soco.com.tw
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New machine boost for
RG Attachments

The purchase of a new swivel bending
machine will allow UK firm RG Attachments
to form a variety of shapes from large
sheet metal.

This task had previously been unavailable
for the company who will find the machine
especially useful in the primary stages of
Tapeformer production, where large metal
sheets need to be chopped and formed
into smaller, more manageable pieces.

The new purchase will allow a higher
quality of Tapeformer to be produced,
especially for larger cable sizes.

RG has been producing Tapeformers for
more than 25 years, and they are used by
cable manufacturers to fold a variety of
insulating material around cable cores
before entering the final jacketing stage.

They can be used with many insulating
tapes including Mylar, paper and metalised
foils and can insulate a wide range of
cables including LAN, power, telephone,
communication and automotive cable.

The Tapeformer is positioned just before
the extruder head and guarantees
precision folds.

With an extensive selection of models
and folding profiles the Tapeformer
is  manufactured to clients’ exact
requirements.

RG Attachments - UK
Fax: +44 116 261 2403
Email: info@rga.co.uk
Website: www.rga.co.uk

= P TR

A WORLD OF RES

BOXY S.P.A. - 25010 Re
MOSSBERG REEL LLC
Ph. 1-800-426-0063 (I

\

el i
579011 - Fox: +39030957 2448 ) 30m - Www.boxy.com
land - RI 02864-5381MUSA BPAI-401-334-2255
ail: info@m ;nerg-reel.c'"‘ i mossbetg-reel.com
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What’s On and When
B January

13-16: Tekno/Tube Arabia 2007
— trade exhibition — Dubai, UAE
Organisers: Al Fajer Information &
Services

Fax: +97 14 340 3608

Email: alfajer@emirates.net.ae
Website: www.tekno7.info

B May

7-10: Interwire 2007 - trade
exhibition - Cleveland, Ohio, USA
Organisers: Wire Association Int Inc
Fax: +1 203 453 8384

Website: www.wirenet.org

28-31: wire Russia — trade exhibition
— Moscow, Russia

Organisers: Messe Duesseldorf GmbH
Fax: +49 211 45 6087 7793

Email: info@messe-duesseldorf.de
Website: www.messe-duesseldorf.de

B June

21-24: 8" China (Guangzhou)
International Metal & Metallurgy
Exhibition - Guangzhou, PR China
Organisers: Julang Exhibition Co Ltd
Fax: +86 20 38620790

Email: meiwen@julang.com.cn
Website: www.julang.com.cn

B October

2-4: Metaltech 2007 -
exhibition — Sao Paulo, Brazil
Organisers: Grupo Cipa

Fax: +55 11 5585 4359
Website: www.metaltech.tmp.br

trade

16-18: wire Southeast Asia 2007 -
trade exhibition - Bangkok, Thailand
Organisers: Messe Duesseldorf Asia
Fax: +65 6337 4633

Email: mdafairs@singnet.com.sg
Website: www.wire-southeastasia.com

17: Non-ferrous Bangkok Seminar
- technical seminar - Bangkok,
Thailand

Organisers: IWMA, ITA

Fax: +44 1926 314755

Email: info@iwma.org

Website: www.iwma.org

BB November

5-7: wire ‘07 Bologna - conference
- Bologna, Italy

Organisers: ACIMAF, CET, IWMA & WAI
Fax: +44 1926 314755

Email: info@iwma.org

Website: www.iwma.org

Affiliation ahead for IWCS and ECA?

The International Wire and Cable
Symposium, Inc (IWCS) and the Electronic
Components, Assemblies and Materials
Association (ECA) have entered into
a Cooperation Agreement, with the
expectation that it will lead to affiliation
between the two groups within the next
three years.

IWCS is a non-profit organisation whose
mission is to provide a forum for the
exchange of information among suppliers,
manufacturers, operators and users on
advancements in materials,
products, services
and systems for
transmission of
voice, data, video
signalandelectrical
current. The IWCS
has organised an
annual conference
and  symposium
for the past 55
years which is recognised globally as the
premier technical event in the wire and
cable industry.

processes,

1wcs | 3
Focus 3

ECA represents manufacturers and
producers of passive, electro-mechanical,
wire, cable and connector electronic
components, component arrays and
assemblies, and materials and support
services. It is the electronic components
sector of the Electronic Industries Alliance
(EIA), a partnership of electronic and
high-tech associations and companies
comprised of more than 1,300 members
in the $400 billion US high-tech and
electronics  industries. ECA  members
benefit from a dynamic link into a network
of programmes and activities in areas such
as business and technical information,
market research trends and analysis, access
to industry and government leaders,
technical and education training, and
others.

John Sicotte, Chairman of the Board of
Directors of IWCS, said: “The industry we
serve has been shifting the focus of its
innovation from the wire and cable itself
increasingly towards interconnect and
application technologies.

“In keeping with this trend, the scope
of the IWCS forum is evolving to better
address all the constituent and collective
elements of end-to-end cable systems. This
cooperation, and possible affiliation, with
the ECA, is a major step towards expanding
the scope and role of the IWCS!”

Robert Willis, President of ECA, added:
“ECA has always provided the broadest
possible platform of services to its
member audience. ECA has been a strong
supporter of IWCS for many years, having
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worked together in expanding the IWCS
programme to include new programmes
such as the Executive Forum in the annual
IWCS Conference. This agreement and
expected affiliation take this support to a
higher level. Technology and innovation
are focused on systems and this new
combination addresses that focus.”

The agreement runs for a period of three
years, after which each party will assess
the results of the collaboration and take
further action to affiliate. It is anticipated
that the core IWCS programme will remain
in place, with new products and services
added.

IWCS - USA

Fax: +1 732389 0991
Email: jbarteld@iwcs.org
Website: www.iwcs.org

ECA - USA

Fax: +1 703 875 8908
Email: Rwillis@ecaus.org
Website: www.ecaus.org

Word on the Wire...

EuroWire magazine is introducing a
new Letters Page as a regular feature
within the magazine, beginning with
the March 2007 edition.

The Letters Page gives the Editor
the opportunity to publish some
of the interesting and newsworthy
letters we receive at the EuroWire
editorial office each month - and
offers our customers and readers the
opportunity to write in about any
wire and cable related industry topic
and have their letter published in the
next available issue.

This is a new and ideal platform
to reach a large, specific wire and
cable audience within the leading
international trade magazine.

Letters should be written in English,
and be concise (around a maximum
of 250 words).

All letters must include the sender’s
name and address. If you wish to
remain anonymous please state this
clearly on your letter.

The Editor reserves the right to
amend and withhold letters, which
should be sent to:

Word on the Wire, Eurowire, 46
Holly Walk, Leamington Spa,
Warwickshire, CV32 4HY. UK. Emails
to editor@intras.co.uk
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JIANGSU JINTAILONG is the largest equipment manufacturer
in China for the steel cord making industry. Over the years we
have made high-quality, cost-effective machinery for some of
the best-known steel cord producers in the global tyre market.
Long-term relationships with our customers have been built
upon our proven innovation and our ability to take designs
through development and into real-time production. Come to
JIANGSU JINTAILONG for high-quality, cost-effective steel

cord equipment.

double twisting machine

structure
1x4,3+9,3+6,2+8,1x18

1x3,2+2,2+3,3x4,3x7,1x7,

speed(rpm) 2500-3500

main power(kW) 5-22

bobbin size B40,B60,B80,315

~ Min.outlet(mm) 4.0

wet drawing machine
number of drafts: 11-25

reduction per draft: 11%-16%
capstan: WC, HRC62-64

speed: 8-25 m/s

wire inlet: 0.8-2.8mm

wire outlet: 0.15-1.0 mm

this series is mainly used in production
of steel cord, gas-protective welding
rod and other high-speed wire pro-
cesses.

dry drawing machine

21200 21000 2900 @600 6560 2450 2400 [

Max.inlet(mm) 16 16 14 65 55 42 35 [

32 3.1-32 1.6 1.35 1210 0.98-0.85‘

Max.Speed(m/s) 10 75 65 14 14 15 1s|

motor power(kW) 132-160 110-432 110132 5530 4530 22-15 18515 |

360 drawing machine
number of drafts: 15-17

capstan: WC, HRC62-64
speed: 8m/s

wire inlet ; 2.8mm

wire outlet: 0.5mm-0.8mm

JIANGSU JINTAILONG MECHANICAL AND ELECTRICAL EQUIPMENT MANUFACTURER

ADDRESS: NO.288 DAQING.E.RD.TAIXING CITY, JIANGSU PROVINCE P.R.CHINA

AREA CODE: 225400

TEL: 0086-523-7668197 FAX: 0086-523-7760660 EMAIL: jsti@vip.163.com cellphone: 0086-13905264693
for further information, please visit our website: www.jsjintai.cn
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Techint Technologies
strengthens position

Techint Technologies has joined forces
with Hypertherm, a key-player in India
for the design and supply of industrial
furnaces for the metal industry.

Located in Mumbai, Hypertherm was set
up in late 2001 by six technocrats with a
combined furnace industry experience of
more than 150 years.

The company, with a reference list of more
than 50 installations in India and abroad, is
specialised in the thermal engineering field
with renowned competences in Reheating
Furnaces, Furnaces for Processing Lines,
Continuous and Batch Heat Treatment
Furnaces, Aluminium Furnaces, Lime and
Dolomite Kilns and Kilns for Ceramics.

The joint venture, named Techint
Hypertherm Pvt Ltd, will continue its
operations from Mumbai where they
employ almost 70 people and mainly
serve the Indian market.

Techint Technologies - Italy

Fax: +39 0246 93026

Email: techint-milano@techint.it
Website: www.techint-technologies.com

New order

Anshan Iron & Steel Co Ltd, China, has
awarded SMS Mevac, Germany, a contract
to supply a new RH-TOP vacuum unit.
Commissioning of the plant is scheduled
for early 2008.

SMS Mevac GmbH - Germany
Fax: +49 211 881 4386

Email: info@sms-group.com
Website: www.sms-demag.de

Zwick comes out
on top in universal
hardness testing

With its latest ZHU-topLine hardness
tester, Zwick is strengthening its market
lead as a supplier of premium universal
hardness testing equipment.

The first fully functioning prototypes
were showcased at last year's
International Forum for Materials Testing
in October in Ulm, Germany. These
machines have test loads from 1 to
250kg (9.81 to 2452N) and went on sale

at the start of the year.
During the development process,
special emphasis was placed on

high operating and measurement

convenience.

As a technology leader this universal
hardness tester is designed for
hardness tests according to Vickers,
Brinell, Rockwell, and other procedures.
It has been developed especially for

test laboratories/materials research,
or quality assurance in industrial
production.

Unique features of the machine

include its advanced digital zoom
optics for carrying out a wide range of
applications using a single lens, and
‘closed loop’ technology for automatic
load application.

An optional image processing system is
available for fully automatic evaluation
of the indentations, as are other options
and modules, like a motorised turret
and motorised compound table.

The hardness tester connects directly to
Zwick’s proprietary testXpert® software
resulting in a very easy to use and
reliable testing system. In addition, the
online language switching is extremely
useful for international organisations
and applications.

Zwick will be introducing more
hardness testers from this series up to
750 and 3000kg (7357N and 29,430N)
during 2007.

Zwick GmbH & Co KG - Germany
Fax: +49 7305 10 200

Email: hannelore.spahl@zwick.de
Website: www.zwick.de

Improved corrugator technology opens new fields of application

Cable specialist Nexans will present
optimised corrugator technologies for
its UNIWEMA® machines at TEKNO/Tube
Arabia 2007, which takes place in Dubai
from 13-16" January 2007.

UNIWEMA  machines are used to
manufacture smooth or corrugated tubes
and cable sheaths by continuous forming
and welding of metal strips.

The machines process stainless steel, steel,
copper or aluminium and their alloys,
welding the material in the TIG (tungsten
inert gas) process or using lasers.

Depending on the machine model and
equipment, tubes with an outer diameter
of 2mm-350mm can be produced. Typical
wall thicknesses for steel are between
0.Tmm and 3mm.

Corrugation gives tubes or cable sheaths
flexibility. A rotating disc-type tool presses
helical or annular corrugations into the
tube, with the shape of the corrugations
varying depending on the tool, feed rate,
pressure and corrugator speed.

The company’s new optimised tools
feature structural improvements to the
corrugator head bearing, allowing the
creation of deeper corrugations.

Production speeds of up to 35m/min (with
UNIWEMA 25) and corrugator speeds up
to 6,000rpm can be achieved. The new
tools can also be used to retrofit older
UNIWEMA systems.

With the corrugation depth, the surface
per cable length increases, which improves
heat dissipation and increases flexibility.
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The improved bending properties of
corrugated flexible metal tubes (CFMT),
in particular, open up new fields of
application, such as the production of
easy-to-install water and gas lines for
mains connection.

And it is that technology that can
also provide benefits in vehicle air
conditioning systems, where shock and
pressure-resistant  flexible corrugated
stainless steel tubes take on the
task of transporting carbon dioxide,
which is soon to replace conventional
refrigerants.

Nexans Deutschland Industries GmbH
& Co KG - Germany

Fax: +49511 676 3777

Email: uniwema.tech@nexans.com
Website: www.nexans.de
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Celebrating success
with Odeskabel

It was party time last September as
Maillefer joined Odeskabel in the Ukraine
to celebrate the 20" anniversary of
ATKT-100.

That was the name given to a first-of-its-
kind fully automatic production unit for
telephone cables, where Maillefer (then
Nokia Cable Machinery) was a partner.
Initial capacity was calculated for 1.2
million wire kilometres per year in two
shifts.

Even today, after 20 years of operation,
ATKT-100 operates at planned capacity to
answer current demand.

Friends, colleagues and some retired Odeskabel is expanding its markets in
workers travelled from Moscow and the Ukraine and surrounding countries
Finland to attend the celebrations @s it diversifies its cable products into
— expressing their pride in seeing their the communication and energy sectors.
dream still in full operation. Together they ~ According to company reports, invest-
evoked the planning phases of ATKT-100. ments in production, development and
modernisation over the last five years
Overcoming the challenges and bureau- have reached more than €11 million.
cracy of the former Soviet Union to get
project approval and financing proved Maillefer SA - Switzerland
memorable. It was through the combined  Fax: +41 21 691 21 43

A A Staff past and present join in the 20" anniversary

celebrations
efforts from Odeskabel and Maillefer that  Email: info@maillefer.net A Maillefer's Antti-Jussi Rissanen and Odeskabel’s
ATKT-100 became a reality. Website: www.mailleferextrusion.com Dmitry Vasilievitch lorgachov (right)

- :g PACKAGING LINES: HIGH-TECH, VERSATILE, RELIABLE
' -

‘. -
SN NEW DOUBLE HEAD

e

| SPOOL WINDING LINE

| [—" PS CostruzioNt MECCANICHE SRL - VIA DE CapPitaner 55/57 - 20041 AGrate Brianza (mi1) - ITALY
PHONE +390396898763 - Fax +390396898769

E-MAIL: PS@PSCOSTRUZIONI.COM - WWW.PSCOSTRUZIONI.COM

WIRE COILING SYSTEMS
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Zwick ! Roell

* Universal Testing Machines
starting from 500 N

¢ Accurate measurement of load,
displacement and strain

* Operation is child’s play
with the versatile
testXpert” software

To contact us for
further information:

Zwick GmbH & Co. KG
August-Nagel-Strafie 11
D-89079 Ulm/Germany
Phone: +49(0)7305-100
Fax: +49(0)7305-10200
www.zwick.com

info@zwick.de Q

Intelligent testing

An1S0 9001 Approved Company

GARG INOX LTD.

(Farmerly known as Garg Salos Co. Pvt Ltd)
Govt. Certified Export House

Manufacturers of:
Stainless Steel Wire & Round Bars
Grades:
Austenitic, Ferritic and Martensitic Series

Diameter Range:
0.040mm to 12mm in Wire

1.6mm to 50mm in Round Bars

We also deal in :
Stainless Steel Wire Products + Stainless Steel Sheet &
Sheet Products * Galvanized Wire « Zinc Wire

| Works: CH-9, Old Industrial Area, Bahadurgarh, Haryana (India)
Tel.: +91-1276-244231/ 32/ 33/ 34 » Fax: +91-1276-244235
E-mail: gargwire@vsnl.com * Web: www.gargwire.com

OUR OVERSEAS OFFICES:

USA.

UK. ;
gargwireusa@yahoo.com

gargwireuk—@—yahoo.co.uk

On time? Check it
online!

Purchasers can access these

website - www.colemancable.com

track their order.

status of all purchase orders.

Coleman Cable Inc - USA
Email: info@coleman-cable.com

Customers of Coleman Cables can now keep a
check on their orders — on-line and in real-time.

tracking
capabilities on the home page of Coleman’s

through their CCl Xpress extranet access code.
Once a purchase order is entered and the ‘Track It" button pressed, the user

is taken to an order summary page where the status of the order can be viewed.
Customers can then link directly to carrier websites, enter their pro numbers and

Customers can also request a CCl Xpress log-in account where they can view the

This is just part of the latest ongoing e-commerce initiatives from Coleman.

Fax: +1 847 689 1192
Website: www.colemancable.com

or

A New furnace will help boost production

Furnace and take-up equipment boosts wire
production at Sheffield factory

Wire manufacturer Wintwire Ltd is using
a new strand annealing furnace and take-
up equipment from Meltech Engineering
to boost production of stainless steel wire
at its Sheffield factory.

The Meltech furnace allows Wintwire to
expand its wire treatment services and
significantly reduce manufacturing lead
times.

Wintwire is a specialist supplier of steel,
stainless steel, copper, aluminium and
brass wire and profiles to the medical
and dental market worldwide, and
leading manufacturer of wire for model
railway track. Until recently Wintwire
subcontracted strand annealing. However,
with increasing demand for its products
the company has brought strand
annealing in-house.
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“We chose the Meltech furnace to give us
greater control of both wire production
and annealing quality. It also allows us to
bring production lead times down and
makes our manufacturing process more
flexible and efficient,” said Marc Turner,
commercial director at Wintwire.

The Meltech furnace operates at up
to 1,100°C. High specification thermal
insulation and rapid heating allow the
furnace to reach operating temperature in
less than 20 minutes. This, combined with
accurate temperature control along the
length of the furnace, will enable Wintwire
to exceed customer quality expectations.

Meltech Engineering - UK
Fax: +44 1245 680175

Email: sales@meltech.co.uk
Website: www.meltech.co.uk
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Roblon’s Middle East network expanding

Danish-based  Roblon  has  further
expanded its global network with the
appointment of a new representative in
the Middle East.

Emichem has been appointed to represent
both Roblon Industrial Fiber and its sister
division, Roblon Engineering, throughout
Kuwait, Oman, Bahrain, Jordan, Saudia
Arabia and the United Arab Emirates.

The two Roblon divisions now have
almost 60 representatives operating in 60
countries.

Roblon Industrial Fiber develops and
manufactures high-tech industrial fibres
including glass and aramid strength
members, standard and water-blocking
binder yarns, tapes and ripcords.

Also a specialist within the offshore
industry, the company has been awarded
ISO 9001 (quality management) and ISO
14001 (environmental management)
certification.

Roblon  Engineering develops and
manufactures serving, binding, take-up
and pay-off equipment. The servers can
wind industrial yarns around a cable with
high precision and a precisely adjusted
tension.

They are available in up to 24 positions,
and with various rotation speeds, lay
lengths and adjustable tension levels.
The two independent divisions also work
in partnership to provide joint solutions
involving both cable machinery and
materials for the cable-making industry.

The Roblon group is based in
Frederikshavn in Northern Denmark.
Emichem, which has its headquarters in
the United Arab Emirates, is headed up by
Shabih Rizwan Khan and Dawar Azmi.

Roblon - Denmark

Fax: +45 96 20 33 99
Email: info@roblon.com
Website: www.roblon.com

In control...

AlphaGary has completed the buy
out of Megolon, the halogen free
compounds manufacturer, and now
offers leading edge technology
encompassing halogen free, fire
retardant vinyl, and fluoropolymer
compounds. That technology is
designed to meet the fire safety
needs of the global wire and cable
industry.

AlphaGary Corporation - USA
Fax: +1 978 840 0856

Email: info@alphagary.com
Website: www.alphagary.com

New facility in Grand Rapids, Michigan

Interwire Products, USA, has opened a new 80,000ft? facility in Grand Rapids, Michigan,
to service the Western Pennsylvania, Ohio, Indiana and Michigan markets. This brings

the company’s total warehousing in the United States to 400,000ft2.

The InterWire Group supply ferrous and non-ferrous spring wire, special temper wires and
strips, and second process operation needs such as flattening, shaping, plating, edging,
torsion straightening and cutting. The company has also added new products to its

product line for the spring and OEM industry.

InterWire Group - USA
Email: info@interwiregroup.com

Fax: +1 914 273 6848
Website: www.interwiregroup.com

ARMOURING CABLE WIRE

HOSE WIRE

CALL TODAY FOR THE FURTHER INFORMATION!

Tel: +86-10-84927034. 51656609 +86-13910833898

Email:SALES@CHINA-IRONWIRE.COM

Fax: +86-10-84928449. 54658353
Web:WWW.CHINA-IRONWIRE .COM
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ataglance...

Joining forces has been one big
success story for Nashtec - the
offshoot of an alliance between
Germany's  Nabaltec AG and
American Alumina producer Sherwin
Alumina.

In October last year they started
production at their ultra-modern
newly-built  facility in  Corpus
Christi, Texas, of fine precipitated
Aluminium hydroxide as halogen
free, flame retardant filler (registered
trademark Apyral®40CD).

The plant, adjacent to the Sherwin
Alumina site, includes a precipitator,
a drying and filter system, and has
an annual production capability of
25,000 tonnes.
L R R 2

Techint Goodfellow Technologies
Inc (TGTI), Canada, has received an
order from Ternium Hylsa, Mexico, to
install a Goodfellow EFSOP™ process
control system.

Ternium Hylsa’s activities cover
a wide range of areas, from the
extraction of iron from its own mines
and the manufacture of steel, to the
production of finished products.

The new Goodfellow EFSOP system
is destined for Ternium Hylsa’s
Monterrey plant, the company’s flat
products division. The system will be
installed in a scrap preheating finger
shaft furnace which operates with
scrap and continuous DRI pellet
meltdown conditions.

L R R 2
DSM, Holland, shareholders have
appointed Rolf-Dieter Schwalb as a
member of the managing board of
directors and chief financial officer.

Born and raised in Germany, he
is an all-round and experienced
CFO at Board level with business
experience, who masters all the
functional areas of the finance
function.
L X X 2

Nottingham, UK-based, end-of-line
packaging solutions specialists MJ
Maillis has introduced a large choice
of edgeboard solutions, made of
plastic and cardboard, for companies
who want to minimise damage to
goods in transit.

Specially formulated to protect
products during shipping and storage,
the edgeboard has been designed to
provide protection against impact,
scuffing and scratching.

corporate news

Three new lines to increase capacity at WISCO

Wuhan Iron & Steel Group Company
(WISCO), China, produced the first
galvanised coil on the last of three new
continuous hot-dip galvanising lines
supplied by SMS Demag, Germany, on 1+
October - two months after the third and
second had processed their first coils.

The coating processes used by line
one, involving GA (Galvannealed) and
Gl (Galvanised), and those used by line
two with Gl and GF (Galfan), and by line
three with Gl and AL/Zn enable WISCO to
produce high-quality grades such as CQ,
DQ, DDQ, EDDQ, SEDDQ, CQ-HSS, DQ-HSS,
DDQ-HSS, BH-HSS, TRIP and DP.

Strip width for the new line is 1,000 to
2,080mm and the strip gauge is 0.4 to
2.5mm with an annual capacity of around
475,000 tonnes. The maximum process
speed amounts to 200m/minute for all
three facilities.

The grades produced on the lines find a
wide variety of uses in the automotive
industry and for the manufacture of
household appliances.

With the commissioning of the hot-
dip galvanising

lines, WISCO will be

A

AIM’s European opening

increasing its annual production capacity
by 1,240,000 tonnes.

SMS Demag - Germany

Fax: +49 211 881 4386

Email: thilo.sagermann@sms-group.com
Website: www.sms-group.com

Growing range

A growing product range is just one
outcome of the collaboration with Haver
& Boecker, Germany, for Haver Standard
India Pvt Ltd.

One of the leading wire weaving
companies in India, Haver Standard’s
teams have been working closely with
customers to expand their range.

Currently they offer woven wire mesh,
spinneret  disc filters/candle filters,
demister pad/misterscreen, knitmesh
- column packing pads/random packings,
and silver wirecloth/silver granules.

Haver Standard India Pvt Ltd - India
Fax: +91 22 2208 6915

Email: wiremesh@haverstandard.com
Website: www.haverstandard.com

AIM Europe celebrated the grand opening of its new 3,000m? factory in Athens, Greece,

last September.

More than 150 guests joined President, Constantine Grapsas in opening the new
premises which will serve the markets of Europe, Africa, Middle East and Russia.

“AIM Europe SA will give the same level of quality and support in Europe that we have
been giving to our clients for over 15 years in North America,” said Grapsas.

AIM Inc - one of the leaders in the steel wire machine industry - manufactures CNC

wire bending equipment.

AIM Europe SA - Greece

Fax: +30 22620 59231

Email: info@AIMEuropeSA.com
Website: www.aim-inc-usa.com
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Success at wire China

Troester GmbH & Co KG, Germany, a
supplier of machines and complete lines
for the cable manufacturing industry, has
announced that its participation in wire
China 2006 was a success.

The company, which exhibited in
cooperation with Troester Machinery
Shanghai, was able to sign three contracts
for VCV and CCV lines for the production
of medium and high voltage cables, to be
delivered into China.

“China is a very important market for
Troester, and we are looking forward to
continuing good business here also in
the future,” stated Mr Dirk Schmidt, sales
director.

The main attraction at the company’s
stand was the Triple Cross Head TQu
50, which features conical design of the
material distribution flow channels, and a
precise fit, to ensure high quality sealing.

Computer calculated flow channels and
precise temperature control of all three
layers allow very low wall thickness
tolerances, resulting in material savings.

Troester GmbH & Co KG - Germany
Fax: +49 511 864 028

Email: info@troester.de

Website: www.troester.de

New president

for ANIMA
ANIMA - the Federation of the Italian
Associations of Mechanical and

Engineering Industries — has elected Ettore
Riello as its new president.

ANIMA represents
all major companies
of the mechanical
and engineering
industry within the
Italian Confederation
of the Industry
- Confindustria, that
employs 200,000
people.

Riello, a graduate
of the University Ca’
Foscari in Venice, is president of Riello
SpA.

A Fttore Riello

He is a member of the Directive Council
of the European Heating Industry (EHI),
Palladium Financial, Veneto Nanontech
and TeleArena.

Anima - Italy

Fax: +39 0245 418545
Email: anima@anima-it.com
Website: www.anima-it.com

NE@POOL COPPER SPOOLS

FOR WINDING
WELDING WIRES

| SPOOL BS300/18 KG
( SPOOL BS300/22 KG
' Dimensional features mm
| outside diameter 300
{ outside width 100
| hole diameter 52

Welding Wire Capacity: 18/22 Kg
o

— v - T

The construction procedures of the
spool type BS supply the structure with
precision, stiffness and narrow
tolerances suitable for layer winding.

The spool, made of coppered drawn steel wire, can be supplied either
copper coated or rlasﬁc coated.

Due to it's particular construction no spool adapter is required as it fits
directy onto any standard wire feed unit.

The spool is fully recyclable so there is no extra cost for disposal.

NEW SPOOL srl
38010 MOLLARO (TN) - Italy
Via dell'Industria, 11/
Telefono +39.0463.469.439
Fax +39.0463.461.361
E-mail: info@newspool.it
www.newspool.it
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Consteel for Arvedi

Italian steelmaker Arvedi is to install
a 250-tonne Techint EAF-Consteel®
system, to supply the liquid steel for
its new endless steel production (ESP)
line. The company’s new EAF (electric
arc furnace) will be integrated
with Techint’s patented Consteel
continuous preheating system, and
will reach the worldwide highest
capacity for a single furnace: 300 t/hr
with 100 per cent scrap feeding.

The melting unit will be equipped
with technological solutions
developed by Techint Technologies
for electric arc furnaces, such as the
Goodfellow EFSOP™ off-gas process
control system, KT™ oxygen and
carbon/lime lances for chemical
injection, and TDRH, the electrode
digital regulation system. Two Techint
250-tonne ladle furnaces will also be
installed downstream of the furnace.

Techint Technologies - Italy

Fax: +39 010 605 4926

Email: tech-italimpianti@techint.it
Website:
www.techint-technologies.com

Galvanized Steel Wire & Strands for ACSR
ASTM and IEC Standard

il

Hfm‘}‘.‘ |

Anbao (Qinhuangdao) Wire & Mesh Co., Ltd.

Add: No.243, Xigang Road, Qinhuangdao, P.R.China, 066000
Tel: +86—335—3893600 Fax: +86—335—3870760

email: anbao@anbao.net Website: www.anbao.com

A The new Nexans plant at Tokyo Bay

It’s all systems go for Nexans

Nexans celebrated the start of production at its new
submarine high voltage power cable plant at Tokyo Bay,
Japan, at the start of November 2006.

The opening ceremony follows the creation of the
production joint venture NVC, owned 66% by Nexans and
34% by Viscas (JV between Furukawa Electric Co Ltd and
Fujikura Ltd).

Gérard Hauser, Chairman and CEO of the Group, and
Teruyoshi Tanabe, President of Viscas, along with senior
management from both companies, shareholders, local
dignatories and the Mayor of Futtsu — where the plant is
located - attended the opening ceremony.

During the ceremony, Gérard Hauser, Teruyoshi Tanabe
and Jean-Luc Canivet, the new managing director of
NVC, underlined the strategic importance of the new
manufacturing facility.

“By creating this joint venture and obtaining a new
production facility, Nexans confirms its leadership position
in the fast-growing submarine high voltage power cables
market,” said Gérard Hauser.

“The Tokyo Bay plant will actually allow Nexans to increase
significantly its cable and service activity in this field.”

Nexans - Germany

Fax: +49 511 676 2480
Email: info@nexans.com
Website: www.nexans.de
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Multi-billion dollar expansion plans

Borouge - one of the leading providers of
innovative plastics solutions — has outlined
its progress towards awarding engineering,
procurement and construction (EPC)
contracts for the multi-billion dollar
expansion of its production facilities in
Ruwais, Abu Dhabi.

The company also announced that
it initiated the tender process for
distribution and storage hubs in the
Middle East, North East Asia and South
East Asia and the provision of global
shipping between all hubs.

These hub operations will be implemented
in phases beginning in 2007.

As one of the world’s largest plastics
projects, Borouge 2 is a key part of
Borouge’s strategy for growth, tripling its
production capacity and consolidating
its position in markets throughout the
Middle East, Asia-Pacific and Africa.

Online promotion

Wiredrawing.net is an international
showcase for exhibitors to display
their business online. On virtual
stands exhibitors can promote both
company and products, advertise
events, articles and pictures in four
different languages.

www.wiredrawing.net - Italy
Fax: +39 0341 581141

Email: info@trafilatura.com
Website: www.wiredrawing.net

DeWAL brochure offers

engineered solutions for
manufacturing wire and

cable

A new brochure available from DeWAL Industries
details a wide variety of high performance PTFE
films increasingly in demand in the wire and

cable industry.

The Borouge 2 project comprises an
ethane cracker that will produce 1.4million
tonnes of ethylene per annum and the
world’s biggest olefins conversion unit,
producing 752 Kilotonnes per annum.

Its two Borstar® polypropylene plants will
have a combined annual capacity of 800
Kt while the Borstar Enhanced PE plant
will have an annual capacity of 540 Kt.
The new expansion will be located next to
Borouge’s existing petrochemical complex
in Ruwais.

The company has invited expressions of
interest for:

@ A distribution and storage operations
hub in South-East Asia

@ A distribution and storage operations
hub in the UAE

@ Two distribution and storage operations
hubs in North-East Asia

@® Container and product handling in
Ruwais, UAE

@® Global shipping between hubs in
Middle East, North East Asia and South
East Asia including ports of destination

Hubert Puchner, chief executive of
Borouge Pte Ltd, said: “Together, these
facilities will put in place the integrated,
flexible and competitive supply chain
needed to support Borouge's expanded
market positions and broader product
portfolio.”

Borouge Pte Ltd - United Arab Emirates
Fax: +9712 6312999

Email: info@borouge.com

Website: www.borouge.com

The DeWAL brochure gives specs and lists
pertinent features of skived PTFE (Teflon®)
films, both virgin and conductive. It also
gives specs and distinguishes the features
of DeWAL extruded PTFE films — unsintered,
low density and specialty laminated.

The brochure describes a broad range of standard and custom DeWAL films as
well as the considerations to be made when selecting traverse, pyramid or flat pad
packaging.

DeWAL Industries — USA
Email: cbrooks@dewal.com

Fax: +1 401 783 6780
Website: www.dewal.com
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Order books are bulging at Concast

Concast, Switzerland, has seen the order
books bulging recently, picking up a
number of contracts worldwide.

Zhangjiagang Rongsheng Steelmaking
Co Ltd, a subsidiary of the Shagang
Group, China, has ordered a five-strand
billet caster.

The new section sizes to be cast are
150mm-160mm square. The Concast high-
speed caster with an 8m radius will be
supplied with a CCS-Concast Continuous
Straightener, mould and retractable
oscillator, as well as secondary cooling.

Tunisia’s Elfouladh, Société Tunésienne
de Sidérurgie, has ordered a 25 tonne
arc furnace, following the successful
revamping of the existing ABB-EAF in
June 2005.

The new furnace, with an annual
production of 230,000 tonnes, will be
equipped with EBT lip and ConsoTech
burner. Commissioning is scheduled for
the end of 2007.

Mechel Targoviste AG, Romania, a member
of the Russian Mechel group, has placed
an order to build a continuous caster. With
its three strands, the caster will guarantee
an annual production of 500,000 tonnes.

The section sizes cast will be 140 x 140mm
and 150mm x 180mm. The facility will
be equipped with a new stopper rod
mechanism for both open and submerged
casting, and the supply scope includes
modern  CONVEX® technology and
marking machines.

Concast is also supplying Pohang Iron
& Steel Co, Ltd (POSCO), Korea, with a
three-strand continuous bloom caster -
increasing the annual capacity at the site
to 1.1million tonnes.

The section size of the blooms is 400 x
500mm, and the special steel grades to
be cast will include cold-heading steels,
spring steel, bearing steel, tyre wires and
welding wires.

The plant, with a 16.5m casting radius and
multi-point straightening, is equipped with
Concast technology: plate-type moulds
with mould stirrer, strand stirrer (rotating),
air-mist cooling system, mechanical soft
reduction at the pinch roll unit (a total
of eleven modules), torch cutter with
deburrer as well as bloom marking.

Together with the consortium partners
POSCO E&C and POSCON, two companies
of the POSCO group, Concast bears the
overall responsibility for the technological
concept and will supply the core

components. The first cast is planned
for 31¢ December 2007.

Zhangjiagang Hongchang Wire Rod Co
Ltd, part of the Shagang Group, China,
has ordered a minimill from Concast.
The commissioning of the minimill, with
an annual capacity of 1.15 million tonnes,

Kardemir AS with its head office in
Karabiik, Turkey, has awarded Concast an
order for a 90 tonne vacuum degassing
facility with mechanical vacuum pumps.

The vacuum facility is to be integrated into
the existing process chain in order to treat
the steel arriving from the 90 tonne BOF.

is planned for the spring of 2007.

Intensive  consultancy  services
technical supportregarding the production
of vacuum-treated steel are integral
parts of the contract. Commissioning is
scheduled for January 2007.

The scope of supply includes a 110 tonne
electric arc furnace with single-bucket
charging and supply of hot metal, a ladle
furnace with a turret for four different
positions as well as a twin-tank vacuum
degassing facility. The six-strand caster
to be supplied for the 150mm square
section size is equipped with CONVEX®
technology and accessories.

Concast AG - Switzerland
Fax: +41 1204 6511
Email: sales@concast.ch
Website: www.concast.net

and

New extrusion film technology to AAPPI

Wayne Machine and Die Company has designed, built and sold a combination 5-layer
yellow jacket laboratory blown and cast film line to the Advanced and Applied
Polymer Processing Institute in Danville, Virginia.

This system is based upon new Yellow Jacket die technology that is capable
of producing 5-layer blown and cast plastic film in A-B-C-B-A and other
configurations. The line can process polyolefins such as LDPE, LLDPE, and HDPE,
barrier materials such as EVOH, and adhesives for tie layer applications.

It is ideal for rapid
development of multi-layer
structures for subsequent
testing, while using small
amounts of raw material,
utilising 5-Layer blown film
stack type die and a 5-Layer
feedblock and cast film die.

The line consists of three 1"
24:1 yellow jacket extruders,
dies, blown film takeoff,
cast film takeoff and torque
controlled winder. The new
line is capable of up to 12"
layflat blown film and 8" wide cast film.

A The5layer cast film line

Full instrumentation, including digital auto-tune temperature controls and melt
pressure indicators are part of each extruder.

The line includes a PC-based data acquisition system that interfaces to each
extruder control panel and to record process parameters for statistical analysis,
create trending plots and perform recipe storage.

The Advanced and Applied Polymer Processing Institute is a full-service polymer
processing and research centre.

AAPPI is an innovation enterprise of the Institute for Advanced Learning and
Research, in partnership with Virginia Tech.

The Institute for Advanced Learning and Research is focused on the economic
transformation of Southside Virginia.

Fax: +1 973 256 1778
Website: www.waynemachine.com

Wayne Machine and Die Company - USA
Email: jscuralli@ewaynemachine.com
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A The (/S Skagerrak - soon to be renamed the C/S Nexans Skagerrak

Joining the fleet...

As part of its submarine energy cables
activities, Nexans has bought the C/S
Skagerrak — one of the world’s most
advanced cable-laying vessels.

Nexans, a global leader in the cable
industry, purchased the vessel from
Bourbon Cable AS, a Norwegian
subsidiary of French company Bourbon,
after operating her exclusively for a
number of years.

The ship is also to be re-named
C/S Nexans Skagerrak.
"This  purchase  confirms  Nexans’

commitment to the submarine cable and
umbilical markets and underlines our
strategy to provide our customers with
a comprehensive turnkey service from
design, development and manufacture
to installation,” said Yvon Raak, Nexans’
Executive Vice President Europe.

Nexans has retained operational control
of the C/S Skagerrak on a long-term

charter basis for many years, during which
time she has been involved in a variety
of major submarine cable projects such
as: both power links between Spain and
Morocco (1997 and 2005); the Gemini
project in the Gulf of Mexico (1999); the
Abu Safah project in Saudi Arabia (2004).

C/S Skagerrak is currently involved in the
NorNed link between Norway and the
Netherlands which, at 580 km, will be the
world’s longest high-voltage submarine
power link.

The C/S Skagerrak — one of only two
vessels of this kind in the world — was the
first purpose-built ship to be designed
specially for the transport and installation
of submarine high-voltage power cables
and umbilicals.

Nexans Deutchland Industries
GmbH & Co KG - Germany
Fax: +49 511676 3777

Email: info@nexans.com
Website: www.nexans.de

ataglance...

Blistein GmbH & Co's four stand
tandem mill is to be modernised by
Germany's SMS Demag during the
winter shutdown in 2008.

The facility, at Hagen-Hohenlimburg,
is used for the roughing and finish-
rolling of hot-rolled structural steels,
quenched and tempered steel
grades and highly work-hardened
special sheets.

In order to revamp the mill to a
standard which exceeds current
state-of-the-art levels, new servo-
hydraulic control systems will be
provided for roll-gap adjustment
and roll bending, as well as roll-gap
lubrication dependent on strip width
and the DS (Dry Strip) system for strip
drying, patented by SMS Demag.
L X X 4

Altana Electrical Insulation, a Division
of Altana Chemie AG, is announcing
price increases for its wire enamel
product line in Europe of 7-8% from
1¢* February 2007, or as contracts
allow.

The increase is to offset increases in
raw material costs and operational
costs such as energy, environmental,
legal and regulatory compliance.

This price adjustment will allow
Altana Electrical Insulation and its
affiliates to continue to offer the
high performance of products and
services that the customers expect.

L X X4
Scott Coope has been promoted
to senior product manager, wire
and cable systems, at US firm
Davis-Standard, LLC.

He has held a variety of positions
within the company since joining
them in 1994.

Single Twist Cabling

A competitive alternative to the traditional Drum Twister and Bow Cabler for the

assembly of individual elements with cross sections up to 4/0 AWG or 95mmZ. The unit
is available as a speed controlled unit or with an integrated dual wheel capstan and
is ideally suited for the rigid assembly of multi-element cables with stationary payoffs.

YRoTER
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Part ownership for Lesjofors

Lesjofors has taken part-ownership of gas spring
manufacturer Hanil Precision Co Ltd, of Korea, and
extended its range of development and production.

Established in 1984, Hanil's springs are certified
according to QS9000, TS16949, Single PPM and
I1SO 14001.

Dating back to 1675, Lesjofors Gas Springs are
manufactured from the highest quality material,
benefiting from the most modern production
processes and a certified quality system.

The firm’s gas springs can be used for balancing,
unloading or as a safety trigger in many designs.

Sweden's Lesjofors has recently unveiled a new gas
springs guide, providing everything needed to know
about their design, manufacture and performance.

The group is organised into three main business areas
focusing on flat strip components, coil springs, wire
products and after sales products for vehicles.

Lesjofors AB — Sweden

Fax: +46 54 21 0810

Email: info.hja@lesjoforsab.com
Website: www.lesjoforsab.com

corporate news

Second Duisburg order within
the year for SMS Demag

ThyssenKrupp Steel AG, Germany, has placed an order with SMS
Demag, Germany, for the supply of three new coiler units for the
hot strip mill at Beeckerwerth — making this the second order within
a year for the modernisation of coiler units in the hot strip mills
at Duisburg.

The work includes three shiftable coilers, including all mechanical
equipment, utility systems and the entire electrical and automation
systems.

The fully hydraulic three-roll coilers are designed for tube grades up
to a thickness of 25.4mm.

A revamping concept has been developed with ThyssenKrupp Steel
which has been adapted to the planned short shutdown periods and
blocks of shutdown periods to avoid further shutdowns.

This modernisation is a systematic continuation of ThyssenKrupp
Steel’s strategy to ensure that the Beeckerwerth hot strip mill is always
up-to-date with state-of-the-art equipment, with the aim of satifying
customer requirements.

Commissioning of the first coiler unit has been scheduled for
December 2007.

SMS Demag - Germany

Fax: +49 211 881 4902

Email: bettina.altenkamp@sms-group.com
Website: www.sms-group.com

THE QUALITY TODAY
THE MARKET TOMORROW.

Machinery with proven performances in our

customers'factories all over the world.including:
U.S.A., England, Italy. France.Germany . Turkey,
Belgium, Korea, Japan.Iran.Malaysia. Singapore.

Brazil, South Africa ete.

Please contact us for more details about our machines:

®GSB series High Speed Braiders

oGSB-Z series Heavy High Speed Braiders

e®Pay-off and take-up

e®Rewinding Machine

®LRB]J-vertical Taping Machine series
ePrinter and Print Wheel series Products
eMetering Device series Products
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Expansion doubles conditioned laboratory space

A The completed expansion at Plastics Technology Laboratories, USA

Plastics Technology Laboratories Inc
(PTLI), USA, has completed a major
expansion which has more than doubled
its conditioned laboratory space and
added extensive capabilities to the
company’s full service plastics, elastomers,
composites, and film testing services.

The new laboratory capabilities include
additions to  physical, mechanical,
analytical, rheological, electrical, optical,
flammability and weathering test services.

The company’s new machining laboratory
with  CNC machining, bridgeport and
lathe capabilities can provide machined
specimens from virtually any type
of parent form, including extruded
sheet, rod, tube or profile, composite
fabrication, thermoformed or injection
moulded part.

PTLI's wet chemistry laboratory allows
the company to conduct testing
including acid digestion/void content
(ASTM D2734), chemical compatibility
(ASTM D543, ISO 4599, UL) at elevated
temperatures and sealed atmosphere
exposure, retention of properties after
surface application or immersion, and
hydrolytic stability testing.

The company has also created new
laboratories for weathering, flammability
testing, and tribology (the science of
surface technology, friction, lubrication,
and wear).

Plastics Technology Laboratories, Inc
-USA

Fax: +1413 499 2339

Email: ptli@ptli.com

Website: www.ptli.com

Management
complete Davis-
Standard buy out

Davis-Standard has been bought out
by its management and an investor
group, led by Hamilton Robinson LLC,
a Stamford, US-based private equity
firm.

The acquisition supports Davis-
Standard’s strategy to extend its
global converting and extrusion
systems businesses, as well as the
Chemtura Corporation’s decision to
divest of a non-core business.

The business will continue to be
led by the existing Davis-Standard
management team and the
company’s financial strength will
be preserved under the new capital
structure.

Davis-Standard, LLC, has facilities
in Pawcatuck, Conn; Somerville, NJ;
Fulton, NY; Germany and the UK.

Davis-Standard LLC - USA

Fax: +1 860 599 9686

Email: swhewell@davis-standard.com
Website: www.davis-standard.com

New advisory board chairman

Dutch company DSM has appointed Professor Bert Meijer as
chairman of its new Scientific Advisory Board.

The creation of the advisory body is in line with the
company’s Open Innovation policy. The other members
of the advisory board will be internationally recognised
leading experts in fields that are important to DSM, such as
biotechnology, nutrition, material sciences, chemistry and
process technology.

Professor Meijer is a distinguished University Professor
of Molecular Sciences at the Eindhoven University of
Technology.

He received his PhD in organic chemistry from the University
of Groningen, and has held various positions in both industry
and academia. Having worked as a research scientist in
molecular materials at Philips Research Laboratories in
Eindhoven, he joined DSM Research in 1989 as head of the
‘New Materials’ department, a position he held until 1992,
when he became Full Professor of Organic Chemistry at the
Eindhoven University of Technology.

Inosym Ltd

Ph +64 21 353 634

Fax: +64 3 341 6668

Email: inosym@inosym.com
Web: www.inosym.com

In 2004 he was appointed to his current professorship.
Professor Meijer is an acclaimed scientist who has won
several prestigious national and international awards.

DSM - Holland Fax: +31 45 5740680
Email: media.relations@dsm.com  Website: www.dsm.com
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Innovative - that’s FIB

At the heart of award-winning FIB's
business lies the production of heat
treatment lines for the steel wire
industry, where the company is one of
the world’s leading suppliers.

Having just collected the Brussels
Export Award for 2006, FIB's range
of products in this field includes
continuous or batch heat treatment
installations, galvanising lines with
wiping systems and oil tempering lines.

Wires processed on its installations
go on to become, among others, tyre
cord, springs, lift and crane cables, dry
clean hangers, nails and piano wire.

The company’s policy of continually
researching new and innovative
technologies has led to the
development of dynamic wiping
which allows fine and accurate control
of the quantity of zinc on the wire.

Continuous galvanising lines have
to run at higher and higher speeds
and the control of the zinc coating
was becoming a critical challenge
parameter to master.

FIB - Belgium

Fax: +32237637 11
Email: info@fib.be
Website: www.fib.be

Leoni’s strong sales

Leoni AG, Germany, has reported a rise
in sales of 35 per cent in the first nine
months of 2006, compared with the
same period last year.

The jump is partly due to new large-
scale orders for the company’s wiring
systems division from customers in the
automotive and commercial vehicle
industries. At their peak, these orders
amount to more than €400 million.

The company’s wire and cable division
also made strong gains with sales
growing by some 67 per cent, to €815
million. Studer Draht-und Kabelwerk
AG, the Switzerland-based special
cables company acquired at the end
of July 2006, also contributed to the
success. With Studer, Leoni AG will
expand its position in the market for
industrial and transport engineering
cables. The company also acquired
NBG Fiber-Optic GmbH, Austria, in
October 2006.

Leoni AG - Germany
Fax: +49 911 2023 231
Email: info@leoni.com
Website: www.leoni.com

Rothe Erde orders a further ring rolling machine

A Rothe Erde manufactures large-sized anti-friction bearings

SMS Eumuco GmbH, Germany, has
received an order from Rothe Erde GmbH,
part of ThyssenKrupp Technologies,
Germany, for the supply of a further ring
rolling machine for its manufacturing
works in Dortmund.

Rothe Erde is a major producer of large-
sized anti-friction bearings, such as ball
joints and roller-bearing slewing rings,
wire-race bearings and seamless-rolled
rings of steel and non-ferrous metals.

The company will use the new
radial-axial ring rolling machine (type
RAW 63(80)/63(80)-1250/450) to expand
its existing production capacities, to
incorporate a planned product range of
rings weighing up to around 250 kg.

The maximum dimensions of rings
produced by the machine are 1,250mm
ring outside diameter and 450mm ring
height.

The new ring rolling machine will form
an integral part of a completely new
production line, which will be the fourth
production facility for rings in Dortmund,
Germany.

At its Dortmund works and at the Rotek
subsidiary works in the USA, the company
operates a total of three ring blank presses
and four ring rolling machines from SMS
Eumuco.

A further ring rolling machine of size RAW
200(250)/200(250)-5500/630 is currently
being built, for ring production in the
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Chinese manufacturing works of XREM,
belonging to Rothe Erde, in Xuzhou, China.

SMS Eumuco GmbH - Germany
Fax: +49 214 734 1000

Email: info@sms-eumuco.de
Website: www.sms-eumuco.de

Rothe Erde GmbH - Germany

Fax: +49 231 186 2500

Email: rotheerde@thyssenkrupp.com
Website: www.rotheerde.com

6,000km network

Alcatel is to install a new 6,000km optical
transport network in Kazakhstan after
Kazakhtelecom JSC, the leading service
provider in the country, selected the
French company to supply the solution
to triple play service delivery, including
enhanced high-speed Internet access
and evolution to IPTV (Internet protocol
television).

The network will increase the capacity
and extend the reach of Kazakhtelecom’s
existing infrastructure.

The €5m project is scheduled for
completion in the first quarter of 2007.
The new network will be the longest
backbone network to be rolled-out in
Central Asia, covering around 133 districts,
10 regional and 14 local departments.

Alcatel - France
Email: pressnews@alcatel.com
Website: www.alcatel.com
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Largest deal yet for Nexans

Nexans is doubling its presence in
the Asia-Pacific area by buying out
Australian company Olex for A$515m
(€310 million).

The purchase of Olex - the cable
industry leader in the Australasia
region - is the largest deal yet by
Nexans.

Olex employs 910 people and has
an annual revenue of €330 million
from three manufacturing sites in
Tottenham and Lilydale in Australia,
and in New Plymouth, New Zealand.
They also have a dozen sales offices
in Australia, New Zealand, Singapore
and China.

The company’s activities are divided
between markets for cables for
power network infrastructure (33%),
speciality cables for industry such
as mining (24%), and cables for the
building sector, both energy and
telecom (43%).

“This acquisition is in line with our
strategy to expand in the Asia-
Pacific area, a fast-growing area,
and strengthens the geographical
rebalancing of our Group," said Gérard
Hauser, Nexans’ Chairman and CEO.

This transaction is subject to the
approval of the Australian authorities.

Nexans Deutschland Industries
GmbH & Co KG - Germany

Fax: +49 511676 3777

Email: info@nexans.com
Website: www.nexans.de

Three more join up
for Fastener Tech 07

Three more groups are now on board
for Fastener Tech™ ‘07 to be held
25-28" June in Rosemont, Chicago.

Billed as the ‘All Fastener Industry
Event in the Heart of Fastener
Industry; the exhibition will provide
educational value for fastener
manufacturers,  distributors  and
users.

New to the show is the ASM Heat
Treating  Society, the Chicago
Metal Finishers Institute (CMFI) and
Distributor’s Link magazine.

Fastener Tech™ 07 - USA

Fax: +1 330864 5298

Email: info@fastenertech.com
Website: www.fastenertech.com

And the WCMA'’s top
award goesto...

The Wire & Cable Manufacturers’ Alliance
(WCMA) has created a new industry award, in
addition to its annual Distinguished Career
Award. Through the new award - the Industry
Leadership Award — WCMA will recognise an
individual who clearly demonstrates a past,
present, and future ability to lead a company
and contribute significantly to the industry.

George Graeber, former president and COO of
Belden CDT, has been selected for the award.

Mr Graeber, who has also received the
organisation’s Charles Scott Distinguished
Career Award, personifies an industry executive
who has selflessly guided numerous careers
while holding management and executive
leadership posts at companies such as Brand
Rex, Montrose, Manhattan Cable, Anixter, and
Cable Design Technologies.

He was also a moderator of the 2006 Executive
Panel Session at the IWCS/Focus Conference
and Exhibition.

WCMA - Wire & Cable Manufacturers’
Alliance - USA
Email: mrcdm@snet.net

Inconel X750 Nimonic 75¢ Hastelloy C-4 +
Inconel 600 Nickel 200° Hastelloy C-22 4
Inconel 601 ® Nickel 201 ¢ Hastelloy C-276 4
Inconel 625°¢ Nickel 205¢ Hastelloy C-2000
Inconel 718 Nickel 212¢ Hastelloy G-30 *
Incoloy 800 N?CkEI 270 Hastelloy ‘X" 4
Incoloy 800HT*® E:Isg?e/. Sty Haynes 25
Incoloy 825¢ Nilo 42 Haynes 214
Incoloy A286° Nilo 48¢ Phynox ®

Monel 400° Nilo 52¢ MP35N !

Monel K500 Nilo ‘K'® RENE 41
Nimonic 90¢ Hastelloy B-2 4 Alloy 20 Cb3
Nimonic 80A® Hastelloy B-3 4 Beryllium Copper

size range |5mm - 0.025mm
quantities from lkg

*Special Metals Group of Companies *Haynes International ®Imphy Ugine Precision 'SPS Technologies "General Electric inc

Narrowboat Way, Hurst Business Park, Brierley Hill,
West Midlands DY5 IUF United Kingdom

fax: +44 (0) 1384 410 074
email: sales@alloywire.com

Tel: +44 (0) 1384 566 775

EuroWire — January 2007

alloywire

INTERNATIONAL

<

in round & shaped wire

MANUFACTURERS OF NICKEL ALLOYS

27


mailto:info@nexans.com
http://www.nexans.de/
mailto:mrcdm@snet.net
mailto:info@fastenertech.com
http://www.fastenertech.com/

28

corporate news

ataglance...

DSM, Netherlands, has announced
an operating profit of €209m for the
third quarter of 2006 - a fall of some
€9m from the same period in 2005.

However, operating profit from
continuing operations for the whole
of the first nine months of 2006 was
€649m, up €42m from the first nine
months of 2005. Net profit for the
same period was €458m, an increase
of €43m.

In the Dow Jones Sustainability
World Index, published in September
2006, DSM topped the list for the
chemical industry sector — the third
year in a row that the company has
received the accolade.

L X X 42
German company ZWEZ-Chemie
GmbH has established and applied an
Environmental Management System
in accordance with the requirements
of DIN EN ISO 14001:2005 with
respect to the following scope of
supply - development, production
and marketing of chemical products
for metal-surface treatment and
associated waste management.

The fulfilment of the standard was
verified by an Environmental Audit.
The Certificate was certified by
GCE GlobalCert GmbH, Gosheim in
October.
L X X 4

NLMK AG (Novolipetsk Iron and Steel
Works), of Russia, has commissioned
SMS Demag, Germany, to modernise
the finishing train for the hot strip
mill 2000 at Lipetsk Works.

This  includes the complete
renovation of the entry and exit
guides on the stands, the work-
roll cooling system, loopers as
well as all requisite utility systems.
New installations include an inter-
stand cooling system and a roll gap
cooling system.
L X X 4

For German company Altana AG, a
good operating performance in the
third quarter and the acquisition of
the Eckart Group has contributed to
a 23 per cent increase in sales over
the same period as last year.

Pre-tax earnings (EBT)
22 per cent to €648 million.
L X X 2

The world’s first credit control
solution to automatically check the
ongoing creditworthiness of clients
is now available - thanks to UK firms
Topaz and CreditScorer.

rose by

Nextrom delivers another fibre draw tower

Nextrom, Finland, has announced the
installation and start-up of its latest fibre
drawing tower technology at Jiangsu
Alpha Information Technology Co Ltd,
China.

The 26 metre dual sided tower features a
graphite induction furnace, high speed
transferable dual winding, and wet on wet
coating application, which is both easier
to use and more space efficient than wet
on dry coaters.

The preform feeding design allows for
easy loading of preforms over two metres
long and, depending upon target line
speeds, the added fibre cooling space
reduces or eliminates the need for costly
helium cooling.

During  commissioning and  early
production on the new lines, Alpha
reported high yield rates. The lines were
commissioned at high drawing speeds
up to 1,600 metres per minute, and the
combination of high yield and speed are
key to Alpha’s low cost, high-volume fibre
manufacture.

The tower represents a continuation of
the Alpha-Nextrom partnership, which
began in 2003 when Alpha started fibre
manufacturing. To date, Nextrom has
delivered to Alpha eight fibre draw lines

A Close detail of the fibre take-up

has delivered around 160 fibre draw lines
worldwide. The company’s high yield draw
towers are designed for large preforms
up to 200mm in diameter and 2.5 metres
long, at speeds over 1,600 m/min.

Existing draw towers can be upgraded
to increase preform size and speed, or to
include dual take-up.

Nextrom OY - Finland

and nine proof testers.
Fax: +358 9 5025 3003

Email: info@nextrom.com
Website: www.nextrom.com

In China, Nextrom has over 35 fibre draw
lines and 50 proof testers in operation, and

Borouge feasibility study on expansion into base
chemicals in Middle East and Asia-Pacific

Borouge, Singapore, provider of plastics solutions for customers throughout the
Middle East and Asia-Pacific, has announced the launch of a study to examine the
feasibility of a major new expansion of its petrochemical complex in Ruwais, Abu Dhabi,
to produce and market base chemicals.

Based on benzene and propane feedstock supplied by Borouge’s joint venture
co-owner, Adnoc, the project will include world scale propane dehydrogenation and
cumene-phenol plants, as well as several other downstream units.

The study is expected to be completed towards the end of 2007, with start up around
2012. The potential expansion would complement the company’s planned Borouge
2 polymer project.

Once fully operational, the expanded Ruwais petrochemical complex would be one
of the largest plastics and chemicals production complexes in the world, strategically
situated to access most major world markets. The proposed complex would produce
an extensive and diversified range of chemicals, and introduce new value chains and
speciality products to the United Arab Emirates.

Harri Bucht, CEO, Abu Dhabi Polymers Company (Borouge), said: “Expansion into base
chemicals is a natural move for Borouge to make as we continue to grow. It capitalises
on our existing production assets and our feedstock position as well as the strengths of
our owners Adnoc and Borealis.”

Fax: +65 6377 1233
Website: www.borouge.com

Borouge Pte Ltd - Singapore
Email: info@borouge.com
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Customers benefit from merger

Vitelec Electronics, part of Emerson Connectivity Solutions,
is merging with Chelmsford-based Midwest Microwave
International Ltd, a leading supplier of low loss RF cable
assemblies and microwave components. The merger follows
Emerson’s recent acquisition of Midwest Microwave, of lllinois,
and will provide large scale benefits to customers both in the
UK and Europe.

Supplying an extensive range of standard and custom low
loss cable assemblies, together with microwave components
including attenuators, power dividers, couplers, terminations,
precision connectors and adaptors, Midwest’s product offering
combines perfectly with Vitelec’'s high-quality range of RF
cables and connectors. As well as the clear synergies between
the product ranges, Vitelec will also be relocating to Midwest’s
expanded Chelmsford facility, bringing increased capacity and
development of custom solutions.

Customers of the new combined Connectivity Solutions will
benefit in a number of areas. Indeed, the new business will
provide a wider RF product offering, all supported by a world-
class manufacturing and assembly facility, together with a
sophisticated European warehouse and logistics operation.

Vitelec Electronics Ltd - UK
Fax: +44 1384 843421
Email: sales@vitelec.co.uk - Website: www.vitelec.co.uk

New marketing manager

The Eraser Company — manufacturers
of wire, cable and tube processing
equipment - has appointed Laura
Prattico as Marketing Manager. She
will be responsible for marketing
initiatives both domestically and
abroad.

The Eraser Company - USA
Fax: +1 315454 3090

Email: Iprattico@eraser.com
Website: www.eraser.com A Laura Prattico

New deal for wire drawing
lubricant distribution

Ajex & Turner, India, produces wire drawing dies and cold heading
dies, in PCD, natural diamond, and tungsten carbide from 10
micron to 150mm.

The company serves customers in the die and mould industry, as
well as producers of fasteners, ceramics, glass, and steel wire and
cable.

The company also manufactures die polishing products and
equipment for the in-house polishing and repairing of various
types of dies, includes diamond lapping paste and needle files.

Ajex & Turner has recently entered into an agreement with
Metalube UK, for the distribution of wire drawing lubricant for
copper and aluminium in India, Sri Lanka, Nepal and Bhutan.

Ajex & Turner Wire Dies Co - India
Fax: +91 11 2745 2640

Email: ajex@ndf.vsnl.net.in
Website: www.ajexdiamond.com

RELIABLE

Quiet, easy and economical to operate, the P1500 and
EP500 welders join non-ferrous rod up to 25mm (copper)
and 30mm (aluminium) to create a reliable permanent
bond stronger than the parent material. No heat, flux or
fillers are required and the weld sequence takes only
minutes with automatic deflashing on completion. For
more details, call us or visit www.pwmitd.co.uk.

Pressure Welding Machines Ltd.

Bethersden, Kent,
England TN26 3DY
=3 Tel: +44 (0) 1233 820847.
¥ Fax: +44 (0) 1233 820591.
4’ E-mail: pwm@btinternet.com
Website: www.pwmltd.co.uk
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Tausendene stromten

zur wire Chin

Sie kamen zu Tausenden ... und waren nicht enttauscht.

Insgesamt stromten 32.000 Fachbesucher — davon 3.500 aus
mehr als 80 Landern - auf das Shanghai New International Expo
Center fur die 2. wire & Tube China, die vom 25. bis 28. September
2006 stattfand.

Auf 40.000 gm Ausstellungsflache — ein Zuwachs um 14.000 gm
gegenliber 2004 - war diese Veranstaltung wirklich gut darauf
eingestellt, die Technologie von 923 renommierten Unternehmen
aus China sowie aus der ganzen Welt zu prasentieren.

Die Veranstalter, The Shanghai Electric Cable Research Institute
und die Messe Dusseldorf China Ltd. (wire China 2006) einerseits
und Metallurgical Council of the China Council
wi re for the Promotion of International Trade und
die Messe Diusseldorf China Ltd. (Tube China
CHINA 2006) andererseits, konnten alle auf eine breite
Unterstlitzung nationaler wie internationaler
Verbande bauen.
WIRE & CABLE TRAGE PAIR

An der Ausstellung nahmen auch zahlreiche

Delegationen von Messe Dusseldorf GmbH, aus

30

China, Taiwan, Indien, Sudkorea, Japan sowie
aus unterschiedlichen Provinzen, Gemeinden und Regionen vom
Festland-China, teil.

An der Ero6ffnungsfeier am Montag den 25. September nahmen
Joachim Erwin, Oberbiirgermeister von Disseldorf; Lu Yansun,
ehemaliger Vizeminister der Maschinenbauindustrie und
Fachberater der China Machinery Industry Federation (CMIF);
Liu Zhenjiang, stellvertretender Vorsitzender der China Iron
& Steel Association (CISA); Zhang Chengjun, Vize-Direktor
der staatlichen Uberwachungs- und Verwaltungskommission
der Landesregierung von Shanghai; Jian Heping, Vize-
Direktor der Landesregierung von Shanghai zustandig fir
AuBenwirtschaftsbeziehungen & Handelskommission, und
Werner M. Dornscheidt, Président und CEO der Messe Dusseldorf
GmbH, und viele andere beriihmte Gaste teil, die das Band
zerschnitten, um die offizielle Er6ffnung zu zelebrieren.

Insgesamt prasentierten sich acht nationale Pavillions aus
Osterreich, Frankreich, Deutschland, ltalien, Nordamerika, UK,
Sudkorea und Spanien auf dem grof3flichigen Geldnde, wahrend
bei Tube China nationale Pavillions aus Deutschland, Osterreich,
UK, Nordamerika und Spanien in ahnlicher Form wahrend 4
geschéftigen Tagen auf einer groBen Flache ausstellten.

Ihre ausgepragte fachliche Kompetenz unterstrich die
Veranstaltung neben der Prdsentation aktueller Produkte und
Technologien renommierter BranchengréBen in der Industrie
auch mit dem neu eingefiihrten Sonderbereich Chemie, an
dem die Draht- und Kabelhersteller relevanter internationaler
BranchengroBen teilnahmen und dabei deren Produkte den in-
und ausldndischen Fachbesuchern prasentierten.

Das Errichten dieses Sonderbereichs bot den Facheinkaufern der
Draht- und Kabelindustrie eine grof3e Hilfe fir bedarfsgerechte
Angebotssondierung und Beschaffungsentscheidungen.
Daneben umfasste der Ausstellerkreis knapp 60 Hersteller aus

A Eswarabsolut aufregend!

dem Bereich Federherstellungsmaschinen bzw. Maschinen fur
Verbindungselemente sowie ca. 40 Aussteller von Draht- und
Kabelprodukten aus dem In- und Ausland.

Als besonderer Besuchermagnet erwiesen sich die insgesamt
22 messebegleitenden  Foren und Fachseminare zu
unterschiedlichsten Themen.

Viel Beachtung auch Uber die unmittelbaren Branchenkreise
hinaus fanden die China Wire & Cable Industry Conference unter
Federfihrung des Shanghai Electric Cable Research Institute
sowie eine Leistungsschau zum Thema ,30 Jahre Glasfaser-
Kabeltechnik in China” - ein eindrucksvoller Beleg fiur die
breite Anerkennung der wire & Tube China in den relevanten
Industriezweigen.

All China-International Wire & Cable Industry Trade Fair und
All China-International Tube and Pipe Industry Trade Fair

Shanghai Electric Cable
Research Institute

Fax: +86 21 556 20467
Email: wilson@secri.com

Metallurgical Council of
CCPIT

Fax: +86 10 652 33861

Email: majing@tubechina.com

Messe Diisseldorf China Ltd
(Media Service)

Fax: +86 23 6292 7738

Email: alice@mdc.com.cn

Messe Diisseldorf China Ltd
(Exhibitor & Visitor Service)
Fax: +86 21 6279 7337
Email: teddy@mdc.com.cn

Websites: www.wirechina.net oder www.tubechina.net
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Mit Odeskabel den Erfolg feiern

Einen Grund zum Feiern gab es im
September als Maillefer sich Odeskabel
in der Ukraine anschlof3, um das 20.
Jubildum von ATKT-100 zu feiern.

Das war der Name der ersten
vollautomatischen Produktionseinheit
flir Telefonkabel, an der Maillefer
(spater Nokia Cable Machinery) als
Partner teilnahm.

Die Anfangskapazitit wurde fir 1,2
Millionen Drahtkilometer pro Jahr in
zwei Schichten berechnet.

Selbst heute nach 20 Jahren
Betrieb, erbringt  ATKT-100  die
geplante Kapazitat, um die aktuellen
Anforderungen zu erfiillen.

Freunde, Kollegen und einige
Ruhestandler kamen aus Moskau
und Finnland, um an dem Jubildaum
teilzunehmen und waren stolz als sie
sahen wie ihr Traum immer noch in
Vollast arbeitet.

Zusammen haben sie die Projektphasen
von  ATKT-100 ins  Ged&chtnis
zurlickgerufen.

Die Herausforderung und Burokratie
der ehemaligen Sowjetunion, um die
Genehmigung des Projekts und die
Finanzierung zu erlangen, blieben bis
heute unvergefllich. Dank der vereinten
Kréfte von Odeskabel und Maillefer
verwirklichte sich ATKT-100.

Diese Jubildumsfeier brachte die
Vergangenheit und die Gegenwart

A Antti-Jussi Rissanen von Maillefer und Dmitry
Vasilievitch lorgachov von Odeskabel (rechts)

zusammen, sowie die der neuen
Generation von Kabelherstellern des
Unternehmens.

Odeskabel erweitert derzeit seine Mdrkte
in der Ukraine und den umliegenden
Landern, da die Kabelprodukte in den
Kommunikations- und Energiesektoren
diversifiziert werden.

Wie den Geschaftsberichten
entnommen werden kann, haben in
den letzten funf Jahren die Investitionen
in der Produktion, Entwicklung und
Modernisierung tber 11 Millionen Euro
erreicht.

Maillefer Extrusion - Die Schweiz
Fax: +41 21 691 21 43

Email: info@maillefer.net

Website: www.mailleferextrusion.com

———— T L Ll
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A Personal von gestern und heute treffen sich bei der 20th Jubildumsfeier
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Vereinte Krafte zahlen
sich aus

Die Vereinigung der Krifte stellt eine
groBBe Erfolgsgeschichte fur Nashtec
dar — den Sprossling eines Abkommens
zwischen Nabaltec AG und Sherwin
Alumina, einem amerikanischen
Aluminiumoxid-Hersteller.

Oktober letzten Jahres begann die
Produktion in deren ultramodernem
neugebauten Werk in Corpus
Christi, Texas, von feinst gefdlltem

Aluminiumhydroxid als halogenfreien,
flammhemmenden Fillstoff (unter dem
Warenzeichen Apyral®40CD).

Die in der Ndhe des Sherwin Alumina
Werk liegende Anlage schlieBt einen
Elektrofilter, ein  Trocknungs-  und
Filtersystem ein und hat eine jahrliche
Fertigungskapazitdt von 25.000 Tonnen.

Nabaltec AG - Deutschland
Fax: +49 9431 61557

Email: eviehauser@nabaltec.de
Website: www.nabaltec.de

Aim erreicht das Ziel mit
einem Vertrag mit Soco

AIM,  Inc, Hersteller von  CNC-
Drahtbiegemaschinen und Zubehdr, gab
bekannt, daB SOCO Machinery Ltd als
alleiniger Vertreter und Servicepartner fir
Taiwan und Malaysia ausgewahlt wurde.

SOCO Machinery Co Ltd - Taiwan
Fax: +886 4 2359 2386

Email: socomc@seed.net.tw
Website: www.soco.com.tw

Neue Anlage in Grand
Rapids, Michigan

Interwire Products, USA, hat ein neues
80.000 Quadratful groBes Werk in Grand
Rapids, Michigan, er6ffnet, um die Markte
von West-Pennsylvania, Ohio, Indiana und
Michigan zu bedienen.

InterWire  Group kann Eisen- und
Nichteisenfederdraht, vergltete
Sonderdrdhte und -bdnder sowie sekundar
erforderliche ProzeBverfahren liefern, wie
z. B. Flachstanzen, Formung, Platierung,
Bekanten, Torsionsrichten und Schneiden.

Das Unternehmen hat seiner
umfangreichen Produktlinie fir die
Federn- und OEM-Industrie auch neue
Produkte hinzugefiigt.

InterWire Group - USA
Fax: +1 914 273 6848
Website: www.interwiregroup.com

B
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Maschine fiir RG gewinnbringend

Dank des Erwerbs einer neuen
ausschwenkbaren Biegemaschine
wird es RG Attachments aus
Leicester nun ermoglicht,
zahlreiche Formen aus grof3en
Blechen zu bilden.

Diese Tatigkeit stand dem in
der Belper Street ansdssigen
Unternehmen zuvor nicht zur
Verfligung und man wird sicherlich
bemerken, dal3 diese Maschine
sich besonders fir die Primarphase
der Herstellung von Bandformer
(tapeformer) eignet, in der grof3e
Bleche in kleinere umgangliche
Teile geschnitten und geformt
werden.

Erwerb kdnnen
Bandformer  hoherer  Qualitat
hergestellt werden, vor allem
fir groBere Kabel. RG stellt seit Gber 25 Jahre Bandformer her,
die von Kabelherstellern eingesetzt werden, um verschiedene
Isoliermaterialien um Kabelkerne zu falten bevor sie in die
Endumhillungsphase treten.

Durch diesen

Sie konnen mit vielen Isolierbandern benutzt werden,
einschlief3lich Mylar, Papier und Metallfolien und eine breite
Auswahl an Kabeln isolieren, wie z. B. LAN-, Starkstrom-, Telefon-
und Kommunikationskabel sowie Fahrzeugleitungen.

A Das neue Drehgelenk biegend bearbeitet und, hat verlassen, in Handlung

Der Bandformer wird kurz vor dem Extruderkopf angeordnet und
sichert Prazisionsfalten. Mit einer umfangreichen Auswahl an
Modellen und Faltprofilen kdnnen die Bandformer entsprechend
kundenspezifischer Anforderungen hergestellt werden.

RG Attachments - UK
Email: info@rga.co.uk

Fax: +44 116 261 2403
Website: www.rga.co.uk

Roblon expandiertim
Mittleren Osten

Neuer Beiratsvorsitzender

Das holléndische Unternehmen DSM hat Professor Bert Meijer zum Vorsitzenden
seines neuen wissenschaftlichen Beirats ernannt.

Die Schaffung des Beirats steht im Einklang mit der Politik der offenen Innovation
des Unternehmens. Die anderen Mitglieder des Beirats werden international
anerkannte flihrende Fachexperten in Bereichen sein die fiir DSM wichtig sind, wie z.
B. Biotechnologie, Erndhrung, Werkstoffkunde, Chemie und Prozesstechnologie.

Professor Meijer ist ein herausragender Universitatsprofessor fiir Molekularkunde an
der Universitat fir Technologie von Eindhoven. Er hat die Promotion in organischer
Chemie an der Universitat von Groningen erhalten und bekleidete verschiedene
Positionen in der Industrie sowie in der Akademie.

Vorher als Forschungswissenschaftler im Molekularmaterialbereich in den
Forschungslaboratorien von Philips in Eindhoven tatig, schlof3 er sich 1989 DSM
Research an, als Leiter der Abteilung Neue Materialien, eine Position, die er bis 1992
bekleidete, als er ordentlicher Professor fuir Organische Chemie an der Universitat der
Technologie von Eindhoven wurde.

2004 wechselte er auf den derzeitigen Lehrstuhl. Seine weiteren akademischen
Positionen sind: Assistenzprofessor fiir makromolekulare Chemie an der Radboud
University in Nijmegen sowie anerkannter Gastprofessor dieses Jahres an der
University of California in Santa Barbara, USA.

Professor Meijer ist ein Wissenschaftler, der mehrere prestigetrachtige nationale und
internationale Preise erhielt, einschlieflich der Goldmedalie der Royal Netherlands
Chemical Society, den Spinoza-Preis der Netherlands Organisation for Scientific
Research und letztens den American Chemical Society-Preis fiir Polymerchemie.

DSM - Niederlande
Email: media.relations@dsm.com

Fax: +31 45 5740680
Website: www.dsm.com
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Das in Danemark ansassige Unternehmen
Roblon hat sein weltweites Netzwerk
durch die Ernennung eines neuen
Vertreters im Mittleren Osten erweitert.

Emichem wurde als Vertreter fir
Roblon  Industrial Fiber und der
Tochtergesellschaft Roblon Engineering, in
Kuwait, Oman, Bahrain, Jordanien, Saudi-
Arabien und den Vereinigten Arabischen
Emiraten ernannt.

Die beiden Divisionen von Roblon
verfligen nun Uber fast 60 Vertreter, die in
60 Landern tatig sind.

Die zwei unabhdngigen Divisionen
arbeiten auch partnerschaftlich um
gemeinsame Ldsungen anzubieten, die
sowohl Kabelmaschinen wie Materialien
flr die Kabelherstellungsindustrie
einschlief3en.

Emichem, deren Hauptsitz in den
Vereinigten Arabischen Emiraten ist, wird
von Shabih Rizwan Khan und Dawar Azmi
geleitet.

Roblon - Ddanemark

Fax: +45 96 20 33 99
Email: info@roblon.com
Website: www.roblon.com
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Cables rationally coiled and packed

Kabelmaschinenfabrik
Mouller GmbH

KFM Kabelmaschinenfabrik
Mduller GmbH

D.26683 Saterland-Germany
Phone +49-4498-92330

Fax +49-4498-923310
Website: www.kfm-mueller.de
Email: info@kfm-mueller.de

Automatic Spooling Lines
Stretch Foil Packing
Labellers and Pallatizers
Automatic Coiling Lines
Packing Machinery
Ring Marking Lines
Ring Mark Detectors
Tape Accumulators
Tape Forming Stations
Winding Heads
Length Measuring Units
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BbicTtaBka wire China 2006 co6pana

TbICAYUN nNoceTuTenen

Tbicaun  nogen 6bin

pa3ouapoBaHbi!

npuwnnm  Ha  BbICTaBKYy... n He

Ha npouwepwen 25-28 ceHTA6pA B wWaHxaickom Hosom
MeXKAyHapOAHOM BbICTaBOYHOM LieHTpe BTopow BbicTaBKe wire
& Tube China no6biBano 32000 cneuvanncToB, M3 KOTOPbIX
3500 npuexanu n3 6onee uvem 80 cTpaH Mupa. BbicTaBouHas
nnowanb, coctaBmBluas 40 TbicAY KB. M (Ha 14 TbicAY KB. M
6onblue, yuem B 2004 roay), 6bina NOAHOCTbIO MOAFOTOBMIEHA MOA
3KCNo3nUMM Bcex 923 U3BECTHbIX KUTANCKUX U 3apyOex<HbIX
KOMMaHWI, COOpaBLUNXCA AIA AEMOHCTPALNM CBOUX TEXHUYECKNX
OOCTUXKEHWNI.

OpraHu3atopbl BbicTaBkn wire China 2006 - LWaHxanckmin
Hay4YHO-UccnefoBaTenbCKmim WHCTUTYT  2N1eKTpoKabesbHom
NPOMbILLNIEHHOCTM 1 KoMnaHuA «Mecce [iwoccenbpopd YainHa
nto» (Messe Dusseldorf China Ltd), n Tube China 2006 — Komutet
MeTaNnypruyeckomn NMPOMBbILLIIEHHOCTN npu KnTtanckom
coBeTe MO COAENCTBUIO MexAyHapofgHow Toproene u «Mecce
[Oioccenbpopd YariHa NTA», MOAYUMNN LUNPOKYIO MNOALEPKKY
3apybexkHbIX M OTeYeCTBEHHbIX OpraHusaumi. Ha BbiCTaBke
nobbiBann npepctasutenn «Mecce fioccenbaopd rmox» (Messe
Dusseldorf GmbH), neneratbl n3 Kutas, TansaHa, UHgun, HOxHoON
Kopewu, finoHnn, a TakKe NoceTnTenm 13 pasnmyHbiX NPOBUHLNNA,
ropofoB 1 PailoOHOB KOHTMHEHTanbHoOM YacTty Kutas.

Ha uepemoHnn odrLmanbHOro OTKPLITA BbICTaBKK, MPpOLLefLLei
B MOHeAesbHWK 25 ceHTAGpsA, BMecTe C APYrMMU MOYETHLIMU
rocTAMU NeHTOUKy paspesanu map [ioccenbgopda Moaxmm
dpBuH (Joachim Erwin), O6biBWWUIA 3aMecTUTENb MUHUCTPA
MaLWVHOCTPOEHMA W  chneyunanbHbll  coBeTHUK Depepaumun
KUTackmx — mawmnHoctpouTenen (CMIF) Jly AHbcyHb  (Lu
Yansun), Buue-npeacenatens Kutanckom accoumaumm 4vepHom
metannyprum (CISA) JTio YxaHbLzsaH (Liu Zhenjiang), 3amecTtuTtennb
AnpeKTopa rocyfapCTBEHHOM KOHTPOJSIbHO-aAMUHUCTPATUBHOM
KOMUCCUW MO MaTepuasibHbIM  pecypcam  MyHuuMnanuteTa
LWaHxaa YxaH YsanxyHb (Zhang Chengjun), 3amectuTenb
anpekTopa  LaHxackom  MyHMUMMNANbHOW  KOMMUCCUM MO
BHELIHE3IKOHOMUYECKMM CBA3AM 1 Toprosne LssaH XanuH (Jian
Heping), npe3naeHT 1 rNaBHbI WCNOSIHUTENbHBIN ANPEKTOP
komnaHuun «Mecce [ioccenbnopd rmox» BepHep M. JopHwangr
(Werner M. Dornscheidt).

Ha BbicTaBOYHOW Mnowaam pa3mecTuiocb BOCEMb MaBUIbOHOB
ana komnauuim un3 Asctpuu, @OpaHuuu, Tepmanun, WUtanun,
CeBepHoil  Amepuky, Benukobputanum, OxHon Kopen u
WMcnaHum, a Ha BbicTaBke Tube China Becbma HanpsXEéHHO Bce
yeTblpe AHA GYHKUMOHMPOBaNM HaLMOHabHble MAaBUIbOHbI ANA
yyacTHUKOB 13 fepmanHun, ABCcTpun, BennkobputaHum, CeBepHon
Amepuikn n Vicnanuu. NMomrmo AeMoHCTpaumnmn HOBOM NPoayKL M
N TEXHONOMMYECKMX HOBUHOK W3BECTHbIX MapoK, BbICOKUM
npodeccmoHann3mM BbICTaBKM OblT MOATBEPXKAEH OTKPbITVEM
HOBOW «XUMNYECKOWM 30HbI», Ha SKCNO3MLNN KOTOPOW U3BECTHbIE
MUPOBbIE MPON3BOAUTENN MPOBOAHDBIX 1 KabeslbHbIX MaTepranos
CMOMM NoKasaTb CBOI NPOAYKLMIO AEeNOBbIM MOCETUTENAM U3
KuTasa n gpyrux ctpaH.

OpraHusauma 3TOM  CreuvanbHOW  BbICTAaBOYHOW  30HbI
CylecTBeHHO obnerunna npodeccroHanbHbIM  3aKynwuKam,
3aHATbIM B MPOBOJSIOYHO-KAbENbHOW  MPOMbIWAEHHOCTH,
3afayvy YCTaHOBJIEHMA KOHTAKTOB M OCYLUECTBIIEHUA 3aKyroK B
COOTBETCTBUM CO cBoUMU TpebosaHmamn. Cpean eé nocetutenen

PAV  JHU KONG

£ ' muﬁan‘

A [levicTBUTENIBHO, OYEHb
npuBeKarenbHo!

ObINN TakXKe NpeacTaBuTeNy NoYTN 60 KUTANCKUX 1 3apyBexHbIX
npovssoauTenen 060pyfOBaHWA [LNA  BbINycKa MPYXUH W”
KpenexHbix usgenun u 40 npowusBoguTenen MNpPOBOSIOYHO-
KabenbHol NpoayKunmn. Bo Bpems BbiCTaBKM O6bIS10 NPOBEAEHO 22
dopyMa 1 TEXHUYECKMX CEMMHApA MO CaMblM Pa3HbIM BOMpPOCaMm,
B KOTOPbIX MPUWHAJO yyacTue Hemasno cneLmnanncTos.

BbICTaBKOW  ObinM  MpoBefeHbl  Takue
oTpacneBasa KoHdepeHuma China Wire
opraHu3oBaHHaa LaHxackmm Hay4HoO-
nccnenoBaTebCKUM WNHCTUTYTOM aneKkTpoKabenbHom
NMPOMbILAEHHOCTM, U  BbICTaBKa [OOCTVXKEHWUI  KWUTaCKON
OMTOBOJIOKOHHON W KabenbHoW npombiwneHHocTn (30 Years
of Optical Fiber and Cable Industry in China), KoTopble Takxe
npusnekny 6onblWwoe BHUMAHWE CMELMannCTOB MPOBOIOYHO-
KabenbHOM W [pyrMx oOTpaciein, uTo CBUAETeNbCTBYeT O
LUIMPOKOM MpU3HaHUM 1 ofobpeHnn BbiCTaBkM wire & Tube
China npegcrtaBuTtenammn otpacnu. Pe3ynbtaTbl NpoBeAeHUA 3TON
BbICTaBKU AaloT OCHOBaHWA HafeATbCA, UTO TPETbA BCEKMTaCKan
1 MeXAyHapoaHaa o6befnHEHHan BblcTaBka-apmapka All China
- International Wire & Cable Industry n All China - International
Tube and Pipe Industry, koTopaa nponaét B LaHxae ¢ 23-ro no
26-e ceHTAGPA 2008 rofa, bydeT ewwé ycnewHee.

OpHOBpPEMEHHO ¢
MeponpuaThA, Kak
& Cable Industry,

LLlaHxancKnin Hay4yHo-nccnefoBaTeNbCKNil MIHCTUTYT
3NeKTPOoKabesibHOI NPOMbILLIEHHOCTY

®dakc: +86 21 556 20467

Appec aneKTPOHHOI NouTbl: wilson@secri.com

«Mecce Oioccenbpgopd YaitHa ntg»
(obcnyKnBaHMe SKCMOHEHTOB 1 MOoceTUTENEN)
®dakc: +86 21 6279 7337

Appec aneKTpoHHoI nouThl: teddy@mdc.com.cn

Web-cTpaHuupbi: www.wirechina.net
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I'Ipasp,HOBaHme ycnexa BMecTe C

«Opeckabenem»

B ceHTAGpe 3Toro roga KomMaHwA
«Msannnedep» (Maillefer) n ykpamHckoe
OAO «Opeckabenb» otnpasgHoBanu 20-
netue ATKT-100.

Takoe Ha3BaHWe Nony4Yns Nepsbivi B CBOEM
poAe MOMHOCTbIO aBTOMATM3MPOBAHHbIN
TEXHONOTNYECKUI KOMMneKc no
NpPOV3BOACTBY TenedpoHHbIX Kabenen,
napTHepomM npu CO3[aHUN  KOTOPOro
TakXe cTana Komnanua «Mannnedep» (B
TO BpemA — «Hokua Kenbn malmHepu»
(Nokia Cable Machinery)). HauanbHan
pacyeTHan MOLLHOCTb KoMmriekca
coctaBnsna 1,2 MiIH. KM Kabena B rof
npu  [OBYXCMEHHOM pexnme paboTbl.
Haxe cerogHa, cnycta 20 net, ATKT-
100 paboTaeT B pexume MPOEKTHOW
MOLWHOCT 1 obecneynBaeT TeKyLime
NoTPe6GHOCTY 3aKa3uKOB.

B npasgHoBaHMAX nNpuHARM - yyacTue
apy3ba, Konnerun " HeKoTopble
NMeHCOoHepbl, npubbiBwMe 13 MOCKBbI
n OUHAAHAUM C ropAbiM  CO3HaHMeM
TOro, YTO WX NPeanpuATUe MPoAoMKaeT
ycnewHo  ¢yHKUMOHMpoBaThb. Bmecte
OHM BCMOMWHaNW, Kak MNAaHNPOBanochb
ctponTtenbcTBo ATKT-100.

Hascerga ocTanacb
B NamAaTn ncTopuma
npeopgoneHwusA
TPYyAHOCTEN W UHepuun
GlOpoOKpaTUUYECKON
MaLUWHbI OblBLUETO
Coetckoro Cor3a Ha
nyTm yTBepXAeHuA
n drHaHcpoBaHuA
npoekTa. ViIMeHHO
6naropapa COBMECTHbIM
yaunuam  «Opeckabens» 1 KOMMaHUu
«Mawnnnedep» ATKT-100 npeBpatunca n3
MeuTbl B peasibHOCTb.

Ha npasgHvke BCTpeTUnUCb ObiBlIME W
HblHeWHre pPaboTHUKM  NpeanpuATUA
B OKPY)XEHMW npeacTaBUTeslel HOBOroO
NMOKOJSIeHUsi MPOV3BOAUTENEN Kabenen.

«Opeckabenb» pacwupset PbIHKM
cbbiTa Ha YKparHe 1 B COCeJHUX C Helo
cTpaHax, ocBavBas npon3BoACTBO
KOMMYHMKaLMOHHbIX " CUNOBbIX
kabenen. CornacHO OTYéTaM KOMMaHUW,
obbeM WHBECTULUUA B NPOV3BOACTBO,
OMbITHO-KOHCTPYKTOPCKMEe  paboTbl 1
MOZepHM3aLUmMio 3a nocsefHue nATb net
npesbicua 11 MAH. eBpO.

Ha bamxkHem BocTtoke

«Po6GnoH» pacwimpseT cBoe NpUCyTcTBUE

HasHaueHue npepctaBuTena B cTpaHax bnwxHero Boctoka - ouepepgHon war
JaTCckon KomnaHum «Po6noH» (Roblon) mno paclumpeHuto CBOEro MMpoBOro
npucytcteua. MpepctaBnatb «PobnoH mHpactpuan ¢aibep» (Roblon Industrial
Fiber) n eé cectprHckyto KomnaHuo «PobnoH nHXMHUPKHI» (Roblon Engineering)
B Kyseiite, OmaHe, baxpeiiHe, MopaaHun, Caynosckol Apasum n O6beanHEHHbIX
Apabckmx dmupaTtax 6yaeT KomnaHua «Imukem» (Emichem). Temepb y o6oux
noppasaeneHnin «PobsoH» noytn 60 NnpexcTaBmTenein B 60 cTpaHax mupa.

«Po6noH nHgactpuan dainbep» cneuranusnpyercsa Ha pa3paboTke 1 NPOM3BOACTBE
BbICOKOTEXHOJIOTMYHBIX  MPOMbBILMIEHHbIX  BOJIOKOH, BKJIlOYas  yCcUIMBaowwme
3/1eMeHTbl U3 CTEKNIAHHOIO 1 apaMUAHOIO BOJIOKHA, NMPSXKY, NIEHTY U PUMNKOPA CO
CTaHZapTHbIMM 1 BofZobnoOKMpylWwyMN cBocTBaMU. Creuuanusnpyacb Takxke
Ha MOCTaBKax NpPOAyKUMU ANA MOPCKUX HedTenpoMbIC/IOB, KOMMaHWA KMeeT
cepTudmrKaTbl COOTBETCTBUA TpeboBaHUAM cTaHaapToB MCO 9001 (ynpaBnexuve
kayectBom) 1 MICO 14001 (3aLwmTa oKpy»KatoLle cpebl).

«POGSIOH UHXNHVPUHI» 3aHMMaeTCA pa3paboTKON 1 NPOV3BOACTBOM 06BA30YHOIO,
CBA3bIBAIOLLErO, HATAXXHOIO M CMOTOYHOro ObopyAoBaHMA. YCTPOMCTBa 06BA3KM
MO3BONAIOT BbINOMHATb 006BA3KY Kabenell MPOMbILLIEHHON NPAXKel C BbICOKOMN
CTENeHbld TOYHOCTM U PErynmpyembiM HaTskeHuem. KomnaHuma nocTasnser 24
MoAenn O6BA30YHBIX YCTPOMCTB C PasfMYHbIMU CKOPOCTAMW BPaLLEHWA, LWarom
CKPYTKM 1 perynmpyembiM ypoBHeM HaTskeHnA. Oba He3aBUCUMbIX MofpasfeneHmns
B pamKax MapTHEPCKMX OTHOLUEHMI Takxe pa3pabaTbiBalOT COBMECTHbIE
TeXHUUYECKMe pelleHns, BKloyaa obopynosaHve AnA MPOW3BOACTBa Kabenei
N maTtepuanbl AnA KabenbHOW MPOMbIWAEHHOCTU. «POGSIOH rpyn», KOTOpoW B
cnepylolwem rogy umcnonHaetca 50 net, HaxogutcAa B ropoge MdpefepukcxaBH
Ha ceBepe [aHnn. KoMnaHuio «IMUKeM», LWITab-KBapTMpa KOTOPOW HAaxXxOAauTcA B
O6benHEHHbIX Apabckmx dmupatax, Bo3rnaenaT Wabu PussaH XaH (Shabih
Rizwan Khan) n laBap A3mu (Dawar Azmi).

«Po6noH» ®dakc: +45 96 20 33 99
Appec aneKTpoHHol noutbl: info@roblon.com Web-cTtpanunuya: www.roblon.com
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KopriopaTrBHbie HOBOCTU

A bbiBLIME U HbIHELHNE PaBOTHUKM MPEANPUATAA HA MPa3gHOBaHNN ero
20-netHero obunes

A AHTTM-HOCCcn PuccaneH (Antti-Jussi Rissanen) u3
KomnaHum «Mavinnepep» u mutpuii Bacuabesny
Uoprayés nz «Ogeckabens» (cnpasa)

«Mannnedep sKcTpyKeH»
®dakc: +41 21691 2143
Appec 31eKTPOHHOW NOYTbI:
info@maillefer.net
Web-cTpaHuua:
www.mailleferextrusion.com

CoBmMecCTHbIe ycamnunsa
NMPUHOCAT CBOW NnopAabl

ObbefnHeHNe yCUANA CTano OCHOBOW
60MbLWIOro ycrnexa KomnaHum «Hawrek»
(Nashtec) - petuwa cotwsa Mexay
komnaHuven «Habantek Al» (Nabaltec
AG) 1 amepuKaHCKUM npoussBoauTenem
rnnHo3éma «LllepBuH antomuHa» (Sherwin
Alumina).

B okTAbpe npownoro roga Ha HOBOM
CynepcoBpeMeHHOM npeanpuaTnu,
pacrnionoxeHHom B . Kopnyc-Kpuctn
(wT. Texac), 6610 HayaTo MPOU3BOACTBO

MeTOAOM TOHKOTO ocaxpeHus
rmgpokcmaa anoMnHA, KOTOPbIi
MOXET WCMONb30BaTbCA B  KauecTse
6e3ranoreHHoro, He MOALEPXKMBalOLLErO
ropeHus HanonHuUTens
(3aperncTpupoBaHHas Toproeas Mapka
Apyral®40CD). Hosoe npeanpuATtue,
Haxopslleecss MO COCEACTBY C 3aBOAOM
KOMMaHum «WepBuH anoMrHa,

OCHALUEHO YCTAaHOBKOW [AfA OCaXAeHus
N CUCTEMOW CYLKM 1 GUBTPOBaHUA U
CNOCOGHO eXeroaHo NPon3BoANUTb Ao 25
TbICAAY TOHH TOBAPHOI MPOAYKLUN.

«Ha6antek Al» (TepmaHuA)
®dakc: +49 9431 61557

Appec 3neKTPOHHOI NoYTbI:
eviehauser@nabaltec.de
Web-cTpaHuua: www.nabaltec.de
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KopnopaTrBHble HOBOCTU

HoBbIl cTaHOK — 60nbluas yaaua gna «Ap-gKu»

Bbnaropapa  npuobpeteHuio
NMOBOPOTHOIO rméoyHoro CTaHKa
KOMMaHua «Ap-gxKun atTaumeHTc»  (RG
Attachments) 13 Jlectepa cmoxeT
BbIMyCKaTb pa3HoobpasHble npodunun
M3  MeTaj/InYeckmx fUCTOB GONbLUON
nnowaan. STa 3ajaya  paHee Obina
Hepaspewnma ana KomnaHum c bennep
CTpuT, KOTOpas Tenepb CMOXET OLEHUTb,
UYTO HOBBIA CTAaHOK OKa)KeTcA BecbMa
nonesHbIM  Ha  HayalbHbIX  3Tanax
NPoun3BoACTBa NEHTOGOPMYIOLLNX MALLWH,
Ha KoTopbIx 6osfbluve NWCTbl MeTanna
TpebyeTca Hape3aTb Ha 6onee menkne n
yno6Hble B 06paboTke YacTu.

HOBOTo

HoBbili cTaHOK no3BonuT
neHTopopmyioLiie  MaLUUHbI
BbICOKOIO KauecTBa, 0co6eHHOo
ana  kKabene 6onbwero  AvameTpa.
KomnaHua «Ap-gxun» yxe 6Gonee 25
net BbIMycKaeT neHtodpopmytolie
MallMHbl, KOTOpble MCMOMb3YlTCA B
KabenbHOM NPOn3BOACTBE A5 MOKPbITUA
KabenbHbIX xun N30/IALNOHHBIM
MaTepuanomMm nepen WX 3aKlOYeHUeM
B 060/0uKY. JNleHTOodOpPMYytOLWME
MalWVHbl  MOTFYT WCMNONb30BaTbCA CO
MHOTUMW  U3OMALMOHHBIMU  NIeHTaMW,
BKMoyas  «Mainap», OymaxkHyl ©
MeTannm3npoBaHHyto donbry. OHM Takxke
MOTYT MPUMEHATbCA MPU U3roTOBNEHUN
M30MAUMM AN WWPOKOro  CrneKkTpa
KabenbHbIX 134enuii, BKIoYyasa Kabenu
ana JIBC, cunosble Kabenu, TenepoHHble
Kabenu, kabenu cBA3M 1 aBTOMOOUSbHbIE
Kabenwu.

BbiNycKaTb
6onee

JleHTodopmytowme MaLUUHbI
yCTaHaB/MBatloTCA HenocpeacTBEHHO
nepen rofioBKON 3KCTpyaepa "
obecneunBaioT npeymn3noHHO
BbIMOMIHEHHble  Ccrnbbl.  HomeHknaTypa
BbIMyCKaeMbIX  YCTPOWCTB  BKJ/OYaeT

60NblUON BbIGOP PA3NUYHBIX Moaenen
ONA  PasfiMuHbIX TMOOUHbIX npodunen,

a UX MNMpounsBoACTBO OCyLLeCTBAETCA B
TOYHOM COOTBETCTBUUN C TpGGOBaHI/IﬂMI/I
3aKas4dunka.

«Ap-AK1N aTTIUMEHTC»

®dakc: +44 116 261 2403

Appec aneKTpoHHoI nouTtbi: info@rga.co.uk
Web-cTpaHuua: www.rga.co.uk

CnmnsaHue, BbirogHoe
KJINeHTaMm

KomnaHusa «Butenek SNEeKTPOHUKC»
(Vitelec Electronics), BxogAllas B cocTaB
«IMEPCOH  KOHHEKTUBUTU  COJIOLLIHC»
(Emerson Connectivity Solutions),

obbefuHAeTCA C KomnaHuen «MupyacT
MaKpOy3MB MHTepH3WHA nTay» (Midwest
Microwave International Ltd) w3 .
Xenmcdoppa — BedywUm MOCTaBLUMKOM
BbICOKOYACTOTHbIX  KabenbHbIX Y3108
C Manom noteperm  MOLWHOCTU U
KOMMOHEHTOB AN MUKPOBOJSIHOBbIX
cnctem. CnnsiHMe KOMMAHWNA, KOTOpoe
[O/MKHO 3aBEPLUNTLCA K KOHLY 3TOro rofia,
OCyLIeCTBNAETCA BC/ie, 3a HefaBHUM
npuobpeTeHNeM KOMMaHuen «IMepCOH»
durpmbl «MurpayscT marikpoyaie» (Midwest
Microwave) n3 wTt. UNAMHONC 1 JOMKHO
NPUHECTU Hemanble BbIrofbl KiMeHTam
Kak B BennkobputaHuu, Tak 1 B EBpone.

BbicokokauecTBeHHble BY Kkabenu
N pas3bémbl  «BuTenek»  npekpacHo
DOMONHAIT Npeaslaraembll  KOMMNaHWen
«MunpysCcT» acCOPTUMEHT CTaHAapPTHbIX
N Cheunann3vMpoBaHHbIX  KabenbHbIX
y3N10B C Masol noteper MOLHOCTK, a
TakkKe  PasfiMyHbIX  MUKPOBOJIHOBbIX
KOMMOHEHTOB  TuMa aTTeHaToOpPOB,
nenutenen MoOLHOCTY, KOMMYTaLNOHHbIX
YCTPOWCTB, CXeM OKOHEYHOW Harpysku,
NPeLn3NOHHbIX COeAVHNTENbHbIX Y3/10B 1
ajanTepos.

(wT. MMumran)

«UnTepyaip rpyn» (CLLUA)
®dakc: +1914 273 6848

HoBoe npeanpuatne B Npana-Panunpc

AmMepuKaHcKan KomnaHus «MHTepyanp npogaktc» (Interwire Products) oTkpbina
HoBoe npepnpuAtue B lpaHa-Panuac (wt. Muynran) nnowanbio 80 000 KB. OyT.
ana obcny»KmMBaHWA 3anagHbix panioHoB eHcnnbBaHuK, wratos Orano, NHanaHa
n MwnuuraH. CTpouTenbCTBO HOBOFO 3A4aHMA B AOMOJSIHEHME K YXe UMelowumca
BOCbMU LLleHTpaM pacnpefesnieHns yBenmunno obLuyto ninowaab CKNafjoB KOMNaHmm
Ha TeppuTopun CLUA no 400 000 KB. dyT.

Mpynna komnaHuin «MHTepyaip» 3aHMMaeTCA NocTaBKamu NMPYXMHHON NMPOBOJIOKN
M3 YEPHbIX U LBETHbIX METaNNIoB, MPOBOMOKM UM MONIOCOBON CTanu ocoboit
3aKaliki, a TakXKe MpefoCTaBieHMeM TakUX BTOPUYHbBIX YCYT, KakK PUXTOBKA,
npodunrpoBaHvie, MNakMpoBaHve, o6XaTve, YCTpaHeHWe CKPYTKW U  pe3Ka.
KomnaHua pacluimpuna nakeT npeanoxeHunin 3a cYeT HOBbIX BUAOB NPOAYKUMMN AnA
NPOV3BOACTBA NPYXKUH 1 KOMMIEKTYOLEro 06opyoBaHus.

Web-cTpaHuua: www.interwiregroup.com
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Cpenka ¢ «COKO»:
TOUHbIN BbIGOP «DNM»

KomnaHus «3imM, nHK» (AIM, Inc),
npowvsBoguTesnb NMPOBOJIOYHO-
rMOOUHbIX CTaHKOB C UMY nm

KOMMMEKTYWMNX AeTaneil, HegaBHO
o0bABMIA O  CBOEM BblOOpE
koMmnaHunm «COKO maluvHepu nto»
(SOCO Machinery Ltd) B KauectBe
SKCK/TIO3UBHOTO  MpeacTaBuTens u
CEePBUCHOrO areHTa Ha TalBaHe U
B  Manansuun. KomnaHua «COKO»
6yneT 3aHMMaTbCA 06paboTKOM BCex
3aMpocoB, CObITOM, a TakKe CMOXeT
NpPoOBOANUTb [€MOHCTPaLNOHHblEe
nokasbl MNPOAYKUMUM 3aKasumkam B
CBOEM MoppasfeneHnn B TaluKyHe
(TanBaHb).

«COKO maLuvHepu Ko nTg»

®dakc: +886 4 2359 2386

Appec 3neKTPOHHOI NOYTbI:
socomc@seed.net.tw
Web-cTrpaHuya: www.soco.com.tw

MoMMmMO  OuYeBUAHbLIX  MPEeNMyLLEecTB
B3aVIMHOIO [OMOJSIHEHMA aCCOPTUMEHTA
BbIMyCKaeMON  MPOAYKUUW,  MepeBOA
NPOV3BOACTBEHHbIX MOLLHOCTEN
«BuTenek» Ha HOBble MnoOWaAN 3aBoAa
KomnaHum «Mugyact» B Xenmcooppe
Takxe yBENUUnT 3pPeKkTNBHOCTL
pazpaboTku n obbem BbIMycKa
VHAUBMAYANbHbIX  peleHni.  KnuneHTbl
HOBOW, O6beanHeHHON «KOHHeKTUBUTK
CONMIOWHC»  BBIFPAOT C  HECKONbKMX
ToyeKk 3peHuA. besycnoBHo, HoOBOe
npeanpuATe CMOXET NPeaoXnTb 6onee
LWUMPOKNIA  BbIGOP  BbICOKOYACTOTHbIX
KOMMOHEHTOB, NpPov3BOANMbIX "
cobupaembIx Ha NpeanpUATAN MUPOBOIO
Knacca 1 MnocTaBfifieMblX pa3BeTBAEHHOMN
€BPOMEeNCKON CeTblo CKIaaupPoBaHNA 1
[OCTaBKW. DTO MO3BOAUT 3HAUUTENIbHO
NoBbICUTb  KayecTBO  0OCNYXMBaHUA
M ewé pa3 MPOAEMOHCTPMPOBATb
nepcrneKTVBHbIE NNaHbl PaboTbl KOMMAHMM
«3MEepPCOH» Ha pblHKax BenunkobpuTtaHum

" apyrux eBpOMNencKmx CTpaH.
MpoekT obbeanHeHnA ABYyX
[elncTByOLWNX KOMMaHum HaxoauTtca

Ha nocnegHux Ccragumax peanusauun,
M npouecc cavaHMA npepnonaraeTca
3aBepwunTb B TeuyeHue nocsefHero
kBapTana 2006 ropga. B TeueHume >1oro

nepvopa KfveHTbl OGyayT MOCTOAHHO
nonyvartb TeKyLyto nHdopmaumio
o xope obbeavHeHuA. Kpome Toro,

JO CrneuuanbHOro YBeJOMSIEHVA UM
pekomeHayeTca npofaomKaTb obpaluatbca
B noppaspeneHuve «Butenek» B Jagnu.

«BuTtenek aneKTPOHUKC NTa»
®dakc: +44 1384 843421

Aapec 3neKTPOHHOI NOYTbI:
sales@vitelec.co.uk
Web-cTtpanuua: www.vitelec.co.uk
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out more information aboutia particular company.
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Des milliers de personnes

38

se rassemblent a

China 2006

IIs sont arrivés par milliers . .. et ils ne sont pas restés dégus!

Un total de 32 000 visiteurs, dont 3 500 provenant de plus
de 80 pays, sont arrivés au nouveau centre international des
expositions de Shanghai pour la deuxiéme foire de wire & Tube
China qui s’est tenue du 25 au 28 septembre 2006.

Grace a une surface d'exposition de 40 000m2, 14 000m2 plus
qu'en 2004, tout était prét pour les 923 entreprises connues
tant en Chine que dans le reste du monde pour exposer leur
technologie.

Les organisateurs, le Shanghai Electric Cable Research Institute
et Messe Disseldorf China Ltd (wire China 2006) d'un coté,
et le Conseil Métallurgique du Conseil pour la Promotion du
Commerce International de Chine et Messe Dusseldorf China
Ltd (Tube China 2006) de l'autre, ont recu un grand support des
associations étrangéres et nationales.

Un grand nombre de délégués de Messe Dusseldorf GmbH, de
Chine, Taiwan, Inde, Corée du sud, Japon, ainsi que des déléguées
provenant de diverses provinces, municipalités et régions de
Chine ont participé a I'exposition.

A la cérémonie douverture célébrée lundi 25 septembre ont
participé Joachim Edwin, maire de Dusseldorf, Lu Yansun, ex
vice-ministre de lindustrie de fabrication des équipements
et conseiller spécial de China Machinery Industry Federation
(CMIF); Liu Zhenjiang, vice-président de I’Association China lron
& Steel Association (CISA); Zhang Chengjun, vice-directeur de la
Commission de Supervision et Administration des Biens d’Etat du
Gouvernement Municipal de Shaghai; Jian Heping, vice-directeur
de la Commission Municipale des Relations Economiques et
du Commerce Extérieur de Shangai et Werner M. Dornscheidt,
président et président-directeur général de Messe Dusseldorf
GmbH, parmi plusieurs autres invités distingués qui ont coupé le
ruban pour marquer l'ouverture officielle.

Huit pavillons représentant I'Autriche, la France, I'Allemagne,
I'Amérique du nord, le Royaume Uni, la Corée du sud et I'Espagne
ont occupé des surfaces d'exposition étendues, alors qua la
foire Tube China, des pavillons occupés par des pays comme
I’Allemagne, I'Autriche, le Royaume-Uni, I'Amérique du nord et
I'Espagne ont également réalisé une exposition similaire de la
durée de quatre jours.

Outre l'exposition des derniers produits et des technologies
de marques industrielles fameuses, l'exposition a également
accentué son caractere professionnel en langant une nouvelle
Zone Chimique a laquelle ont participé des fabricants de
matériaux pour cables et fils réputés a un niveau international en
exposant leurs produits aux visiteurs nationaux et étrangers.

L'organisation de la zone spécialisée a considérablement aidé
les acquéreurs professionnels du secteur du cable et du fil a
effectuer les visites et les achats en fonction de leurs nécessités.
Presque 60 fabricants d'équipements pour ressorts et dispositifs

A |l était absolument

intéressant!!

de fixation et 40 fabricants de produits pour fils et cables
provenant de la Chine et de |'étranger ont également participé
a l'événement, et 22 forums et séminaires techniques ont eu lieu,
couvrant une vaste gamme de sujets et thémes et en attirant
encore plus de visiteurs professionnels.

La conférence China Wire & Cable Industry, un événement
industriel important organisé pour [lInstitut de Recherche
des Cables Electriques de Shanghai, et l'exposition “30 ans de
l'industrie de la fibre optique et du cable en Chine’, se sont tenus
en méme temps que la foire, en attirant considérablement les
professionnels du secteur et d'autres secteurs, ce qui refléte
également I'ample reconnaissance et I'approbation de wire &
Tube China de la part des acteurs de l'industrie.

All China - International Wire & Cable Industry Trade Fair et
All China - International Tube and Pipe Industry Trade Fair

Shanghai Electric Cable
Research Institute

Fax: +86 21 556 20467
Email: wilson@secri.com

Metallurgical Council

of CCPIT

Fax: +86 10 652 33861

Email: majing@tubechina.com

Messe Diisseldorf China Ltd
(Media Service)

Fax: +86 23 6292 7738
Email: alice@mdc.com.cn

Messe Diisseldorf China Ltd
(Exhibitor & Visitor Service)
Fax: +86 21 6279 7337
Email: teddy@mdc.com.cn

Websites: www.wirechina.net o www.tubechina.net
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Meillefer célebre son succes avec Odeskabel

En septembre Maillefer s'est unie a
Odeskabel en Ukraine pour célébrer le
20eme anniversaire de ATKT-100.

C'est le nom donné a la premiere unité
de production de cables téléphoniques
de ce genre, entierement automatique,
dans laquelle Maillefer (auparavant
Nokia Cable Machinery) a participé en
tant que partenaire.

La capacité de production initiale
calculée était de 1,2 million de
kilométres de cables par an dans deux
postes.

Méme aujourd’hui, aprés 20 ans
d'exploitation, ATKT-100 fonctionne
selon la capacité prévue pour répondre
aux exigences actuelles.

Les amis, les collegues et quelques
retraités ont voyagés de Moscou en
Finlande pour participer aux célébrations
et exprimer leur fierté en voyant que leur
réve est encore une réalité. Ensemble ils
ont évoqué les phases de planification
de l'unité ATKT-100.

Les défis et la bureaucratie de
'ancienne  Union soviétique pour
obtenir l'approbation du projet et

le financement se sont démontrés
mémorables. Lunité ATKT-100 s'est
traduite en réalité grace aux efforts
combinés de Odeskabel et Maillefer.

L'anniversaire a uni
le présent, y compris

le passé et
la nouvelle

A Antti-Jussi Rissanen de Maillefer et Dmitry
Vasilievitch lorgachov de Odeskabel (a droite)

génération d'‘équipements pour la
production de cables de la société.

La société Odeskabel est actuellement
en plein essor en Ukraine et dans les pays
environnants grace a la diversification
de ses produits pour cables dans les
secteurs de la communication et de
I'énergie.

D’apres les rapports de la société, les
investissements dans la production,
dans le développement et dans la
modernisation au cours des cinq
derniéres années ont dépassé 11
millions d’euros.

Maillefer Extrusion - Suisse

Fax: +41 21691 2143

Email: info@maillefer.net

Website: www.mailleferextrusion.com

A Lancien personnel et le personnel actuel participent a la célébration du 20eme anniversaire de la société
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La collaboration
récompense

La collaboration s‘est révélée un grand
succés dans le temps pour Nashtec -
branche d’une alliance entre Nabaltec AG
et le producteur américain d’aluminium
Sherwin Alumina.

En octobre dernier les sociétés ont
démarré la production de leur nouvelle
usine ultramoderne réalisée a Corpus
Christi, en Texas, dédiée a la production
d’hydroxyde d’aluminium en particules
fines précipité comme le matériau
de bourrage ignifuge sans halogene
(marque de fabrique enregistrée
Apyral®40CD).

Linstallation, située a proximité de Sherwin
Alumina, comprend un séparateur
électrostatique, un systéme de séchage
et de filtrage, et présente une capacité de
production annuelle de 25 000 tonnes.

Nabaltec AG - Allemagne
Fax: +49 9431 61557

Email: eviehauser@nabaltec.de
Website: www.nabaltec.de

Ken démissionne apres
54 ans de service

Le directeur technique Ken Barker a
démissionné apres 54 ans de service chez
Ormiston Wire, I'une des plus anciennes
entreprises familiales au Royaume Uni.

Ken, qui s’est uni a Ormiston Wire aprés
avoir complété le service militaire en
1952, a avancé
graduellement dans
la société jusqu'a
occuper la position
de Directeur Général
aprés la retraite de
John Ormiston.

En tant que Directeur | %
technique il a dirigé | % N
et guidé l'expansion t& ‘
rapide de la société ) e
au milieudesannées A

'70 lorsque Ormiston
était le principal
producteur de cébles d'acier inoxydable
de petites dimensions sur le marché
des yachts.

Ken Barker démiss-
ionne aprés 54 ans

Il a également guidé le développement
des matériaux mixtes, tels que les tresses
en fil de cuivre étamé/Kevlar pour
antennes.

Ormiston Wire - Royaume-Uni
Fax: +44 208 569 8601

Email: info@ormiston-wire.co.uk
Website: www.ormiston-wire.co.uk

B
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Nouvelle machine améliorant
la production de RG

Le rachat d'une nouvelle plieuse pivotante
permettra a la société RG Attachments de
Leicester de réaliser des toles de grandes
dimensions avec des profils différents.

La nouvelle machine consentira de
couper et de réaliser des toles de grandes
dimensions en pieces plus petites et
maniables, opération impossible a effectuer
auparavant dans les établissements de
Belper Street de la société et qui s'avérera
particulierement utile durant les phases
initiales de la production des formeurs de
bandes (tapeformer).

Le rachat permettra également de produire des formeurs de
bandes de qualité supérieure, notamment pour les cables de
dimensions supérieurs. RG produit des formeurs de bande depuis
25 ans pour les fabricants de cables. Ces produits sont utilisés
pour plier différents types de matériaux isolants autour des ames
des cables avant la phase finale d’application du revétement.

Les formeurs de bande peuvent étre utilisés avec plusieurs types
de bandes d'isolement tels que: Mylar, papier, et feuilles de
métal. lls sont congus pour l'isolement d’'une vaste gamme de
cables, y compris les cables LAN, les cables dénergie, les cables
téléphoniques et de communication et les cables pour le secteur
automobile.

corporate news

A Lenouveau pivot courbant la machine et, gauche, l'action

Les formeurs de bande sont positionnés avant la téte d’extrusion
et garantissent des plis précis. Grace a la vaste gamme de
modeles et de profils de pliage, les formeurs de bande peuvent
étre réalisés en fonction des exigences du client.

Fax: +44 0116 261 2403
Website: www.rga.co.uk

RG Attachments - Royaume-Uni
Email: info@rga.co.uk

Président pour la nouvelle commission

consultative

La société hollandaise DSM a désigné le professeur Bert Meijer président de sa

nouvelle commission scientifique consultative.

La création de ce nouvel organisme de consultation est en ligne avec la politique
innovante et ouverte de la société. Les autres membres de la commission
consultative seront des experts reconnus a un niveau international dans des
secteurs importants pour DSM tels que la biotechnologie, la nutrition, les sciences

des matériaux, la chimie et les technologies des processus.

Roblon s’étend au
Moyen Orient

La société danoise Roblon a étendu
davantage son réseau global avec la
désignation d’'un nouveau représentant
au Moyen Orient.

Emichem a été nommé représentant de
Roblon Industrial Fiber et de sa division
Roblon Engineering au Koweit, en
Oman, au Bahrein, en Jordanie, en Arabie
Saoudite et aux Emirats Arabes Unis.

Le professeur Meijer, 4gé de 51 ans, est un professeur universitaire distingué de
Sciences Moléculaires a I'Université de Technologie de Eindhoven.

Il est titulaire d’'une maitrise en chimique organique de I'Université de Groningen
etil a occupé différentes positions au sein de I'industrie et du monde académique.
Ayant travaillé en tant que chercheur dans le domaine des matériaux moléculaires
dans le Laboratoire de Recherches de Eindhoven, il a été employé par DSM
Research en 1989 comme chef de département “Nouveaux Matériaux”, position
qu'il a occupée jusqu'a 1992, lorsqu'il entra comme professeur titulaire de chimique
organique a I'Université de Technologie de Eindhoven.

En 2004 il fut nommé pour le professorat actuel. Les autres charges académiques
de Meijer comprennent la position de professeur adjoint de Chimie
Macromoléculaire a I'Université de Nijmegen et de professeur invité de I'Université
de Californie de Santa Barbara aux Etats-Unis & partir de I'année en cours.

Le professeur Meijer est un chercheur acclamé qui a recu de prestigieux prix
internationaux et nationaux y compris la médaille d'or de la Société Royale de
Chimie Hollandaise, le prix Spinoza de I'Organisme de Recherche Scientifique
Hollandais et, plus récemment, le prix de Chimie des Polyméres de la Société
Chimique Américaine.

DSM - L'Hollande
Email: media.relations@dsm.com

Fax: +31 45 5740680
Website: www.dsm.com

EuroWire — Janvier 2007

Les deux divisions de Roblon disposent
ainsi de presque 60 représentants dans
60 pays.

Les deux divisions indépendantes,
travaillent ensemble pour offrir des
solutions communes en ce qui concerne
les équipements pour cables et les
matériaux pour le secteur de la fabrication
de cables.

Le siege du groupe Roblon, qui célébrera
son 50éme anniversaire l'an prochain,
est situé a Frederikshavn, au Danemark
du nord.

Emichem, dont le siege est situé aux
Emirats Arabes Unis, est géré par les
responsables MM. Shabih Rizwan et
Dawar Azmi.

Roblon - Le Danemark
Fax: +45 96 20 33 99
Email: info@roblon.com
Website: www.roblon.com
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Migliaia di persone affollano

wire China 2006

Sono giunti a migliaia: e non sono rimasti delusi!

32.000 visitatori, di cui 3.500 provenienti da oltre 80 paesi,
sono giunti al nuovo centro internazionale delle esposizioni di
Shanghai per la seconda fiera di wire & Tube China che si & tenuta
dal 25 al 28 settembre 2006.

Con una superficie espositiva di 40.000m?, 14.000m? pit del 2004,
tutto era pronto per le 923 imprese, conosciute sia in Cina che
nel resto del mondo, per esporre la loro tecnologia.

Gli organizzatori, lo Shanghai Electric Cable Research Institute
e Messe Disseldorf China Ltd (wire China 2006) da un lato, e il
Consiglio Metallurgico del Consiglio Cinese per la Promozione del
Commercio Internazionale e Messe Disseldorf China Ltd (Tube
China 2006) dallaltro, hanno ricevuto un notevole supporto dalle
associazioni straniere e nazionali.

Ha partecipato all'esposizione un gran numero di delegati di
Messe Dusseldorf GmbH, dalla Cina, da Taiwan, dall'India, dalla
Corea del sud, dal Giappone, nonché delegati provenienti da
diverse province, comuni e regioni della Cina.

Alla cerimonia di apertura celebrata lunedi 25 settembre,
hanno partecipato Joachim Edwin, sindaco di Dusseldorf, Lu
Yansun, ex vice-ministro dell'industria
della fabbricazione di equipaggiamenti
e consulente esperto di China Machinery
Industry Federation (CMIF); Liu Zhenjiang,
vice-presidente  dell’Associazione  China

Iron & Steel Association (CISA); Zhang

Chengjun, vice-direttore della Commissione

di Supervisione e Amministrazione dei
beni statali del Governo Municipale di
Shanghai; Jian Heping, vice-direttore della
Commissione Municipale delle Relazioni
Economiche e del Commercio Estero di
Shanghai e Werner M. Dornscheidt, presidente e CEO di Messe
Dusseldorf GmbH, oltre a numerosi altri distinti invitati che
hanno segnato I'apertura ufficiale con il taglio del nastro.

ire
CHINA

CHINA INTERNATIONAL
WIRE & CABLE TRADE FAIR

Otto padiglioni rappresentanti Austria, Francia, Germania,
Nordamerica, Regno Unito, Corea del sud e Spagna hanno
occupato vaste superfici espositive, mentre alla fiera Tube
China padiglioni occupati da paesi come la Germania, I'Austria,
il Regno Unito, 'America del Nord e la Spagna hanno realizzato
un’analoga esposizione della durata di quattro giorni.

Oltre all'esposizione dei recenti prodotti e tecnologie di famosi
marchi industriali, I'esposizione ha anche sottolineato il proprio
carattere professionale lanciando una nuova Zona Chimica, alla
quale hanno partecipato fabbricanti di materiali per cavi e fili,
rinomati a livello internazionale, esponendo i loro prodotti a
visitatori nazionali e stranieri.

L'organizzazione della zona specializzata ha notevolmente
aiutato gli acquirenti professionali del settore del cavo e del filo
ad effettuare le visite e gli acquisti secondo le loro necessita.
Inoltre, quasi 60 fabbricanti di equipaggiamenti per molle e
dispositivi di fissaggio e 40 fabbricanti di prodotti per fili e cavi
provenienti dalla Cina e dall'estero hanno partecipato all'evento

PAN  JHU KONG S

A Estatodecisamente
interessante!

e si sono tenuti 22 forum e seminari tecnici su svariati argomenti
e temi e che attraggono ancora piu visitatori del settore.

La conferenza China Wire & Cable Industry, un importante evento
industriale organizzato dall'lstituto di Ricerca dei Cavi Elettrici
di Shanghai, e l'esposizione “30 anni dell'industria della fibra
ottica e del cavo in Cina”, si sono tenuti contemporaneamente
all'esposizione, attirando grande attenzione sia all'interno del
settore che fuori di esso, rispecchiando I'ampio riconoscimento e
I'approvazione da parte dei membri dell'industria.

Vi sono ora grandi speranze che la 3a fiera campionaria All China
- International Wire & Cable Industry Trade Fair e la fiera All China
- International Tube and Pipe Industry Trade Fair che si terranno
dal 23 al 26 settembre 2008 a Shanghai avranno un successo
ancora maggiore.

All China - International Wire & Cable Industry Trade Fair e
All China - International Tube and Pipe Industry Trade Fair

Shanghai Electric Cable
Research Institute

Fax: +86 21 556 20467
Email: wilson@secri.com

Metallurgical Council of CCPIT
Fax: +86 10 652 33861
Email: majing@tubechina.com

Messe Diisseldorf China Ltd
(Media Service)

Fax: +86 23 6292 7738
Email: alice@mdc.com.cn

Messe Diisseldorf China Ltd
(Exhibitor & Visitor Service)
Fax: +86 21 6279 7337
Email: teddy@mdc.com.cn

Website: www.wirechina.net o www.tubechina.net
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con Odeskabel

In settembre Maillefer si & unita a
Odeskabel in Ucraina per celebrare il
20° anniversario dell’'unita ATKT-100.

E' il nome dato alla prima unita
di produzione di cavi telefonici,
completamente automatica, nella
quale Maillefer (ex Nokia Cable
Machinery) ha partecipato come
partner.

La capacita produttiva iniziale calcolata
era pari a 1,2 milioni di chilometri di
cavo I'anno in due turni.

Anche oggi, dopo 20 anni di
funzionamento, la ATKT-100 funziona
secondo la capacita prevista per
soddisfare le richieste correnti.

Amici, colleghi ed alcuni pensionati
hanno viaggiato da Mosca alla
Finlandia per assistere alle celebrazioni
ed esprimere il loro profondo orgoglio
nel vedere il loro sogno & ancora
realta. Insieme hanno evocato le fasi di
pianificazione della ATKT-100.

Le sfide e la burocrazia della ex Unione
Sovietica per ottenere l'approvazione
ed il finanziamento del progetto si
sono dimostrate memorabili.

E grazie agli sforzi congiunti di
Odeskabel e Maillefer che la ATKT-100
e divenuta realta.

L'anniversario ha wunito il passato
e il presente includendo la nuova
generazione di macchine produttrici di

Meillefer celebra il suo successo

A Antti-Jussi Rissanen di Maillefer e Dmitry
Vasilievitch lorgachov di Odeskabel (a destra)

cavi della societa.

Odeskabel sta espandendo il proprio
mercato in Ucraina e nei paesi
circostanti con la diversificazione dei
suoi prodotti per cavi nei settori della
comunicazione e dell'energia.

Secondo i rapporti della societa, gli
investimenti nella produzione, nello
sviluppo e nella modernizzazione
durante gli ultimi cinque anni hanno
superato gli 11 milioni di euro.

Maillefer Extrusion - Finlandia

Fax: +41 21691 21 43

Email: info@maillefer.net

Website: www.mailleferextrusion.com

A |l personale precedente e quello attuale partecipano alla celebrazione del 20° anniversario della societa
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Roblon si espandein
Medio Oriente

La societa danese Roblon ha
ulteriormente ampliato la propria rete
globale con la designazione di un nuovo
rappresentante in Medio Oriente.

Emichem e stato nominato rappresentante
di Roblon Industrial Fiber e della sua
divisione Roblon Engineering in Kuweit,
Oman, Bahrein, Giordania, Arabia Saudita
ed Emirati Arabi Uniti. Le due divisioni
di Roblon dispongono inoltre di quasi
60 rappresentanti in 60 paesi.

Roblon Industrial Fiber & specializzata
nello sviluppo e nella realizzazione di fibre
tecniche industriali ad alta tecnologia
comprendenti elementi di rinforzo in
vetro e aramid, fili di legatura a tenuta
d'acqua, nastri e corde di strappo. La
societa, specializzata anche nel settore
dellindustria offshore, ha ottenuto la
certificazione ISO 9001 (gestione di qualita)
e1S0O 14001 (gestione dell'ambiente).

Roblon Engineering sviluppa e produce
equipaggiamenti di trecciatura, lega-
tura, avvolgimento e svolgimento. Le
trecciatrici sono progettate per avvolgere
fili industriali attorno ad un cavo con
elevata precisione e una tensione
debitamente regolata. Sono disponibili
fino a 24 posizioni con diverse velocita
di rotazione, lunghezza, passo e livelli di
tensione regolabili.

Le due divisioni indipendenti, funzionano
assieme per offrire soluzioni comuni per
quanto riguarda gli equipaggiamenti
per cavi e materiali per il settore della
fabbricazione di cavi.

Roblon - La Danimarca
Fax: +45 96 20 33 99
Email: info@roblon.com
Website: www.roblon.com

Aim ha raggiunto
I'obiettivo firmando
un accordo con Soco

AIM, Inc, produttore di piegatrici per filo e
accessori, ha rivelato che la societa SOCO
Machinery Ltd e stata selezionata come
rappresentante esclusivo e agenzia di
servizi per Taiwan e la Malesia.

SOCO si  occupera delle richieste
d’informazioni e delle vendite, e offrira ai
clienti delle dimostrazioni direttamente
presso la loro sede di Taichung a Taiwan.

SOCO Machinery Co Ltd - Taiwan
Fax: +886 4 2359 2386

Email: socomc@seed.net.tw
Website: www.soco.com.tw
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Nuova macchina migliorala

produzione di RG
L'acquisizione della nuova piegatrice

di realizzare lamiere di grandi
dimensioni con profili diversi.

La nuova macchina permettera
di tagliare e realizzare lamiere
di grandi dimensioni in pezzi
piu  piccoli e maneggevoli,
operazione prima impossibile
negli stabilimenti di Belper Street
della societa, che si dimostrera
particolarmente utile durante le
fasi iniziali della produzione di
formatori di nastro (tapeformer).

L'acquisizione consentirainoltre la
produzione di formatori di nastro
di qualita migliore, soprattutto
per i cavi di grandi dimensioni.
RG produce formatori di nastro

da 25 anni per i fabbricanti di cavi. Tali prodotti sono utilizzati
per piegare diversi tipi di materiali isolanti attorno ad anime di

rotativa
consentira alla societa RG Attachments di Leicester

erno nuovo la macchina e, sinistro, nell'azione
A lp I h , tro, nell'

estrusione e garantisce delle pieghe precise.

cavo prima della fase di applicazione del rivestimento finale.

| formatori di nastro possono essere utilizzati con numerosi tipi
di nastro d'isolamento quali: Mylar, carta, e fogli metallici. Sono

Grazie all'ampia gamma di modelli e di profili di piegatura, i
formatori di nastro possono essere realizzati in base alle esigenze

precise del cliente.

progettati per l'isolamento di una vasta gamma di cavi, fra cui i

cavi LAN, i cavi di potenza, cavi telefonici, cavi di comunicazione,

e cavi per il settore automobilistico.

Ken rassegna le
dimissioni dopo
54 anni di servizio

Il direttore tecnico Ken Barker ha
rassegnato le dimissioni dopo 54 anni di
servizio presso la societa Ormiston Wire,
una delle pili conosciute imprese familiari
del Regno Unito.

Ken, che é entrato a far
parte di Ormiston Wire
dopo aver completato
il servizio militare nel
1952, ha fatto carriera
all'internodellasocieta

fino ad assumere b i

lincarico di direttore REN)

generale  dopo il

pensionamento  di A Ken Barker i
dimette dopo

John Ormiston. Saanni
Come Direttore Tecnico ha diretto e
guidato la rapida espansione della
societa a meta degli anni ‘70 quando
Ormiston era il maggiore produttore

di funi in acciaio inossidabile per
il mercato delle imbarcazioni da
diporto.

Ormiston Wire - Regno Unito
Fax: +44 208 569 8601

Email: info@ormiston-wire.co.uk
Website: www.ormiston-wire.co.uk

Fax: +44 116 261 2403
Website: www.rga.co.uk

RG Attachments — Regno unito
Email: info@rga.co.uk

Il formatore di nastro € posizionato proprio di fronte alla testa di

Presidente per il nuovo comitato consultivo

La societa olandese DSM ha designato il professore Bert Meijer presidente del
suo nuovo comitato consultivo scientifico.

La creazione di questo nuovo organismo di consultazione € in linea con la politica
innovativa e aperta della societa. Gli altri membri del comitato consultativo
saranno esperti riconosciuti a livello internazionale in settori importanti per
DSM quali la biotecnologia, la nutrizione, le scienze dei materiali, la chimica e le
tecnologie dei processi.

Il professore Meijer, dell'eta di 51 anni, & un rinomato professore universitario di
Scienze Molecolari all’'Universita di Tecnologia di Eindhoven.

Ha conseguito la laurea in chimica organica presso I'Universita di Groningen e ha
avuto diversi incarichi nell'industria e nel mondo accademico. Avendo collaborato
come ricercatore nel campo dei materiali molecolari nel Laboratorio di Ricerca di
Eindhoven, e stato impiegato da DSM Research nel 1989 come capo dipartimento
“Nuovi Materiali’, posizione che ha occupato fino al 1992, quando entro come
professore ordinario di chimica organica all'Istituto di Tecnologia di Eindhoven.

Nel 2004 gli fu assegnato I'attuale incarico. Gli altri incarichi accademici di Meijer
comprendono la posizione di assistente di Chimica Macromolecolare presso
I'Universita di Nijmegen e di professore ospite dell’'Universita della California di
Santa Barbara negli Stati Uniti a partire da quest’anno.

Il professore Meijer & un ricercatore che ha ricevuto prestigiosi premi internazionali
e nazionali e la medaglia d'oro della Royal Netherlands Chemical Society, il premio
Spinoza dell'organizzazione olandese per la ricerca scientifica, e pit recentemente,
il premio di Chimica dei Polimeri della Societa Chimica Americana.

DSM - Olanda
Email: media.relations@dsm.com

Fax: +31 45 5740680
Website: www.dsm.com
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Multitudinaria asistencia

a wire China 200

Llegan en tropel ... jy quedan satisfechos!

32.000 visitantes, 3.500 de ellos procedentes de mas de 80
paises, llegaron al nuevo centro internacional de exposiciones
de Shangai para acudir a la segunda celebracién de wire & Tube
China que tuvo lugar del 25 al 28 de septiembre 2006.

Con un area de exposiciones de 40.000m2, 14.000m2 mas que
en 2004, todo estaba listo para que las 923 conocidas empresas
tanto de China como del resto del mundo hicieran alarde de su
tecnologia.

Los organizadores, el Instituto de Investigacion de Cables
Eléctricos de Shangai y Messe Dusseldorf China Ltd (para wire
China 2006) por un lado, y el Consejo Metalurgico del Consejo
de China para la Promocién del Comercio Internacional y Messe
Dusseldorf China Ltd (para Tube China 2006) por otro, recibieron
gran apoyo de las asociaciones extranjeras y nacionales.

En la feria de muestra se congregaron un gran numero de
delegados de Messe Dusseldorf GmbH, de China, Taiwan, La
India, Corea del Sur, Japén, ademds de delegados de varias
provincias, municipios y regiones de China.

En la ceremonia de apertura celebrada el lunes 25 de septiembre
se dieron cita Joachim Edwin, alcalde de Disseldorf, Lu Yansun,
ex vice ministro de la industria de la
fabricacién de maquinaria y asesor especial
de la Federacién China de la Industria
de la Maquinaria (CMIF); Liu Zhenjiang,
vice presidente de la Asociacién China de
Hierro y Acero (CISA); Zhang Chengjun,
vice director de la Comisidon de Supervision
y Administracion de Bienes Estatales del
Gobierno Municipal de Shangai; Jian Heping,
vice director de la Comisién Municipal
de Relaciones Econdémicas y de Comercio
Exterior de Shangaiy Werner M. Dornscheidt,
presidente y CEO de Messe Disseldorf
GmbH, entre muchos otros distinguidos invitados, quien corté la
cinta que marco el inicio oficial de la feria.

wire
CHINA

/

CHINA INTERNATIONAL
WIRE & CABLE TRADE FAIR

Ocho pabellones de Austria, Francia, Alemania, Italia,
Norteamérica, Reino Unido, Corea del Sur y Espafna ocuparon
amplias zonas de exposicidén, mientras en Tube China, pabellones
ocupados por paises como Alemania, Austria, Reino Unido,
Norteamérica y Espafna expusieron igualmente su tecnologia
durante cuatro intensos dias.

Ademds de escaparate para los uUltimos productos y tecnologias
de famosas marcas industriales, la feria también puso de relieve
su caracter profesional lanzando una Zona Quimica nueva, en la
que participaron fabricantes de materiales para cables y alambres
de reconocida fama internacional exponiendo sus productos a
los visitantes nacionales y extranjeros.

La organizacién de la zona especializada ayudé mucho a
los compradores del sector del cable y alambre a visitar y
comprar segun sus distintas necesidades. También asistieron al
acontecimiento aproximadamente 60 fabricantes de maquinas
de resortes y piezas de sujecién y 40 fabricantes de productos
para cables y alambres tanto del pais como del extranjero.

PAN  JHU KONG S

A jHubo  realmente
expectacion!

Se celebraron 22 foros y seminarios técnicos que cubrieron un
amplio abanico de temas y atrajeron mas visitantes del sector.

La Conferencia China del Sector del Alambre y Cable, importante
acontecimiento industrial organizado por el Instituto de
Investigacion de Cables Eléctricos de Shanghai, y la exposicién
de 30 afos de logros en el sector de la fibra dptica y del cable
en China, también fueron celebradas paralelamente a la feria
de muestra, atrayendo fuertemente a los asistentes del sector y
fuera de éste, lo que también refleja el amplio reconocimiento y
aprobacion de wire & Tube China por parte de los empleados del
sector.

Las expectativas se han elevado incluso mas para la 32 All China
- International Wire & Cable Industry Trade Fair, y All China -
International Tube and Pipe Industry Trade Fair, que se celebrardn
del 23 al 26 de septiembre de 2008 en Shangai.

All China - International Wire & Cable Industry Trade Fair, y
All China - International Tube and Pipe Industry Trade Fair

Shanghai Electric Cable
Research Institute

Fax: +86 21 556 20467
Email: wilson@secri.com

Metallurgical Council of
CCPIT

Fax: +86 10 652 33861

Email: majing@tubechina.com

Messe Diisseldorf China Ltd
(Exhibitor & Visitor Service)
Fax: +86 21 6279 7337

Email: teddy@mdc.com.cn

Messe Diisseldorf China Ltd
(Media Service)

Fax: +86 23 6292 7738
Email: alice@mdc.com.cn

Website: www.wirechina.net o www.tubechina.net
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Roblon se expande por

Meillefer celebra su éxito con Odeskabel Medio Oriente

La danesa Roblon ha expandido aun
mas su red global nombrando un nuevo
representante en Medio Oriente.

En septiembre Maillefer se unié a
Odeskabel en Ucrania para celebrar el
200 aniversario de la ATKT-100.

Emichem ha sido nombrada representante
tanto de Roblon Industrial Fiber como de
su division Roblon Engineering en Kuwait,
Oman, Bahrein, Jordania, Arabia Saudita y
Emiratos Arabes Unidos.

Asi se denomino la primera unidad de
produccién totalmente automatica de
cables de teléfono, en la que Maillefer
(por aquel entonces Nokia Cable
Machinery) participaba como socio.

Las dos divisiones de Roblon disponen asi

La capacidad roductiva inicial .,
p P de unos 60 representantes en 60 paises.

calculada era 1,2 millones de
kilbmetros de cable al ano con dos
turnos. Incluso hoy, después de 20
afos de funcionamiento, la ATKT-
100 funciona segun la capacidad
prevista respondiendo a las exigencias
actuales.

Roblon Industrial Fiber desarrolla vy
produce fibras industriales de alta
tecnologia entre las que cabe citar
elementos de refuerzo de vidrio y de
aramida, hilos de empalme estandares y
bloqueadores de agua, cintas y cordones

o . . de rasgado. La sociedad, especialista
Amigos companeros algunos A Antti-Jussi Rissanen de Maillefer y Dmitry . !
905, p y 9 Vasilievitch lorgachov de Odeskabel (a la también en el sector costa fuera, ha

empleados jubilados viajaron desde derecha) obtenido la certificacion I1SO 9001
Moscu y Finlandia para asistir a las (gestion de calidad) e 1SO 14001 (gestion
celebraciones y expresar su mas generacion de maquinas productoras ambiental).
sincero orgullo al ver su suefio todavia  de cables de la compafia.
en pleno funcionamiento. Juntos Roblon Engineering desarrolla y produce
evocaron las fases de planificacién de  Odeskabel se esta expandiendo por equipos de trenzado, atado, enrollado y
la ATKT-100. Ucrania y paises circundantes a la desenrollado. Las trenzadoras pueden
vez que diversifica sus productos enrollar hilos industriales alrededor de un
Los desafios y burocracia de la ex para cables en los sectores de la cable con alta precisién y con una tension
Union Soviética que tuvieron que comunicacion y energia. Segun debidamente ajustada. Estan disponibles
afrontar para obtener la aprobacién 'y los informes de la compafia, las hasta en 24 posiciones y con distintas
financiacion del proyecto eran dignos inversiones en produccién, desarrollo velocidades de giro, longitudes de paso
de mencion. y modernizacion en los dltimos cinco de hélice y tensiones ajustables.
afos han superado los 11 millones de
La ATKT-100 se hizo realidad gracias a  euros. Las dos divisiones, aunque independientes,
los esfuerzos conjuntos de Odeskabel colaboran mutuamente ofreciendo
y Maillefer. Maillefer Extrusion - Finlandia soluciones conjuntas tanto de maquinaria
Fax: +41 21691 21 43 para cables como de materiales para el
El aniversario auné el pasado y Email:info@maillefer.net sector de la fabricacion de cables.

el presente, que incluye la nueva Website: www.mailleferextrusion.com
Roblon - Dinamarca
L Fax: +45 96 20 33 99

' Email: info@roblon.com
Website: www.roblon.com

Aim acierta firmando
un acuerdo con Soco

AIM, Inc, fabricante de dobladoras de
alambre CNC y accesorios, ha revelado
que SOCO Machinery Ltd ha sido
seleccionada como representante
exclusivo y agencia de servicios para
Taiwdn y Malasia.

SOCO se ocupara de todas las peticiones
de informacién y de las ventas. Los
clientes pueden asistir a demostraciones
directamente en su sede de Taichung en
Taiwan.

SOCO Machinery Co Ltd - Taiwan
Fax: +886 4 2359 2386

Email: socomc@seed.net.tw
Website: www.soco.com.tw

A Laplantilla antigua y la actual participan en la celebracién del 20° aniversario de la empresa
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Una nueva maquina mejora
la produccion de RG

La adquisicion de una nueva dobladora giratoria permitira a la
compania RG Attachments de Leicester conformar chapas de
grandes dimensiones en distintos perfiles.

La nueva maquina permitird cortar
y conformar chapas de grandes
dimensiones en piezas mas pequefas
y manejables, una operacién que
anteriormente no era posible realizar
en los establecimientos de la compaiia
situados en Belper Street y que
resultara ser particularmente util en los
estadios iniciales de la produccién de
de formadores de cinta (tapeformer).

A Lanueva mdquina de la inclinacion giratoria y, dejo, en la accion

La nueva adquisicidon permitird producir
formadores de cinta de calidad mas
alta, especialmente los utilizados para
cables de grandes dimensiones.

papel y ldaminas de metal, y permiten aislar una amplia
gama de cables, incluidos los cables LAN, de energia,
telefénicos, de comunicacion y de automoviles.

Desde hace mas de 25 anos, RG

produce formadores de cinta usados por los fabricantes de cables
para doblar diferentes tipos de materiales aislantes alrededor
de los nucleos de los cables antes del estadio final de aplicacion
de la cubierta.

El formador de cinta se posiciona antes del cabezal de la
extrusora y garantiza doblados precisos. Gracias a la amplia gama
de modelos y de perfiles de doblado, los formadores de cinta
pueden ser fabricados segun las exigencias precisas del cliente.

Fax: +44 116 261 2403
Website: www.rga.co.uk

RG Attachments - Reino Unido

Los formadores de cinta fabricados por la comparnia pueden
Email: info@rga.co.uk

ser usados con muchos tipos cintas de aislamiento como Mylar,

Presidente para la nueva junta consultiva

La danesa DSM ha nombrado al profesor Bert Meijer presidente de su nueva Junta El director técnico Ken Barker se ha
Consultiva Cientifica. jubilado después de 54 anos de trabajo

en Ormiston Wire, una de las empresas
familiares mas antiguas del Reino Unido.

Ken se retira tras
54 ainos de trabajo

La creacion de este nuevo organismo de consultoria sigue la politica innovadora
y abierta de la empresa. Los demas miembros de la junta consultiva serdn
expertos reconocidos internacionalmente en campos relevantes para DSM como
el de biotecnologia, nutricién, ciencia de los materiales, quimica y tecnologia de
procesos.

Ken, quien entro
a formar parte de
la empresa tras
realizar el servicio
militar en 1952,
fue ascendiendo
gradualmente

El profesor Meijer, de 51 afos de edad, es un distinguido profesor universitario de
Ciencias Moleculares en la Universidad de Tecnologia de Eindhoven.

Se doctoré en quimica orgénica en la Universidad de Groningen y ha ocupado en la empresa
varios puestos tanto en la industria como en el mundo académico. Tras trabajar hasta ”99?" al Y
como investigador en el campo de los materiales moleculares en los Laboratorios puesto de dlrect(:)r (1ol WA
de Investigacion Philips de Eindhoven, fue contratado por DSM Research en 1989 general  después A Ken Bark ubil
. e H " A
de jubilarse John en barker se jubila
como jefe del departamento de “Materiales Nuevos’, cargo que conservo hasta Orn':iston tras 54 afios de trabajo

1992, cuando entré como profesor titular de quimica organica en la Universidad

de Tecnologia de Eindhoven.
Como director técnico supervisé y dirigio

46

En 2004 fue nombrado catedratico. Entre sus otros cargos académicos figuran los
de profesor asociado de quimica macromolecular en la Universidad Radboud de
Nijmegen y profesor visitante en la Universidad de California de Santa Barbara en
Estados Unidos a partir de este aino.

El profesor Meijer es un aclamado cientifico que ha obtenido prestigiosos premios
nacionales e internacionales, entre los que se pueden citar la medalla de oro de
la Real Sociedad de Quimica Holandesa, el premio Spinoza de la Organizacion
Holandesa de Investigacion Cientifica y, mas recientemente, el premio de quimica
de los polimeros de la Sociedad Quimica Americana.

DSM - Holanda
Email: media.relations@dsm.com

Fax: +31 45 5740680
Website: www.dsm.com
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la rapida expansion de la empresa a
mediados de los ‘70 cuando Ormiston
era el principal productor de cables de
acero inoxidable de pequero calibre en el
mercado de la navegacién a vela.

También impulsé el desarrollo de
materiales mixtos como las trenzas de
cobre estafado/Kevlar para antenas.

Ormiston Wire - Reino Unido
Fax: +44 208 569 8601

Email: info@ormiston-wire.co.uk
Website: www.ormiston-wire.co.uk
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| The economy

Manufacturing slowdown
threatens the five-year
economic expansion in the US

“We are in a significant slowdown in
factory activity,” Richard DeKaser, chief
economist at the banking group National
City Corp (Cleveland) told Bloomberg
News on 1% November.

“The slowdown in overall economic
growth is taking a toll on the factory
sector, and the reality of somewhat
bloated inventories for certain goods is
prompting a cutback in production.”

The pessimism was prompted by the
announcement by the Institute for Supply
Management that its factory index for
October fell to 51.2, lower than forecast,
from September’s 52.9.

A reading higher than 50 signals
expansion. A measure of prices paid for
raw materials dropped to the lowest in
more than four years.

The ISM report provided strong
evidence that manufacturing in the US
expanded at the slowest pace in more
than three years in October. Moreover,
the Commerce Department said that
construction spending had gone into an
unexpected six-month decline because
of a deteriorating housing market.
Construction had been a steady support
to the long-lived economic expansion.

The manufacturing institute’s new orders
index, which accounts for about one-third
of the total index, fell to 52.1, the lowest
since May 2005, from 54.2 in September.

The production index, a measure of
work being performed, dropped to 51.9,
the lowest since April 2003, from 56.1 in
September. The supplier deliveries gauge,
which covers how long it takes companies
to receive goods, dropped to 50.2 from
54.1. The October reading was the lowest
since June 2003.

If manufacturers are imparting not much
spark to the economy, they themselves
may take comfort in the drop in the ISM
index of prices they are paying for raw
materials. The index fell to 47 from 61 in
September, which suggests that inflation

pressures are subsiding. The measure was
down 26 points in a two-month period,
the biggest back-to-back drop since these
gauges were instituted in 1948.

Another bright spot is that fewer factories
are paying more for crude oil, which may
make it less likely they will need to raise
prices on finished goods.

On 20" October the price of a barrel
of crude oil traded on the New York
Mercantile Exchange fell to $56.82, the
lowest level for the year to that point.

In brief...

s« Caterpillar Inc, the world’s largest
maker of earthmoving equipment,
plans to cut some jobs at American
factories and build more plants
in China and India to counter the
expected US economic slowdown
that will curtail its sales in the home
market in 2007. Chief executive officer
James Owens said on 3 November
that Caterpillar (Peoria, lllinois) faces
challenges in the US housing market
and in North America on-highway
truck engine sales.

The company is a bellwether of
the US economy because its sales
span industries from mining to oil
to construction. After Caterpillar on
20" October predicted weakening
sales ahead, the company’s stock took
its biggest drop in 19 years.

| Spotlight on: Nucor Corp

Manufacturers of both
'HUSH’ & ‘LOCK ON'’
PULLING IN DOGS

T: +44 (0)1527 570977 F: 878990
E: locton@spring-tooling.co.uk

www.locton.co.uk

' Rumors of a Nucor bid
for ThyssenKrupp excite
the German market

On 26" October, speculation that Nucor
Corp, the Charlotte, North Carolina-
based steel minimill, would offer to buy
ThyssenKrupp AG caused the stock of
Germany’s largest steel maker to rise
to its highest value in more than six years.
ThyssenKrupp shares climbed 6.5%, in
trading volume - almost twice the daily
average for the year to that point. The
shares also gained more than any other
stock on Germany’s benchmark DAX
index for the day.

A Nucor takeover of ThyssenKrupp
probably would be the steel industry’s
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second-largest for 2006, behind the $38.3 billion purchase by
Rotterdam-based Mittal Steel Co of Arcelor SA, of Luxembourg.
Thom Rose, of Bloomberg News, noted that the purchase of
Germany’s biggest steel maker would almost double Nucor’s
production and add elevator and cement units to mills in
17 American states. Nucor is the second-largest US steel maker,
behind Pittsburgh-based US Steel Corp.

The US-German combination would push Nucor to No 2
worldwide by production, behind Arcelor Mittal. Nucor and
ThyssenKrupp produced a total of 34.9 million metric tonnes
of crude steel in 2005, according to the Brussels-based
International Iron and Steel Institute. Mittal's output was
63 million tonnes; Arcelor’s, 46.7 million.

Nucor’s chief executive officer Daniel DiMicco said in June 2006
that he wished to expand outside the US through partnerships.
ThyssenKrupp CEO Ekkehard Schulz said in September that his
company was looking to spend heavily on acquisitions as far
away as Japan.

A Nucor-ThyssenKrupp merger would break a run of mergers and
acquisitions involving companies from emerging economies,
which account for six of the 10 biggest steel making nations. On
20" October, Mumbai-based Tata offered $7.56 billion for Corus
Group Plc of the UK.

As many as 252 mergers and acquisitions worth a total of about
$78 billion had either been completed or were pending toward
the end of 2006. That compares with 219 deals worth less than
$20 billion for all of 2005.

In other news of Nucor...

s On 6% October, Nucor Corp announced its selection of
Memphis, Tennessee, as the site for a $230 million mill to
produce steel for the automotive, heavy equipment, and
steel service centre industries. The plant, scheduled to open
in the first quarter of 2008, will have a rated capacity of
850,000 tonnes a year.

Other new Nucor factories include a $150 million galvanised
steel plant in Decatur, Alabama, and a $27 million facility in
Utah. The company’s metal shipments have almost doubled
in the past five years, over which period Nucor has made a
dozen acquisitions.

s On 1 November, Nucor announced that its wholly owned
subsidiary Verco Decking Inc had completed the purchase of
substantially all of the assets of Verco Manufacturing Co for
a cash purchase price of approximately $180 million, subject
to post-closing adjustments. Verco produces steel floor and
roof decking at three locations in the western United States:
Phoenix, Arizona; and Fontana and Antioch, California.
Nucor’s Vulcraft Group is the largest US manufacturer of steel
deck. With the addition of the Verco facilities, Nucor’s total
annual deck capacity will exceed 500,000 tonnes.

Elsewhere in steel ...
s Nihon Keizai reported that Nippon Steel Corp, Japan’s

largest steel maker, said it has been in talks with Usinas
Siderurgicas de Minas Gerais SA, the No 2 Brazilian steel
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maker, on strengthening their ties. On 5" November the
Tokyo newspaper said that Nippon Steel would take a 1.7 per
cent stake in Belo Horizonte-based Usinas, and that the two
companies may jointly build a new plant in Brazil. Nippon
Steel owns a 14.4 per cent stake in Nippon Usiminas, which
has a 19.4 per cent stake in the Brazilian steel maker. Nippon
Steel spokesman told Mariko Yasu, of Bloomberg News, that,
while nothing had been decided, “[We are] considering
methods that will benefit us” by making links with Usinas
stronger.

| Telecom

' Motorola fights for a piece of a
large Indian phone contract

Motorola Inc is smarting over the decision by India’s dominant
mobile phone network Bharat Sanchar Nigam Ltd (BSNL) to
exclude the American company from a huge expansion project.

Writing in the Chicago Tribune on 3 November, Mike Hughlett
reported that BSNL intends to more than double the capacity of
its wireless phone network. “In doing so,” he said, “the company
is ordering roughly $5 billion worth of wireless equipment, a big
contract in a spotty global phone equipment market.”

Motorola, the world’s second-largest cell phone-maker and also
a significant producer of wireless equipment, bid for a share
of that business. But BSNL passed over Motorola and ZTE to
select Sweden’s AB Ericsson and Finland’s Nokia as its suppliers,
on grounds that the losing bidders failed to meet ‘technical
specifications!

Hughlett took note of speculation in the Indian press -
denied, eventually, by BSNL - that the state-owned company
had security concerns about ZTE and Motorola. ZTE is based
in China, a regional rival of India’s, and Motorola had
planned to source some of its equipment from Huawei, another
Chinese company.

A BSNL official told the Economic Times of India that his
company’s decision was prompted by ‘major deviations
from tender specifications in the case of Motorola and ZTE!
Motorola challenged this assertion, declaring that it ‘responded
positively’ to all technical queries by BSNL and that at no point
was it told that its bid was being dropped for technical reasons.

Motorola, which reportedly claims to have underbid Nokia,
is not taking the rejection lying down. It promptly took its
argument to court and on the 2" November obtained an
injunction from the Delhi High Court that temporarily stops
BSNL from awarding the contracts. Another hearing was
scheduled for 16" November.

Industry observers consulted by the Tribune consider it unlikely
that Motorola will ultimately prevail, but they also doubt that
a failure to capture any of the BSNL contract would hurt the
American company'’s position in India. Unlike their counterparts
in the US, wireless networks in India — where Motorola’s phones
sell very well — are not big phone retailers.
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One stock analyst told Hughlett: “I don't
think Motorola will be locked out of India
because they have the hottest phones in
the world”

% Motorola found itself involved in
unpleasantness on another mobile
phone front last year. In the spring,
Russian authorities seized 167,000
Motorola phones destined for Evroset,
Russia’s largest mobile phone retailer,
and declared them contraband.
After several months in the Russian
legal system, the matter was resolved
when Russian authorities gave back
117,519 of the seized phones - about
$15 million worth. The other roughly
50,000 phones were to have been
destroyed.

Motorola did not ask to be
compensated for the lost phones,
an indication of its grasp of the
importance of the so-called BRIC
countries — Brazil, Russia, India, China
— which are home to the world’s
fastest-growing mobile phone
markets. And the affair of the seized
phones has not blunted Motorola’s
thrust into Russia. On 4™ October,
the company officially opened its
newest flagship store, Red Square
MOTO, in the famed GUM retail centre
in Moscow.

“Red Square MOTO is the first and
most spectacular of a number of
Motorola-branded stores planned for
Russia,” said Inga Churashova, general
manager of Motorola Russia. “We're
very excited about Motorola’s future
in Russia.”

| Iraq watch

for 200,000 people in the desert of
Saudi Arabia. Bechtel’s boast is that
it will go anywhere and build anything.
“[But] in Iraq,” said Los Angeles Times
staff writer David Streitfeld: “Bechtel met
its match.”

Under assignment from the US
government Bechtel, in early 2003,
took on a number of brick-and-mortar

projects in Irag. In late 2006 it declared
its work there finished, saying that it
had completed 97 of 99 projects for
$2.3 billion, a total that includes its
undisclosed fee.

The viability of the projects it leaves
behind is a separate topic, but Streitfeld
detailed the very considerable toll they
took on Bechtel.

No 1 engineering
company Bechtel pulls
up stakes in Iraq

The Bechtel Group of San Francisco is
a force to be reckoned with. The sixth-
largest privately owned company in
the US is also the country’s largest
engineering firm.

Its mighty deeds include the subway
system in its headquarters city; Hoover
Dam (also known as Boulder Dam) on
the Arizona-Nevada border; and a city
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Fifty-two workers associated with Bechtel projects were killed,
most of them Iraqi; 49 were wounded. The company recorded
this toll at one project, in the southern city of Basra: the site
security manager was murdered; the site manager resigned
after receiving death threats; a senior engineer resigned
after his daughter was kidnapped; 12 employees of the electrical-
plumbing subcontractor were assassinated in their offices;
and 11 employees of the concrete supplier were murdered.
(“Bechtel calls it quits after more than three years in Iraq,
3 November)

Cliff Mumm, who ran Bechtel’s Iraq operation, told the Times:
“We were told it would be a permissive environment. But to the
horror of everyone, it never stabilised. It just went down, down,
down, and to this day it continues to go down. I'm proud of
what we did, but had law and order prevailed it would be a
different situation.”

In May 2003, when President George W Bush stood before a
giant ‘Mission Accomplished’ sign aboard the USS Abraham
Lincoln and declared the end of major combat operations in
Irag, a survey of Iraq's dilapidated electrical system showed
13 downed transmission towers. Four months later, the total
had grown to 623. The deteriorating conditions outpaced
Bechtel’s rebuilding effort and eventually overtook it.

"The company expected Iraq to develop from an aid recipient to
a customer,” wrote Streitfeld. “The biggest US engineering firm
would help one of the world’s most distressed countries into the
21 Century.”

It was not to be.

| Latin America

Colombian leader: peso is
too strong, hurting our exporters

President Alvaro Uribe of Colombia has expressed concern that
his country’s strengthening currency is making its manufacturers
uncompetitive. From July through to October, the Colombian
peso had gained 11.8% against the American dollar, the second-
best performance against the greenback of all 70 currencies
tracked by Bloomberg News.

“There is no doubt that the government is worried about the
revaluation of the peso,” President Uribe said on 5" November
in  Montevideo, Uruguay, where he was attending the
16" Ibero-American Summit meeting of leaders of 22 countries.

The manufacturing sector can make a strong effort to increase
productivity and reduce costs, the Colombian leader said in
an interview with Bloomberg reporters Carlos Rodriguez and
Eliana Raszewski. But, he noted, “If this is not accompanied
by a competitive exchange rate, they have serious difficulties in
competing in international markets.”

Colombia’s trade surplus almost halved to $55 million in July from
$103 million in May after the peso began to gain, according to
the most recent reports on trade. President Uribe said Colombia
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and the US were expecting US congressional approval of a free
trade accord on 22" November which would boost his country’s
exports to the world’s largest economy.

“The US Congress should consider that it is not giving [Colombia]
a present with this accord,” President Uribe said. “It should
consider that it is a bilateral effort for both countries.”

' Immigrants to the US send money back
to Latin America in record amounts

According to a report on money transfers by legal and illegal
immigrants sponsored by a unit of the 47-nation Inter-American
Development Bank, the remittances from the United States to
Latin America in 2006 will reach more than $45 billion. That is
51% higher than the total only two years earlier.

Moreover, instead of originating from urban centres in four
or five states, the money flows south from 48 of the 50 states
- even those, like Mississippi and Pennsylvania that had very few
Latin American immigrants only a few years ago. Montana and
West Virginia were not surveyed because they have statistically
negligible Latino populations.

About 75% of Latino immigrants surveyed for the study, on
which the report is based, said they send money home regularly,
up from some 60% in a similar survey conducted in 2004. This
may reflect growth in the population of illegal immigrants,
who accounted for about 40% of remitters in the recent survey
(up from a third in 2004) and tend to send money home more
often than others.

Writing in the New York Times for 19" October, Eduardo Porter
noted that, “with immigration to the United States a regular part
of the life cycle for large numbers of men and women in many
parts of Latin America, sending money back to relatives at home
has developed into a moral obligation.”

Sergio Bendixen, a Miami pollster who surveyed some
2,500 immigrants for the survey, told the Times: “If you don't
send money to your mother, you are a bad son. Remittances
companies say this in their TV ads.”

The Times article cited the reconstruction of New Orleans after
Hurricane Katrina as an example of how immigrant populations
coalesce around jobs in the US. Latino immigrants have
flocked to New Orleans where another study found that, by
last summer, they accounted for half the reconstruction force,
with 54% of them working in the US illegally.

Porter noted an interesting, even poignant, aspect of this influx
of Latino immigrant-workers into the sixth-poorest state in the
union. “They, too, have begun to send money back. According to
the [Inter-American Development Bank] survey, remittances to
Latin America from Louisiana should top $200 million [in 2006],
a 240% increase since 2004.”

s Apparently, Latino immigrants in the US are influenced much
more by family feeling than by political persuasion. Last
spring, nationwide demonstrations were sparked by a House
bill that would have made it a felony to be in the country
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illegally. Activists seized on momentum from the protests Bush defends his decision as necessary to tighten control

and organised what they called Democracy Summer. They of the border. But Mexico asserts that the fence will do little

pledged to register 1 million new foreign-born voters by the to ease illegal entries and will likely increase deaths along

mid-term election on 7" November and another 2 million the border.

before the Presidential contest in 2008. But, as of the end

of October, organisers said they had signed up fewer than Speaking to reporters in  Montevideo, President

150,000 people. Oscar Arias of Costa Rica called the fence ‘shameful’ and said
the money spent on it “would be better invested . . . by the

“People were waving signs - ‘Today We March, Tomorrow poor neighbours of the south to educate our kids.”

We Vote' - but that may not be something that’s literally
tomorrow,” Lionel Sosa, head of the Web-based non-profit | 3 Texas has started broadcasting live images of the US border

Mexicans & Americans Thinking Together told the Associated on the Internet in a security programme that asks the public
Press (1** November). “It will be slow, but eventually everyone to report signs of illegal immigration and other suspicious
running for political office will understand that this is a vote to activity. The test website www.texasborderwatch.com
be reckoned with.” (‘Securing the border for the people of Texas’) went live on
3 November with views from eight cameras and instructions
Of related interest. .. for emailing information to the border patrol. Previously,
the images had been available only to law enforcement
s# A draft of a final declaration by the leaders of 22 nations officers and the landowners hosting the cameras.
gathered on 3 November in Montevideo, Uruguay, for the
16 Ibero-American Summit, included a statement protesting Yahoo!news reported that some civil rights groups have
the US plan for a fence along the border with Mexico to criticised the ‘virtual border watch, saying it will instill fear
keep out illegal immigrants. In late October, President in border communities and could lead to fraudulent crime
George W Bush signed legislation approving the construc- reports and racial profiling. This is a discredited policing
tion of the 700-mile security fence, an action promptly method of detaining suspected lawbreakers on the basis
condemned by Mexico’s government. of ethnicity.
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The Northwest Passage '

The very term Northwest Passage recalls gripping history-book
accounts of dozens of perilous expeditions — beginning in the
mid-16" Century - to find a commercial sea route connecting
the Atlantic and Pacific Oceans.

A storied polar sea route
roils Canadian-American relations

Eventually successful, the quest for a route through the Arctic
Archipelago of Canada motivated much of the European
exploration of both coasts of North America. Fortunately
for international relations since 1851, the Arctic ice pack has
prevented regular shipping through the passage, and forestalled
pitched battle over its use.

Now, however, global warming is melting the ice pack. The
Northwest Passage is becoming more navigable, for longer
periods, and raising the prospect of a legal wrangle between
Canada - undisputed owner of the passage — and the US that
could complicate shipping by way of the route.

The subtitle of an article by Doug Struck, of the Washington Post
Foreign Service, neatly summarises the issue: “US Asserts Free
Use by All Ships; Canada Claims Jurisdiction.”

The US contends that, like other such routes around the world,
the Northwest Passage is an international strait with free passage
for all. Claiming to be following a long-standing law of the sea
that favours keeping straits free to all navigation, American
officials want unimpeded movement of US ships.

Struck writes: “Canada counters that it has sole jurisdiction over
the Northwest Passage and wants to enforce its own laws on
ships in the Arctic waters.

Canadian officials argue that their authority over the myriad
channels and straits that make up the legendary route from
the Atlantic to the Pacific is the best way to minimise unsafe
ships and accidental spills in the pristine North. (“Dispute Over
Northwest Passage Revived,” 6" November)

Moreover, a Canadian international law expert told the Post
that, if foreign ships begin using the route, Canada will lose its
claim of oversight.

The Canadian position has a champion in Paul Cellucci,
the former US ambassador to Canada who, in late October,
was quoted in Canadian newspapers as saying that it is
“in the security interests of the US that [the passage] be under
the control of Canada/”

Cellucci's comments prompted the current US ambassador
to Canada, David Wilkins, to re-state US insistence that the
Northwest Passage is an international strait, open to all.

s The clash of US ambassadors over the terms of use of the
Northwest Passage may portend another airing of the law of
unintended consequences: the exposure to public scrutiny
of an arrangement that was functioning fairly well under the
radar. The Washington Post noted that the US and Canada
have usually managed to finesse their occasional differences
over the use of the route.

Canadians were incensed when Americans drove the reinforced
oil tanker Manhattan through the Northwest Passage in 1969,
and the icebreaker Polar Sea in 1985 — without asking for
Canadian permission either time.

An agreement emerged that icebreakers do not need permission
to pass. Now that icebreaking has receded in significance, will
the regular traffic of undersea nuclear submarines through the
passage become an issue?

Dorothy Fabian
USA Editor
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technology news

Stepping into a world

of reality - virtually!

National Metals Technology Centre
(Namtec), UK, in partnership with Corus’s
Swinden Technology Centre, has launched
a new centre of excellence in design
modelling and simulation (DMS).

The DMS centre, based in South Yorkshire,
UK, will provide engineering solutions
to regional companies faced with rising
material and energy prices and continued
exposure to competitive threats.

The centre is also designed to support
the growth of regional and national
manufacturers, assisting them in securing
new high-value contracts, and providing
support in research and development.

Adam Beagles, Namtec's DMS centre
manager, explained: “The new technical
centre will allow manufacturers to
access new state-of-the-art simulation
techniques at a fraction of the cost of
developing new products and materials
in-house.”

“We are excited about what this means
for the engineering and manufacturing
community and we are hoping the centre
will become a hub for research and
development in engineering, materials and
manufacturing modelling””

The  bureau-style  modelling and
simulation service will incorporate
virtual  reality techniques, casting
and solidification, structural and life-

A Namtec’s design modelling and simulation centre
will help explore the benefits of virtual reality
technology

modelling, thermo-mechanical process
and heat treatment, energy management
(furnace optimisation and control), factory
layout, product and process flow, and
scheduling.

Namtec - UK

Fax: +44 1709 724 999
Email: info@namtec.co.uk
Website: www.namtec.co.uk

technology at a

Nextrom are towering
high in China after
installing the latest fibre
drawing technology
for Alpha Information
Technology Co Ltd.

It's all about satisfying
customer demand as
Germany’s Sikora put
their X-Ray experience
togooduse...
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A completely
design for two new “
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scanners from Zumbach,
with either four or six
measuring points.

new

A new generation of

spoolers  for  direct
winding on shipping
reels comes  from
Troester.
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World Class Cable
Extrusion Technology

"SUPERMAC INDUSTRIES (INDIA) LTD.

Office :

A-29, Naraina Industrial Area, Phase-1,
New Delhi-110028, INDIA
Telefax : +91-11-25896041, 25896042
E-mail : supermac@satyam.net.in
Works :

Plot No. 2, Sector-6, |.M.T. Manesar,
Gurgaon-122001 Phone : +91-124-2291417
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“ACID-FREE PROCESS FOR STEEL
ROD CLEANING & SURFACE
PREPARATION”

“New Way to Draw Steel Wire
in the 21* Century”

DCCD process features:

« Eliminates acid, borax and precoatings

« Zero energy consumption

« Direct drawing from bare rod with no
speed limitation, for H/C and L/C

« New Lubricant Viscosity Control
provides exceptionally adherent coating

« Adjustable lubricant residual

« Zero lubricant waste

« Recommended for severe drawing
applications (spring, rope, bead,
CO: welding, PC strand, plating quality)

« H/C wire drawn at 18 m/s (3600 ft/min)

« Up to 8 times longer die life

« Exiting wire temp. 45°C (113°F)

« Greatly improved wire ductility

DECALUB
9 31, avenue de Condé
77500 CHELLES, FRANCE
Fax: +33 1 60 20 20 21
E-mail: info@decalub.com

Website: www.decalub.com

AJEX & TURNER

QUALITY OF WIRE
BEG]‘\’S WITH AJEX DIES

Tl'

« PCD, Natural & Mono Wire Dies
* Tungsten Carbide Dies & Bush
« Stranding Dies & Compacting Dies
* Wire Guides & Dies (PCD, ND & TC)
+ Enamelling Dies in all shapes
DIE REPAIRING CONSUMABLES
* Diamond Paste & Powder
* Diamond Hand Files, Angular
Pins, Checking Pins
* Boron Carbide Powder & Paste
* Ceramic Parts, Bush & Pulley
DIE RECONDITIONING MACHINES
FOR PCD. N.D. & CARBIDE DIES
For further details, please contact :
Ajex & Turner Wire Dies Co.
QUALITY-INNOVATION & EUROPEAN KNOWHOW
A-53, G.T. Karnal Road, Delhi-33 (INDIA)
Tel.: 0091-11-47092209, 65167901-02
Fax: 0091-11-23940226 / 27452640
Mob: 0091-98 110 78882
E-mail: ajexturner@gmail.com
Website: www.ajexdiamond.com

technology news

Nextrom: Towering above in China

Nextrom has installed its latest fibre
drawing tower technology at Jiangsu
Alpha Information Technology Co Ltd
in Wujiang, China.

The 26m dual-sided tower features
include high speed wet-on-wet coating
application, graphite induction furnace
and high speed transferable dual
winding.

The pre-form feeding design allows for
easy loading of pre-forms over 2m long.

The wet-on-wet coating application is
simpler to use and more space efficient
than wet on dry coaters.

Depending upon target line speeds, the
added fibre cooling space reduces or
eliminates the need for costly Helium
cooling.

A Detail of Fibre Take-Up

The lines were also commissioned at
high drawing speeds up to 1,600m per
minute. High yield and speed are key
to Alpha’s low cost, high volume fibre
manufacture.

For such a tall structure, the tower
layout and controls are user friendly
with operator stations at key spots,
allowing for increased efficiency.
Nextrom OY - Finland

During commissioning and early Fax:+3589 5025 3003
production on the new lines, Alpha Email: info@nextrom.com

reported extremely high yield rates. Website: www.nextrom.com

Soma matching customer need

Soma offers a complete programme of drawing, rewinding and winding units for fine
wire with a range between 0.5mm and 0.01mm (0.02-0.0004 inch).

The programme includes the popular drawing machine type ZA, which is used
worldwide in different applications. Soma develops customised options and solutions
to match customers’ needs.

The drawing machine family includes three
R different types (ZAL, ZA and ZAM) which
cover the fine wire market needs. Several
types of spooling systems as well as take
up, pay off and rewinding units can be used
together with a furnace, wire cleaning unit,
rolling unit or simply as a rewinder.

One more speciality is the firm’s coil winding
machine type RH-10/11, used extensively in
the acoustic and watch industry.

All fine wire machines are designed for
maximum production output and the
highest wire quality for ferrous and non-
ferrous materials. Process stability and
optimised operating comforts are other
key points of the company’s product
philosophy.

Soma AG - Switzerland
Fax: +41 44938 98 38

A USP 1000.2 - the modular rewinding solution for Email: info@somafinewire.ch
bonding and other ultra fine wires Website: www.somafinewire.ch
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technology news

wire 2006 success for Extrudex

Success at wire 2006 in Disseldorf, Germany, has seen Extrudex receive a large number of
enquiries for extruders and follow-up equipment for the production of miniature cables.

This has included several successful sales of mini extrusion systems for medical technology.

Due to ever complex systems in the medical and automation fields, data and power
supplies need to be securely provided in the smallest space available. This means conductor
diameters in the range of AWG 25-AWG 50 and wall thicknesses in the micron range, for
example 20u. The required tolerances correspond to these and keeping to them is a must
for all processes.

The Extrudex extruders with screw diameters of 12mm and 15mm have a conveying length
of 25D. Minimum melt stopovers prevent excessive demands and reduce any quality loss,
such as inclusions or burns. In addition to this, possible rejects are kept to a minimum. A Extrudex - keeping rejects to a minimum

Output is between 50 and 3,500g/h
depending on the material and tools
used. The unit is driven by a compact, = °
maintenance-free  AC  motor. The w d k A t t

conveying screw range is designed ln a - u oma lc
for standard pellet shapes and can be

optimised according to the materials. Packaging of Cable coils

More than 50 per cent of all enquiries are
about fluoric plastics. Extrudex has long
had procedural competence in this field.
The extruder for this field is corrosion-
protected in all material carrying areas
and equipped with high temperature
heating systems.

Windak SimCoiler
Installation of the extruder can be
according to the users needs. There
are machine stands with horizontal or
vertical adjustability for localised use, or
a permanent base frame with integrated
gear and temperature controls can also
be supplied.

Extrudex — Canada
Fax: +1 416 745 0925 ]! |

Email: sales@extrudex.com Windak Cws Dual Head ! | falh

Website: www.extrudex.com

Suited for any
wire flattening

Fenn Technologies supplies a wide
selection of mechanical ballscrew and
hydraulic cylinder type traversing take-up

reels.
. o » Windak Automatic Coilers - from €45,000!
With a combination of rugged durability
and precise electronic control, the reels

are well suited for any wire flattening o WINDAK * Efficient and Versatile
application and offer high production « OD RangE: 220mm to 1000mm

take-up capacity, dependability and Intelligent solutions > e Cables: 3mm to 28mm
flexibility.

All of the traversing reels are available Contact Windak for more information.
with electronic control packages and +46 8 580 38930 ¢ info@windak.se

servo controls to perform the traverse
operations.

www.windak.se

Fenn Technologies - USA " = — .
Fax: +1 860 667 4667 Automatic spooling and coiling solutions

Email: mcdiv@fenn.spx.com Stockholm, Sweden
Website: www.fenntech.com
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A UMAC 250 Scanner with 6

measuring points. The same
model is also available for 4 point
measurement

Zumbach Electronic AG - Switzerland
Email: sales@zumbach.ch

New scanners for wall thickness measurement
Zumbach Electronic has introduced two new ultrasonic wall thickness scanners.

With a completely new design — patents pending - the transducers can be synchronously
adjusted to the best possible measuring position within seconds. This process can even be
motorised.

The scanners cover an outside diameter range from 5-100mm (0.2-4"), depending on the
model. They represent a smart and simple solution for fully non-contact, in-line wall thickness
measurement of cable jackets, tube and hose.

In combination with the proven Wallmaster data acquisition, processing and display system
from Zumbach, a full process control can additionally be accomplished.

Fax: +41 32 356 04 30
Website: www.zumbach.com

Tungsten carbide
products from India

Kay Pee Dies & Tools, India, manufactures
tungsten carbide products for applications
including drawing, heading, extrusion,
forming and wear resistance, for use in
wire drawing, profile extrusion, and the
production of bright bar, fasteners, and
conductors.

Rough cored dies in a variety of pellet
sizes, carbide grades, hole sizes, approach
angles and cases are available from stock,
or custom design dies with special angles,
bearings and grades can be made.

They also offer advice on all aspects of
die management, including selection of
proper pellet sizes, repair and re-cutting
of dies, and inventory management/die
history record.

Kay Pee Dies & Tools - India
Fax: +91 120 270 1320
Email: kaypeedies@hotmail.com

Speed and efficiency

OML Srl offers a wide range of reels, all of
which are fully machined, pressed steel
flange collapsible and of any dimension.
They are all manufactured according to
DIN specification — as well as to customers’
specifications.

For almost a year OML has produced reels
on cardboard and packings of all kinds in
both cardboard and wood.

Production, regulated by CAD-CAM
proceedings, allows the control of all
machines and guarantees the parameters
of the process and quality.

OML Srl - Italy

Fax: +39 0575 89071

Email: info@omlbobine.it
Website: www.omlbobine.it

Frictionless drawing of High-Carbon wire

The new PDH lubrication system is
used in the most demanding drawing
applications, allowing the highest
drawing speeds, with all carbon steel
rods/wires, mechanically descaled or
acid cleaned, bare or pre-coated, bright
or galvanised, and in production of high
quality wires, including spring, rope, bead,
PC strand, stainless steel spring and alloys,
galvanised H/C wire, AL-clad wire, plating
wire, reflective bright wire, CO, welding
wire and colleted nail wire.

The PDH lubrication system benefits
from the unique fully controlled
3-way interaction between the pressure,
temperature and lubricant viscosity,
completely eliminating traditional wet
pre-coatings for all drawing applications
form rod to wire, including mechanically
descaled 0.90 per cent C rod drawn
without pre-coating chemicals.

The system permits ‘frictionless’
drawing with the full lubricant
film at wire-die interface
(physical separation of metal-to-
metal contact), automatically controlled,
thanks to the innovative PDH rod/wire dry
coating/lubrication technology enabling
automatically controlled fusion of the
lubrication compound.

Such a liquefied substance, with
controlled  viscosity, = performs  an
exceptionally consistent and hard residual
coat, adjustable in weight at all speeds,
eliminating the need for phosphate and
borax pre-coating chemicals and their
substitutes.

This new wire coating/lubrication system
allows a wide range of residual coats,
strongly adherent for high-tensile wire,
and light water soluble coat for plating
wire.

One of the typical applications of the
PDH system includes drawing from
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5.5mm (0.218") diameter, 0.83/0.88 per
cent, mechanically descaled rod, directly,
without pre-coating, with an output of
2.2 tonne/hour, and with a die life of
200 tonnes/die in the first draft and a die
wear of 0.30 micron/tonne of wire drawn
in the last draft.

A Wire lubrication by PDH system

In other multi-draft H/C applications, the
finishing die produces 40 to 60 tonnes
of wire drawn without pre-coating
chemicals, with wire properties (ductility,
cast and torsion test) improved and
exceptionally consistent.

The PDH lubrication system features ‘zero’
energy consumption, self generating
processing heat and pressure. It is easy to
install on any wire drawing machine and
it can be operational within 2-3 hours.

Decalub - France

Fax: +33 1602020 21
Email: info@decalub.com
Website: www.decalub.com
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New high temperature
cables facility

Leoni, the German wire, cable and wiring
systems specialist, has extended its range
of special cable products to include cables
for use at temperatures above 150°C.
The Leoni HighTemp Solutions company
was set up in August 2006 to fulfil this
role, and they are currently building a
new facility, with a production area of
approximately 8,500 m?, that will initially
employ 40 people in the development and
manufacture of high temperature cables.

Leoni HighTemp Solutions relies on
silicone and fluorinated polymers for
cable insulation. These materials are well
suited for use under adverse conditions
at temperatures between 150°C-1,000°C,
which are common in industrial plant and
in vehicle engine compartments.

The company is being assisted by Studer,
the Swiss cable specialist which has been
part of the Leoni Group since July 2006.
Studer has the equipment required to
perform ‘irradiation crosslinking;, a process
by which cable can be made exceptionally
resilient and temperature resistant.

The Leoni Group’s principal customer
base is the automotive industry, for which

A Leoni HighTemp Solutions offers cable solutions for use under extreme conditions

they develop and manufacture products
ranging from single-core automotive
cables through to complete wiring
systems with integrated electronics.

In addition to products for the «car
and commercial vehicle industry, the
company’s range of products and
services encompasses copper wires and

strands, copper flexibles, data cables,
insulated high-voltage cables, control
cables, power cords and special cables
tailor-made to customer specifications.

Leoni AG - Germany
Fax: +49 911 2023 231
Email: info@leoni.com
Website: www.leoni.com

Machines and facilities for forming and processing of wire

e.g. strip shaping mill WSR280
® Rolling force max. 900 kN

o Strip width up to 180 mm

* Rigid design for minimized
product tolerances
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¢ Project planning
* Supply

e Installation

e Training

e Service

¢ Unwinding

¢ Profile drawing
e Cleaning

¢ Profile rolling

e Spooling

e Bar cutting
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Troester’s new spoolers
for direct winding on
shipping reels

Troester, Germany, has launched a new
generation of spoolers, used for direct
winding on shipping reels in sheathing
lines.

Fully and semi-automatic double-reel
spoolers have been used in the cable
sector as automatic reel-changing take-
ups in fast-running core insulation lines
for years. The most obvious advantage
of such spoolers is that a reel change can
be made under full line speed. Ramping
up and down due to reel changes in the
take-up area are eliminated, increasing
the production capacity. The constant
line speed also results in improved
dimensional stability.

These benefits are also applicable to
sheathing lines that are operated without
the customary deceleration during a reel
change. Reducing the highest possible
manufacturing speed merely to change
reels is no longer economically feasible,
and fully and semi-automatic double-
reel spoolers are the best way to solve
that problem. Double-reel spoolers are
particularly suitable for integration into
constantly faster sheathing lines where
short lengths are being produced, eg
special coaxial or high frequency cable.

Using double-reel spoolers in sheathing
lines where the final product is being
manufactured allows direct winding onto
shipping reels, eliminating the additional,
cost-intensive manufacturing step of
winding from production to shipping
reels. Cutting this process-step also
reduces storage costs, and the shipping
reels can be delivered direct to the
customer.

For its new machines, Troester has totally
revised the design and the machine

control of previously manufactured
double-reel  spoolers. The  newly
developed semi-automatic double-reel

spooler replaces the portal take-ups, and
the product is wound up, without using
an accumulator, ready to ship. Standard

A DAS-type double-reel spooler

2
/////////,///////,////////

A Close-up view of the DAS 1630 double-reel spooler

winding lengths are between 500m and
4,000m, and at maximum manufacturing
speed a ready-to-ship reel is completed
approximately every nine minutes - an
increase in average manufacturing speed
of up to 50 per cent.

A conventional type DAF double-reel
spooler winds up the conductor into a cross
lay-up. Precise positioning (winding next to
winding) can be dispensed with during this
step. During reel changes, the loose end is
not fixed on the full reel after cutting, and
it whips around inside the blocked take-up
area until the rotating reel has completely
stopped. However, as the wire is only light,
it does not cause any damage.

The requirements placed on the new
type DAS double-reel spooler are
disproportionately greater. It not only
has to cut when the preset length has
been reached - whereby the sensitive
cable end (‘cut end’) must not flail around
- but it must also prevent any unwinding
that would otherwise occur due to the
retractive force acting on the cable.

The double-reel spooler obtains its line
speed from the line control. The take-
up speed is controlled by a pneumatic
vertical accumulator. The pressure of
the accumulator’s pneumatic cylinder
determines the tensile force in the cable
and can be adapted on the machine’s
monitor operator stations.

During preparation of the take-up stations,
various reel types can be called up from
the machine’s database by entering a short
code number. This immediately transfers
all relevant reel dimensions to the take-up
and positioning equipment. During reel
positioning, errors and invalid positions
are immediately reported as plain text
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messages. It is also important that the reels
are aligned to the exact cutting position
after installation. This is automatically
handled by special sensors and a disk
that can be rotated relative to the reel, on
which part of the cutting device is also
installed. After the reel take-up automation
has reported its sign-on message, the
machine is ready for production.

The required take-up length can be input
manually or stored in the machine’s own
database, and the machine calculates the
‘pre-length’ - the length by which a series
of automatic processes are initiated for
the queued reel change.

After reaching the computed pre-length
relative to the entered set-point length,
the automatic reel change is initiated
independently. The middle safety
gate separating the take-ups during
operation is automatically opened and
makes room for the movable positioning
platform. The positioning platform is then
automatically moved over the second
shipping reel while the traverser is still
positioned over the first shipping reel. The
second shipping reel is simultaneously
accelerated.

When the set-point length is reached, the
traverse will already have arrived at the
cutting position near the catcher disk.
The first shipping reel is stopped, and the
hold-down device presses the cable into
a newly developed restrainer, preventing
the cable from unwinding off the reel. The
second shipping reel takes over, and the
automatic change is concluded with the
middle safety gate being closed.

Troester GmbH & Co KG - Germany
Fax: +49 511 864 028

Email: info@troester.de

Website: www.troester.de
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State-of-the-art!

For continuous online quality control
of wires and cables, Sikora delivers
state-of-the-art devices for diameter,
wall thickness, eccentricity and ovality
measurement, detection of lumps and
neck-downs as well as spark testing
directly on the extrusion line.

Important for extrusion operations, the
Sikora technology features outstanding
quality and reliability with X-ray and
laser technology with no requirements
for calibration.

The use of fast digital signal processors
eliminates effects of vibrations, which
ensures unprecedented accuracy and
long-term stable measurement data.

Sikora presents this data through
operator friendly display and control
interfaces. The display options provide
statistical analysis, data collection and
print capabilities. The proven automatic
control of the extruder output or the
line speed provides fantastic return on
investments.

Leading Sikora’s product developments
is the X-Ray 2000 series for diameter
and wall thickness measurements on

A Outstanding quality and reliability

insulation and jacketing lines, and the
Centerview 2000 series for non-contact
eccentricity and diameter measurements
on LAN, coaxial, RF, telephone cables,
automotive and building wires.

The success of the X-Ray 2000 comes
from Sikora's X-ray experience applied to
satisfying customer demand for a reliable
solution for on-line measurements of the
wall thickness, diameter, eccentricity and
ovality without any time delay during
production process.

Start-up scrap is minimised, material
consumption optimised and the line
productivity is increased.

Sikora AG - Germany

Fax: +49 421 489 0090
Email: bodmann@sikora.net
Website: www.sikora.com

Flying rotor bows from ASEA

ASEA, Turkey,
makes spare parts
for copper wire and
cable machines, and
supplies  companies
both in Turkey and
worldwide.

The company’s range
of products includes
flying rotor bows for
bunching  machines
(made from  pure
carbon/aramid  fibre,
rather than using
fragile lamination
coating), 99.9 per cent
nickel (pure Ni) tubes
for multi-wires, ceramic
guides, and wearing
plates with high friction
resistance to ensure
wire is unharmed while
twisting.

A Some of ASEA's products on display

Worldwide use

Italy’s Coremo Ocmea manufactures a
wide range of brakes and clutches which
are used globally in the wire and cable
industry.

The design of the DUAL caliper brakes
is conceived from the application on
cable pay-off machines. The thruster of
this brake is both air-applied and spring-
applied to combine controlled tensioning
and emergency stopping or holding
in one single brake. The DUAL range of
caliper brakes is designed to bring lower
costs and higher safety.

Coremo Ocmea SpA - Italy
Fax: +39 02 4881940

Email: g.taverna@coremo.it
Website: www.coremo.it

A A wide range of brakes and clutches from
Coremo Ocmea

KEEP IT SIMPLE,
ECONOMICAL &

EFFICIENT
Spool caps and 0

tension brushes. <
Flyer arms

Belt wrapped tension

capstans

To learn more
on the above and &
much more, see:

The company, which also manufacture economical spare parts
with a longer life span, and perform coating work with any
kind of plasma coating, can also supply information about its
products on a CD.

ASEA Ltd - Turkey Fax: +90 264 276 1974
Email: foreigntrade@aseaavar.com
Website: www.aseaavar.com

L

www.wyrepakind.com

WYREPAK INDUSTRIES

697 Middle Street, Middletown, CT 06457 USA
Phone 860-632-5477 « Fax: 860-632-5775
sales @wyrepakind.com * www.wyrepakind.com

A e &4
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TONGLAI

Stainless Steel Wire

304, 304L, 302, 316,
316L, 309,310, 430 etc

Diameter: 0.03-5mm

TEL:+86-592-6518626
FAX:+86-5926518628
Web: www.Tonglai.com
Email: tonglai@public.xm.fj.cn

PCD Natural & Mono Diamond Dies
v
TC & Diamond Die Polishing Equipment

v
Die Reconditioning & Repolishing Services

Diamond I’owder,PaXc,Suspension&Needla
v
Enamelling Dies with TC & PCD Insert

Visit us at:
INTERWIRE 2007, Cleveland, USA
at Booth : 1935, 7 -10 May 2007

MIKROTEK MACHINES LTD.
16, A’ Sector, Amruthnagar Main Road
Sahakarnagar Post, Bangalore 560 092, India
Tel :0091-80 23623082 / 090, Fax:80-23621769
E-mail: l.com Web: www.sim123.com

lll
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Huawei and Global Marine partnership

Huawei Technologies Ltd, China, a provider
of next generation telecommunications
network solutions, and Global Marine
Systems Ltd, UK, an independent subsea
cable installation and maintenance
company, have announced a partnership
to jointly develop a new generation of end-
to-end submarine networking solutions.

The combination of Huawei’s optical
solutions and Global Marine’s subsea
repeaters and submarine engineering will
give submarine network developers and
operators an alternative to the high cost
of building out submarine networks.

“We are highly impressed with
the excellent performance and
compatibility of Huawei’s Ultra Long
Haul optical solutions, high quality of
the products, powerful R&D resources
and core technologies, quick response
to customer’s requirements, successful
deployments and developments

worldwide,” said Mr Gabriel Ruhan, Global
Marine’s chief executive.

Mr Jeffery Gao, Huawei’s senior vice
president of optical networks, said:
“Working with Global Marine, who has
over a century’s worth of experience
in the installation and maintenance of
subsea telecommunications with new
generation of repeaters, will allow us to
expand the capabilities of our networking
equipment, and simplify the total ongoing
network management costs borne by our
customers.”

Global Marine Systems Limited - UK
Fax: +44 1245702210

Email: info@globalmarinesystems.com
Website: www.globalmarinesystems.com

Huawei Technologies Co Ltd - China
Fax: +86 755 2153 4356

Email: support@huawei.com
Website: www.huawei.com

Buss AG, Switzerland, has launched
a new version of its Quantec® high
performance kneader for use in the
compounding of high grade PVC pellets
for extrusion and injection moulding.
The new machine has been optimised
for direct feeding to PVC film calenders.

Throughput is adjustable in a range of
1 to 3, with improved process stability,
and the machine is more compact,
saving space and investment cost. A
newly developed intermittent cutting
device ensures non-adhering PVC
pieces of uniform size, and the shut-
down time required for opening,
cleaning and closing is reduced to
between 30 and 50 minutes. Melt
quality meets high demands for
homogeneity without pinholing, for
colour uniformity, and for
degassing, all of which are
essential requirements
for high quality PVC
film calendering.

The quantec version
for calender feeding
is a
machine, ie it has no

additional discharge screw. Instead, the
length L of the mixing and kneading
part, normally in the ratio 10 to 11 L/D
(where D=screw diameter), is extended
by 4 to 5 L/D. The additional space
serves for degassing the melt and
building up the necessary discharge
pressure with minimal energy input.
This single stage design offers quality
and cost advantages: processing is
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New version of kneader for calender feeding

si ng Ie'Stage A The quantec kneader for calender feeding

simpler, and the residence time under
thermal and mechanical loading is
shorter than with two stage processing.
As a result, the sensitive PVC melt is
less liable to burn, so process stabiliser
consumption can be reduced.

At the end of the processing section
the finished PVC melt is extruded
through one or more large cross-
section nozzles. It is then divided by
a cutter with an innovative control
system: the intermittent cutter knife
timing is synchronised with the screw
motion.

As a result, the knives cut at the
beginning or end
of each cycle when
practically no material
is being transported.
This ensures a smooth
cut, and PVC pieces
of uniform size. After
cutting, the pieces fall
onto a conveyor belt
which takes them to
the calender roll nip,
with enough space
between them to
prevent sticking together. Individual
pieces make for better and more
uniform filling of the calender roll nip,
which improves PVC film quality.

Buss AG - Switzerland

Fax: +41 61 825 68 58

Email: info@busscorp.com
Website: www.busscorp.com
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Advertising
Is Crucial
To Your
Business.

Ask Anyone...

Market your company and products
through the World's leading
wire & cable magazines

EUrewire

www.read-eurowire.com

Wire&sa, .. .-
CABLE> Z4i5

www.read-wca.com

Contact our international sales team today
for a quotation or marketing advice

Tel: +44 1926 334137 Email: paul.b@intras.co.uk
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Neue Version eines
Hochleistungskneters
zur Kalanderbeschickung

62

Buss AG, Schweiz, hat eine neue Version
seines Hochleistungskneters quantec®
vorgestellt, der beim Compoundieren von
hochwertigen PVC-Granulaten fur das
Extrudieren und Spritzgiessen eingesetzt
wird. Die neue Maschine ist zum direkten
Beschicken von  PVC-Folienkalandern
optimiert worden.

Bei verbesserter Prozessstabilitat lasst
sich der Durchsatz in einem Bereich
von 1 bis 3 einstellen, und die Maschine
ist kompakter, so dass sich Platzbedarf
und Investitionsvolumen  reduzieren.
Eine  neuentwickelte intermittierende
Schneidvorrichtung ergibt gleichmaBig
grofle, nicht zusammenhaftende PVC-
Brocken und die fiir das Offnen, Reinigen
und wieder SchlieBen erforderlichen
Ausfallzeiten werden auf 30 bis 50 Minuten
reduziert. Die Schmelzequalitdt erfillt
sehr hohe Anforderungen im Hinblick
auf Stippenfreiheit, Farbkonstanz und
Entgasung; dies alles sind Voraussetzungen
far hochwertige PVC-Folienkalander.

Die quantec®  Version  fur  die
Kalanderbeschickung ist eine einstufig
ausgefiihrte  Maschine, also  ohne
zusatzliche Austragsschnecke. Statt
dessen ist das sonst 10 bis 11 L/D (wo
D = Schneckendurchmesser) lange
Verfahrensteil zum Mischen und Kneten
der Bestandteile um 4 bis 5 L/D verlangert.
Der zusétzliche Arbeitsraum dient dazu,
die Schmelze zu entgasen und den fiir den
Austrag notwendigen Druck bei geringem

A Der neue Kneter quantec von Buss verfiigt (iber
eine neu entwickelte Schneidvorrichtung um PVC-
Stiicke von einheitlicher Gré3e sicherzustellen

Energieeintrag aufzubauen. Diese
einstufige Bauweise bietet Kosten- und
Qualitatsvorteile: die Prozessfiihrung ist
einfacher und die Verweilzeit der Schmelze
unter thermischer und mechanischer
Beanspruchung ist deutlich geringer als
bei einer zweistufigen Aufbereitung.
Dies schont die empfindliche, zu

Verbrennungen neigende PVC-

Schmelze und kann den Bedarf an
Verarbeitungsstabilisatoren senken.

Am Ende des Verfahrensteils
tritt die aufbereitete PVC-
Schmelze durch eine oder
mehrere Diisen mit groflem
Querschnitt aus. Danach wird
sie von einer Schneidvorrichtung
mit einer neuartigen
Steuerung zerteilt: der Schneidtakt der
intermittierend arbeitenden Messer ist
mit dem Schneckenhub synchronisiert.

technology news

Dadurch schneiden die Messer stets am
Ende oder Anfang jedes Zyklus, bzw.
wenn kein Material geférdert wird. Dies
ergibt einen glatten Schnitt und PVC-
Sticke von einheitlicher GroBe. Nach
dem Schneiden fallen die Stiicke einzeln
auf das Transportband zum Walzenspalt
am Kalander, mit ausreichendem Platz
dazwischen, um zu vermeiden, dal}
sie  beim Transport zusammenkleben.
Einzelne Stlicke ergeben eine bessere
und gleichmaBigere Befillung des
Kalanderwalzenspalts, was wiederum zur
Verbesserung der Folienqualitat beitragt.

Buss AG - Schweiz

Fax: +41 61 825 68 58

Email: info@busscorp.com
Website: www.busscorp.com

A Der Kneters quantec zur Kalanderbeschickung

zeichnet sich durch hohe Schmelzqualitdt,
benutzerfreundliche Handhabung und leichte
Reinigung aus

der Tiirkei
Das tlrkische

Unternehmen an.

Drehender Rotorbiigel aus

Unternehmen
Ersatzteile fir Maschinen im Bereich Kupferdraht und
-kabel und bietet sie nationalen wie internationalen

Die Produktpalette des

ASEA  produziert
mit
und

Unternehmens umfaf3t

Keramikfiihrungen und VerschleiBplatten mit hohem
Reibungswiderstand, um sicherzustellen, daB sich der
Draht wdhrend der Verseilung nicht beschadigt.

Das Unternehmen kann kostengtinstige Ersatzteile
einer
Beschichtungsverfahren
Plasmabeschichtung durchfiihren.

AuBlerdem liefert ASEA auf Anfrage eine CD, die

herstellen
jeglicher

Lebensdauer
mit

langeren

drehende Rotorblgel fiir Bindelverseilmaschinen
(bestehend aus reinen Kohlenstoff-/Aramidfasern,
statt des empfindlichen durch Extrusion erzielten
Mantels), 99,9% Nickelrohre (reines Ni) flir Mehrdrdhte,

<« Drehende Rotorbiigel von ASEA werden mit rein Kohlenstoff-/
Aramidfaser hergestellt

EuroWire - Januar 2007

samtliche Zeichnungen, Abmessungen und weitere
technische Informationen seiner Produkte enthalt.

ASEA Ltd - Tiirkei Fax: +90 264 276 1974
Email: foreigntrade@aseaavar.com
Website: www.aseaavar.com
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technology news

fachnachrichten

Neue Hochtemperatur-

Kabelstandort
Leoni, der deutsche Draht-, Kabel-
und Bordnetz-Spezialist baut seine

umfangreiche Produktpalette bei
Spezialkabeln nun um Kabel fir den
Einsatz in hohen Temperaturbereichen ab
150°C weiter aus.

Hierfur wurde im August 2006 die
Gesellschaft Leoni HighTemp Solutions
gegrindet und das Unternehmen
errichtet derzeit einen neuen Standort,
an dem auf einer Produktionsfliche von
rund 8.500m’ zunichst 40 Mitarbeiter
mit der Entwicklung und Herstellung von
Hochtemperaturkabeln beschaftigt sein
werden. Leoni HighTemp Solutions setzt
bei der Kabelisolierung auf Silikon und
Fluorpolymere.

Diese Werkstoffe eignen sich insbesondere . o ) , .
A LeoniHighTemp Solutions bietet Kabellosungen fiir extreme Bedingungen

fiar den Einsatz unter widrigsten
Bedingungen bei Temperaturen . - u r .
zwischen . 150°C und  1,000°C, wie Der Hauptkunde der Leoni Gruppe ist die  Kupferdrahte und -litzen, hochflexible

Kupferseile, Datenleitungen, isolierte
Starkstromleitungen, Steuerleitungen,
Netzanschlussleitungen und Spezialkabel
nach Kundenspezifikation.

Automobilindustrie, fir die Leoni technisch
anspruchsvolle Produkte entwickelt
und produziert: von der einadrigen
Fahrzeugleitung bis zum kompletten
Bordnetz-System mit integrierter Elektronik.

sie in industriellen Anlagen oder im
Motorraum von Fahrzeugen vorkommen.
Hierzu trdgt auch das Know-how des
Schweizer Kabelspezialisten Studer

bei, der seit Juli 2006 zur Leoni-Gruppe
Leoni AG - Deutschland

zéhlt.  Studer verflgt Uber Anlagen
zur  “Strahlenvernetzung’,  wodurch Neben Produkten fir die Automobil- Fax:+49 9112023 231
Kabel &uBerst widerstandsfahig und und Nutzfahrzeugindustrie umfasst das Email: info@leoni.com

temperaturfest gemacht werden kdnnen. Leistungsspektrum des Unternehmens  Website: www.leoni.com

Huawei und Global

Marine bilden eine wire 2006 erfolgreich fiir Extrudex

Dank des Erfolges bei wire 2006 in Duisseldorf, Deutschland, hat Extrudex eine
PartnerSChaft groBBe Anzahl an Auftrégen fir Extruder und Folgeausristungen fir die Produktion
. . von Miniaturkabel erhalten.
Huawei Technologies Ltd,
_I(_ﬁh:na:(, eln.k i Anb'e:e:.. von Wegen der immer komplexeren Systeme im Medizin-
elekommunikationsnetziosungen und Automationsbereich, sind auch Daten- und

der nachsten Generation, und
Global Marine Systems Ltd, UK, ein
unabhdngiges Unternehmen im Bereich
Unterseekabelinstallationenund-wartung,
geben eine Partnerschaft bekannt, um
gemeinsam eine neue Generation von
Untersee-Gesamtnetzwerkldsungen  zu
entwickeln.

Dank der Kombination  optischer
Losungen von Huawei sowie der
Unterseeverstarker und -technik
von Global Marine wird Untersee-
Netzwerktechnikern und -bedienern

eine Alternative zu den hohen Kosten des
Aufbaus von Unterseenetzen angeboten.

Global Marine Systems Limited - UK
Fax: +44 1245 702210

Email: info@globalmarinesystems.com
Website: www.globalmarinesystems.com

Huawei Technologies Co Ltd - China
Email: support@huawei.com
Website: www.huawei.com

Stromversorgungswege immer sicherer und mit
niedrigstem  verfligbarem Raumbedarf anzubieten.
Das ergibt Leiterdurchmesser zwischen AWG 25 und
AWG 50 sowie Wanddicken im p-Bereich, z. B. 20u. Die
erforderlichen Toleranzen entsprechen den erwdhnten
Werten und deren Einhaltung ist ein Muf3 fir alle darauf
folgenden Verfahren.

Die Extruder mit Schneckendurchmessern von 12
und 15mm von Extrudex haben eine Forderldange von
25D. Minimale Schmelzunterbrechungen vermeiden
UbermaBige Nachforderungen und reduzieren jeglichen
Qualitatsverlust, wie zum Beispiel Einschllisse oder
Verbrennungen. Dartber hinaus werden mogliche
Auswirfe auf ein Minimum beschrédnkt.

Extrudex - Halten von
Ausschiilen zu  einem
minimum

Die Leistung betragt zwischen 50 und 3.500g/h je nach verwendetem Material
und Werkzeugen. Die Einheit wird durch einen kompakten, wartungsfreien
Wechselstrommotor angetrieben. Die Férderschneckenauswahl ist flr Standard-
Granulatformen konzipiert und kann entsprechend des Materials optimiert

werden.

Extrudex - USA
Email: sales@extrudex.com
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Fax: +1416 745 0925
Website: www.extrudex.com
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HOBUHKN TEXHNKN

HoBaa mogudukauna cmecurens-
nnacTuKaTopa AnAa KalaHapVupoBaHuA

LlIBenuapckana komnanua «bycc Al» (Buss
AG) BbiNycTUNa HOBYK MOAUPUKaLMIO

cBOEro BbICOKOMPOV3BOAUTENBHOIO
cMecuTena-nnacTMkaTopa quantec®,
NCMob3yeMoro ana NOATrOTOBKM
CMecuM npu  NPOU3BOACTBE  rpaHyn
M3  BblCOKOKauyecTBeHHoro [IBX pgna
S3KCTPYANPOBAHMA 7 NUTbEBOTO
dopmoBaHuMA. Hogoe YCTPONCTBO

ONTUMN3MPOBAHO ANIA HEMOCPEACTBEHHOW
nojaun Martepvana B KananHap npu
npoussopcTsee NBX-nnéHok.

MpepycmoTpeHo n3MeHeHune
KoappuLmneHTa NpPOn3BOAUTENIbHOCTUN
B [AwanasoHe oT 1 po 3, nosbllleHa
cTabunbHOCTb  Mpouecca, Mpu  3TOM
YCTPOWCTBO MMeEeT MeHbluve rabaputbl,
YTO O3HaYaeT SIKOHOMMIO NMPOCTPAHCTBA U
COOTBETCTBYIOLLMX KannTanoOBIOXKEHWUIA.

MogandurumpoBaHHbIi Hapes34ynkK
NnpepbIBUCTOro AeincTBrA obecneumsaet
nonyyeHve rpaHyn [1BX opuHakosoro
pa3mepa 6e3 3anunaHus, a Bpemsa
OCTaHOBa, Tpebyemoe Ha BCKpbITME,
UNCTKY W 3aKpbiBaHME YCTPOWCTBA,
cokpaweHo Ao 30-50 muHyT. KayectBO
pacnnasa COOTBeTCTBYeT BbICOKMM
TpeboBaHUAM no obecneyeHuno
OfHOPOAHOCTU CMecy 6e3 HO3apPEBATOCTH,
obecrneyeHnto OAHOPOAHOCT LBETa "

OTCYTCTBUA ny3blIPbKOB
BO3[yxa, u4TO  KpaunHe
Ba)KHO 714 KaflaHApoBaHuWA
BbICOKOKauyecTBeHHom MNBX-

MNEHKN. Mopgudurkaumsa
«quantec» npegcTaBnseTr cobon
OfHOCTYyMeHYyaToe YCTPOWCTBO

nogayvynm matepuana B KaJlaHAp, T.e. B
HEMHETLOMONIHUTENIbHOIO pa3rpy3oyHoro
LHeKa.

BmecTo 3TOro OnvHa L
CMecernoAroToBMUTeIbHOrooTCeKa, 06bIYHO
Bbl6Upaemaa w©3 cooTHoweHua L/D,
paBHoro 10-11 (rge D — puametp wHeka),
yBenun4yeHa Ha 4-5 L/D. lononHutenbHoe

A Cmecutenb-naactukatop «quantec» A nogayu
marepuana B Kanawgp OT/IMYAETCA BbICOKUM
KayecTBOM [10AroTOBKW pacriasa, yAo0b6CcTBomM
06CNyXNBaHWA Y MPOCTOTON YNCTKU

NPOBOAKM.

TeHAeHU IO

npoBOAKN.

«[An-nainH (lOpon) ntg»
®dakc: +44 191 257 7722

Web-cTrpanuua: www.d-line-it.co.uk

Kak «cnpaTaTb» Kabenu no-HoBomy

D-Line («dn-naiiH») — 3TO COBepLUIEHHO HOBOE [eKOpaTMBHOE CPeACcTBO CKPbITUA
kaberneil, HefaBHO NOABMBLLEECA B BenMkobpuTaHn, KOTOpOe ABNAETCA MAeasbHbIM
pelueHvem AnA Toro, 4Tobbl cnpATaTb 6ecnopafoYHOe HarpoMoXKaeHNe KabenbHoM

D-Line npeactaBnaet coboii [1-o6pa3Hbiii KOPOH 13 NONMBUHUNXNOPUAA C OTKULHON
KPbILLKOW 1 NINMKOW JIEHTOW, KOTOPbIN JIErKO MOXET MPUMEHATbLCA NPaKTUYeCcKn B
NI06bIX YCNOBUAX ANIA CKPLITOM NPOBOAKM Kabenel. ins snekTpukos D-Line ABnaetca
npekpacHol anbTepHaTNBOW AoN6NeHNI0 CTPOOOB B CTEHAX, a MONb30BaTeNV OLEHAT
€ro MpOoCTYIO 1 3NIeraHTHYI0 KOHCTPYKLMIO.

QakTnueckn Hauvano paspaboTke D-Line, KoTopasa nmpoponkanacb uyeTblpe roga,
6bIfIO MONOXEHO B pe3ynibTaTe OObIYHOW »Kanobbl KJIMEHTa, MeUTaBLLEero O HOBOM
npoAyKTe, KOTOPbI NO3BONNUI Gbl EMy CIKOHOMUTb BPEMs Ha CTPOOMPOBaHKe CTeH
1 BCKPbITVE NOMOB ANA YKNaaKu kabenen n 1py6.

XoTb pgoma, xoTb B opuce — D-Line aBnAeTca mpeanbHbIM CPefCTBOM CKPbITMA
MOTEHLMANbHO OMaCHbIX MPOBOAOB 1 Kabesel, KOTopoe MOXET ObITb NMPUKPENIEHO
K NobomMy MAMHTYCY, pabouyeli MOBEPXHOCTM WM CTeHe. YUuTbiBaa PacTyLLyto
BCTPaMBaHWA 3NEKTPOHHbIX YCTPOWCTB TUMa TeNeBW30POB C
KNOKOKPUCTANNINYECKUM SKPaHOM M KOMMbIOTEPOB B CTeHbl M paboume CTosbl,
D-Line pekomeHA0BaHO B KauecTBe TOBapa AJ1A JOMALLHero MacTepa, No3BoAoLero
peLnTb 06LLYIo ANA BCex NpobniemMy yKnaaKun OTKPbITON 1 6ecnopaaoUHO YNoXKeHHO

Appec 3neKTpoHHoW nouTbl: keving@d-line-it.co.uk
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A Hosbii  cmecutenb-nnacTykaTop

«quantec»
KomnaHum «bycc» ¢ OTpe3HbIM yCTPOVICTBOM

HOBOVI KOHCTPYyKLuY, obecrneynsaroLmm
OAHOPOAHOCTb pasmepos rpaHyn [1BX

NPOCTPAHCTBO CAYXUT NS Aerasaumu
pacnnasa u co3gaHuAa HeobXoaMMOro
[aBNEHNA HarHeTaHUS NPY MUHUMANbHOM
pacxopne sHeprum.

OpHocTyneHyvarasn KOHCTPYKLMsA
obecneunBaeT 6onee BblCOKOE
KauecTBO MNPV  MeHbWMWX 3aTpaTax:

TeXHOMorMyecKas onepawums ynpoLaeTcs,
a Bpemsi HaxoXAeHWs MaTepuana nop
[eNCTBUEM TEPMUYECKMX N MEXaHMNYECKIX
Harpy3oK COKpallaeTca Mo CPaBHEHUIo
C  [OBYXCTynmeHuaTbiM npoueccom. B
pesynbTaTe YyBCTBUTENbHAA K Neperpesy
macca [IBX nopropaetr MeHblie, nu,
CcnefoBaTesibHO, pacxop cTabunusaTtopa
TaK»e MOXeT ObITb COKpaLLEH.

B KoHUe nepemelVBaHUA TOTOBbIN
pacnnas [BX BblgaBnmBaetca uepes
OfiHY MSIN HECKONbKO ¢unbep ¢ 6onbmnm
ceyeHvem. BbixopAwas macca pexetca
C MOMOLLbI  OTpPe3HON MaLUWHBbI,
060pyaoBaHHOM HOBOW cuctemon
ynpaBneHns, KOTopasa CUHXPOHU3MpYyeT
NepuoANYHOCTb  CpabaTbiBaHMA  HOXa
OTPE3HOWN MalUNHbI C ABUKEHNEM LLHEKA.

B pesynbraTe peska Bcerga BbIMONHAETCA
B Hauane WM KOHLE KakJoro LuuMKna
npv NPaKTMYeCcKn MOJSIHOM OCTaHOBKe
nogayn matepuana. bnaropgapa 3stomy
obecrieyrBaeTcA  POBHbIN  Cpe3 n
OfHOPOAHOCTb pa3mepos rpaHyn MNBX.

Mocne Hapeskn rpaHynbl nonagalT Ha
NeHTy KOHBelepa, KOTopbI NofjaeT ux B
3axBaTHOe YCTPOWCTBO Bajika KaflaHApa;
obecrneymBas [OCTaTOYHOE pacCTOAHUE
Mexay rpaHynamu ans npefoTBpalleHna
VX CIUNaHUA.

HanununeotnenbHbIxrpaHynobecneunsaet
6onee paBHOMepHOE 3anonHeHune
NPOCTPaHCTBa MeXAy BankaMun KanaHapa
N COOTBETCTBEHHO MOJlyYyeHne MNEHKN
MBX 6onee BbICOKOro KauecTsa.

«bycc Al» (LBeryapusn)

®dakc: +41 61 825 68 58

Appec 3neKTPOHHOI NoYTbI:
info@busscorp.com
Web-cTpaHuua: www.busscorp.com
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Byrenun gns
nnasalowWmX poTopoB
n3 Typuun

Typeukaa komnaHma ACEA  (ASEA)
BbIMyCKaeT 3anacHble YacTu K CTaHKaMm Ans
00paboTKN MefHbIX NPOBOAOB U Kabenen
1N ABNAETCA MNOCTaBLMUKOM AN MHOTUX
NPeAnpUATAA Kak B camol Typuumn, Tak 1
3a pybexxom.

B HOMeHKnaTypy npoayKuum KOMMaHuu
BXOAAT Oyresny nnaBaloLmnx POTOPOB ANA
CKPYTOUHbIX MaLVH (M3roTaBIMBaeMbIX
TOMbKO M3 YrepofAHO-apaMuaHOro
BOJIOKHa 6e3 MCMonb30BaHUA XPYMNKOro
MHOTOC/IOMIHOTO MOKPbITVA), HUKeNneBble
TPy6KM (C umctoTol Hukena 99,9 %)
ONA KryTOB MPOBOAOB, Kepamuyeckume

Ycnex «JKCTpyAeKe» Ha BbicTaBKe wire 2006

Yuactme B BbicTaBke WIRE 2006, npolweplein B Hemeukom [ioccenbpopode,
NPUHECNo KOMMNaHWn «IKCTpyaeke» (Extrudex) 6onbluoe 4MCNO 3aKa3oB Ha
SKCTPYAepbl M JOMONHUTENbHOe ob6opydoBaHve Ans MNPOV3BOACTBa Kabenen
CBepXmasioro guameTpa. HecKonbKo ycnelHbIX CAeoK Mo npofarke SKCTPY3MOHHbIX
MUHU-CUCTEM MELMLMHCKOTO Ha3HauyeHUs MO3BOMWIM KOMMAHUW «DKCTPYAEKC»
B KOPOTKME CPOKW HanaguTb MOCTaBKM SKCTPY3MOHHOrO 06OpYAOBaHWA Ans
KabenbHOro npov3BOACTBA. BBMAY KpaiHe BbICOKOW CNOMKHOCTM MeULMHCKMX
1N aBTOMATM3UPOBAHHBIX CUCTEM K HAAEXHOCTU PpU3MUYECKMX NUHUIA nepepaun
JaHHbIX W HanpsXeHWA MUTaHWUA, NPOKIaAblBaeMbiX B YCIOBUAX UYpPe3BblYaiHO
OrpaHMYEHHOro MPOCTPAHCTBA, NPeabABNATCA 0cobble TpeboBaHUA. 3TO
O3HayaeT Heo6XOAMMOCTb B UCMONb30BAHUN MPOBOAHUKOB C Kannbpom »Kusbl B
ananasoHe AWG 25 — AWG 50 v npy MUKPOHHOW TOJLWMHE 130onsaumn (Hanpumep,
20 mKkm). CobntofieHme TpebyeMbix AOMYCKOB ABAETCA HEOOXOAMbIM TPeboBaHVEM
npu Bcex nocneayoLwmx TEXHONOMMYECKNX onepaumsx.

DKCTPYAEpbl KOMMaHUW «IKCTPyHAeKe» C AMameTpom WwHeka 12 n 15 mm nmetoT
anvHy nogaun B 25 D. CBegeHne K MUHMMYMY KOAM4YecTBa OCTaHOBOB MOAauu
pacnnaBa no3BonAeT nslbexaTb Ype3MepHOro pacxofa maTepuana v yxyaweHus

HanpaefAllne U NNacTHbl  TpeHus ero KauyectBa (Hampvmep, MOsIBNEHME BKOYEHWU uau npurapa). Kpome Toro,
c BblCOKOU N3HOCOCTOMKOCTBIO, CHUXaeTcsA BEPOATHOCTb Gpaka. Mpor3BoAnNTeNIbHOCTb YCTPONCTBA COCTABAAET OT
o6ecneqm3a|ovu4v|e OTCyTCTBUE 50 £o 3500 r/4 B 3aBUCMMOCTI OT MaTepurana 1 NCrnosib3yemMoin OCHaCTKN. DKCTPYAepP
noBpexxaeHnn  nposofja BO  BpemA NpPUBOAUTCA B [ENCTBME MUHUATIOPHBIM  HeobCNyXMBaeMbiM  [BUraTenem
CKpy4nBaHuA. Komnanus MOXeT nepemeHHoOro Toka. [JiMHa nopaun BbIrPy3HOrO LUHEKa paccymTaHa Ha rpaHybl

BbIMYCKaTb 3aMacHble YacT! SKOHOMUYHOM
KaTeropvm C  YBEIMYEHHbIM  CPOKOM
cnyx6bl M BbIMNOAHATL  PaboTbl Mo
HaHeCeHWo  MOKPbLITUIA  Ma3MeHHbIM
HariblfieHnem 1060 CIIOKHOCTU.

Mo TpeboBaHMIO 3aKa3uvMka KOMMAHWUA
ACEA MoXeT npefocTaBUTb CBeAEeHUA
O BbINyCKaemown npoayKuuun, BKoYas
yepTexu, pasMepbiViNPOYy TEXHUYECKYHO
MHbOPMaLMIO, HA KOMMNAKT-AMCKe.

«ACEA n1p» (Typums)

®dakc: +90 264 276 1974

Appec 3neKTPOHHO NoYTbI:
foreigntrade@aseaavar.com
Web-cTpaHuuya: www.aseaavar.com

MapTHepcTBO «XyaB3in»

KuTalickan KomnaHus «XyaB3  XapakTepucTVkamu 1 MNapameTpamu  COMPsMKEHWs Ha3eMHbIX 1 MOABOAHbIX
TEKHONOMXN3 nTo» (Huawei  coBmecTMOCTW, KOTOpbIMU ©ObGflapaloT  ceTeil ouyeBupHa. CoOTPyAHMYECTBO

Technologies Ltd), NMoCTaBAOLWAA  OMNTOBONIOKOHHbIE  CUCTEMbl  «XyaBai»  KOMMaHuen «[moban mapuH», KoTopas
TeNeKOMMYHUKaLMOHHble ceTeBble  ANsA  CBepxAaNbHEl CBA3W, BbICOKMM  BOT Yxe Oonee cTa feT 3aHUMaeTcA
peleHna CcrefylowWero MOKONEeHWs, U KauyecTBOM MPOAYKUMM 3TOM KOMMaHWUW,  MPOKNaAKom n 0o6CnyKrBaHNEM
aHruinckaa  «moban MapuH CUCTeMC  MOLWHOW  6a3oil  AnA  NpoBefeHWA  MOABOAHBbIX JIMHUA  CBA3M Ha 6ase
ntp»  (Global Marine Systems Ltd), HayuyHO-uccrnefoBaTeNbCKMX W OMbITHO-  COBPEMEHHbIXPETPAHCIATOPOB, MO3BOINT
3aHMMatoLanca npoKnagKom N KOHCTPYKTOPCKUX paboT, nepefoBbiMy  HaM  pacwmputb  GyHKUMOHAsbHbIe
o6CyKMBaHNEM MOABOAHbIX Kabenen,  TEXHOMOTrMAMYK,  GbICTPOTON  peakumnm  BO3MOXKHOCTY Haluero CeTeBOro

CTaHAAPTHOTO pasmepa 1 MOXKeT ObiTb M3MeHeHa B 3aB1CMMOCTI OT UCMOJIb3YeMOro
MaTepuana. B 6onee uem nonoBrHe 3aKka3oB Oblsla yKazaHa HEO6XOANMOCTb paboTbl
¢ ¢ToprcTbiMM NnacTMaccamu. KomnaHus «IKCTPYAEKC» Hakonwmna 6oraTbiid OnbIT
peleHnsa noaobHbIX BONPOCOB bnarogapsA noctaBkam 060pyAoBaHWA s CaMblX
pasHbIx obnacteil NpUMeHeHWA. JKCTPyAepbl ANA TakuMxX C/lyyaeB OCHaLLaloTCA
KOpPpO3neyCcToNunBbIMA AeTaNAMU Ha BCel Tpacce [ABWKEHMA MaTtepuana u
060pynoBaHbl BbICOKOTEMMEPATYPHbIMY HarpeBaTeNibHbIMU ccTeMaMK. YCTaHOBKa
SKCTPYAEepa OCYLUEeCTBAETCA B COOTBETCTBMM C KOHKPETHbIMW TpeboBaHMAMM
3aKasumka. K noctaBke npepgnaralotca perynupyemble B BepTMKaIbHOW WU
rOPU3OHTAJIbHOW MIOCKOCTAX CTOMKW, a TakKe CTalMOHapHble pambl CO
BCTPOEHHbIMM CPeACTBAMY PEryIMpOBaHNA CKOPOCTU 1 TeMnepaTypbl.

«IKCTPYAEKC»

®Makc: +1416 745 0925

Appec 3neKTPOHHOI NouThl: sales@extrudex.com
Web-cTrpaHuya: www.extrudex.com

n «Mmo6an mapunH»

1 PervoHamu, KOTOopbIX pa3fenseT OKeaH,
1N HeO6XOAMMOCTb B YNPOLEHUN CPEeACTB

cerogHA OOBABMIM O  3aKJIIOYEHMM  Ha 3anpocbl KIAWEHTOB M YCMELWHOCTbIO — OOOPYAOBaHUA U  pPaLMOHANM3NpPoBaTb
NapTHEPCKUX  OTHOWEHWA C  Lefiblo  MPUMEHEHUs UX pa3paboTok BO BCEM  O6LUYIO CTPYKTYPY TEKYLMX U3LEPKEK Ha
COBMECTHOW pa3paboTkm HOBOro  mupe, — roBopuTt labpuens PyaH (Gabriel  akcnnyaTtaumio ceTein co CTOPOHbI HaLKX

NMOKOMEHUA NMOABOAHbIX KabesNlbHbIX ceTel
CKBO3HOW nepeaayn JaHHbIX.

3a cyet KOMOVHUPOBaHHOIO
MCMosb30BaHNA OMTOBOJNTOKOHHbIX
cMCTEM KOMMAHMK «XyaB3i» U MOABOLAHbBIX
PEeTPaHCAATOPOB 1 APYFUX CheuranbHbIX
NHXeHepHbIX pelleHnin «[noban mapuH»

Ruhan), rnaBHbIN VNCMONHUTENbHbIN
anpekTop «noban MmapuH». — Mbl yBepeHbl
B NepcrneKkTrBax Haluen paboTbl C TaKuMu
BEAYLMMM KOMMAHUAMY, Kak «XyaBai»,
N CMOXEM NPeAIoKNTb CBOVM KNMeHTaM
OeNCTBUTENBHO JIyYllylo anbTepHaTUBy
UMEWMNMCS  Ha pPbIHKE TEXHUYECKUM
peleHnsM AnA Co3fdaHuA MOABOAHbIX

KINMNEHTOB».

«fno6an MapuH cncTteMc nMMUTe»
®akc: +44 1245 702210

Appec 3neKTPOHHO NoYTbI:
info@globalmarinesystems.com
Web-cTpaHuua:
www.globalmarinesystems.com

pa3paboTumkm U1 onepaTopbl ceTelr  ceTel cBA3w». Ixkeddpun Mao (Jeffery Gao),

noslyyat  anbTepHaTMBHOE  pelleHWe  CTapluii Buue-npesvaeHT «XyaBam» no  «XyaB3il TEKHONMOMKU3 KOMMaHW NTa»
ans co3paHuA HW3KO3aTPaTHbIX  OMTOBOJSIOKOHHbIM CETAM, fo6aBnAeT: «<Mbl A pec 3/1eKTPOHHOIA MOYTbI:
noABoAHbIX ceTeil. «Mbl  BOCXUWEHbl — ABAAEMCA CBMAETENAMU CTPEMUTENBHOTO  support@huawei.com
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Nouvelle version de malaxeur

pour I'alimentation de calane;

La société suisse Buss AG a présenté
une nouvelle version de son malaxeur
quantec® haute performance, congu
pour étre utilisé dans le compactage de
boulettes de PVC de haute qualité pour
I'extrusion et le moulage par injection.
La nouvelle machine a été optimisée
pour l'alimentation directe a calandres
produisant des feuilles en chlorure de
polyvinyle.

Le rendement est réglable dans une
gamme allant de 1 a 3 en offrant une
majeure stabilité du processus, et la
machine est plus compacte, ce qui
permet d'économiser de l'espace et de
réduire les colts d'investissement. Un
nouveau dispositif de coupe intermittent
consent d'obtenir des pieces de PVC
non adhérentes et de dimensions

uniformes, et le temps d‘arrét requis pour
l'ouverture, le nettoyage et la fermeture
sont réduits a 30-50 minutes. La qualité
de la fusion répond aux strictes exigences

A e nouveau malaxeur quantec de Buss incorpore
un nouveau dispositif de coupe assurant des
dimensions uniformes des piéces de PVC

en ce qui concerne I'homogénéité sans
porosité, I'uniformité de couleur
et le dégazage, toutes des
spécifications essentielles pour le
calandrage de pellicules de PVC
haute qualité.

La version quantec pour
I'alimentation des
calandres est une

machine a simple

étage, c'est-a-dire

sans vis de décharge
supplémentaire. Par
contre, la longueur L de la partie de
mélange et de malaxage, généralement
dans le rapport de 10 a 11 L/D (ou D est
le diametre de la vis), a été augmenté de
4 a 5 L/D. Lespace supplémentaire est
utilisé pour dégazer la fusion et assurer
la pression de décharge nécessaire en
réduisant au minimum I'énergie fournie.
Cette conception a simple étage offre
des avantages en terme de qualité et de
couts: le processus est plus
simple et le temps de séjour
sous charge thermique et
mécanique est plus bref par
rapport au processus a deux

étages. Par conséquent,
le délicat matériau de
PVC fondu est moins

susceptible de se brler, et
donc la consommation du
stabilisateur de processus
peut étre réduite.

A la fin de la section de
traitement, le  matériau
fondu de PVC fini est
extrudé a travers une
ou plusieurs buses de
grande section. Ensuite le matériau est
divisé au moyen d'une pince coupante

A le malaxeur quantec pour lalimentation de
calandres permet dobtenir une haute qualité de
fusion, une maniabilité simple et un nettoyage
facile

équipée d'un nouveau systéme de
commande: la fréquence de coupe du
couteau intermittent est synchronisée
avec le mouvement de la vis. Par
conséquent, les couteaux effectuent la
coupe toujours au début ou a la fin de
chaque cycle pratiguement en absence
de mouvement de matériau. Cela assure
une coupe franche, et des pieces de
PVC de dimensions uniformes. Aprés
la coupe, les piéces tombent sur une
courroie transporteuse qui les achemine
a l'espace entre le cylindres de la calandre,
avec un espace suffisant entre les pieces
pour éviter leur adhésion. Les piéces
individeulles permettent une alimentation
meilleure et plus uniforme de l'espace
entre les cylindres de la calandre, avec
pour résultat une pellicule de PVC de
qualité supérieure.

Buss AG - Suisse

Fax: +41 61 825 68 58

Email: info@busscorp.com
Website: www.busscorp.com

Arcs pour rotors pivotants de
la Turquie

La société ASEA, Turquie, réalise des piéces de
rechange pour machines congues pour des fils
et des cables de cuivre, et fournit des sociétés en
Turquie de par le monde.

La gamme de produits de la société comprend
des arcs pour rotors pivotants pour tordeuses
(obtenues de la fibre de carbone/aramide pure, au
lieu d'utiliser des revétements métalliques obtenus

<« Arcs pour rotors pivotants de ASEA produits en utilisant des fibres
de carbone/aramide pure

par extrusion), de tuyaux de nickel 99,9% (Ni pur)
pour multifils, guides en céramique et plaques
d’usure a haute résistance a la friction pour éviter
d'endommager le fil durant la torsion. La société
peut fabriquer des pieces de rechange économiques
avec une longévité supérieure, et peuvent réaliser
un revétement avec tout type de plasma.

ASEA peut fournir sur demande un CD contenant
des dessins, des dimensions et d’autres informations
techniques concernant les produits.

ASEA Ltd - Turquie

Fax: +90 264 276 1974

Email: foreigntrade@aseaavar.com
Website: www.aseaavar.com
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Nouvelle usine
de cables haute
température

Leoni, société spécialisée en systémes de
fils, de cables et de cablages, a étendu sa
gamme de produits spécifiques de cables
incluant des cables pour des applications
a des températures supérieures a 150°C.
La société Leoni HighTemp Solutions a
été créée en aolt 2006 pour ce type de
production. La société réalise actuellement
un nouvel établissement, avec une surface
de production denviron 8,500m? qui
emploiera initialement 40 personnes dans
le développement et dans la fabrication
de cables de haute température. La société
prévoit de commencer la production dans
le nouvel établissement prochainement.

Pour lisolement des cables, l'activité
de Leoni HighTemp Solutions se base
sur des matériaux comme la silicone et
les polymeéres fluorés. Ces matériaux
sont indiqués pour étre utilisés dans
des conditions défavorables a des
températures allant de 150°C a 1,000°C,
qui sont courantes dans les installations
industrielles et dans les compartiments du
moteur des véhicules.

La société est assistée par Studer, le
spécialiste des cables suisse qui fait partie
du groupe Leoni depuis juillet 2006. Studer

Partenariat entre
Huawei et Global

Marine
Huawei Technologies Ltd (Chine),
fournisseur de solutions de réseaux

de télécommunication de prochaine
génération, et Global Marine Systems Ltd,
(Royaume Uni), une société indépendante
spécialisée dans linstallation et dans
'entretien de cables sous-marins, a
récemment annoncé d‘avoir réalisé un
partenariat visant a développer une
nouvelle génération de solutions pour
réseaux sous-marins de bout-en-bout.

La combinaison des solutions optiques
de Huawei et des répéteurs sous-marins
avec les techniques sous-marines de
Global Marine offrira aux techniciens et
aux opérateurs de réseaux sous-marins
une alternative aux colts élevés de
construction de ce type de réseaux.

Global Marine Systems Ltd

- Royaume-Uni

Fax: +44 1245 702210

Email: info@globalmarinesystems.com
Website: www.globalmarinesystems.com

Huawei Technologies Co Ltd - Chine
Email: support@huawei.com
Website: www.huawei.com

A Leoni HighTemp Solutions offre des solutions de cables pour conditions extrémes

dispose des équipements nécessaires pour
réaliser la “réticulation par irradiation”,
un processus par lequel le cable peut
acquérir d'exceptionnelles caractéristiques
de résilience et de résistance a la
température.

Les principaux clients du groupe Leoni font
partie du secteur automobile, pour lequel
Leoni développe et réalise des produits
allant des cables unipolaires aux systemes
de cablage complets avec électronique
intégrée. Outre les producteurs pour

voitures et pour lindustrie des véhicules
commerciaux, la gamme de produits
de la société comprend: fils et torons de
cuivre, cables flexibles, cables de données,
cables de haute tension isolés, cables de
commande, conducteurs de puissance
et cables spécifiques personnalisés en
fonction des exigences des clients.

Leoni AG - Allemagne
Fax: +49 911 2023 231
Email: info@leoni.com
Website: www.leoni.com

Le succés obtenu avec

d'extrusion a l'industrie du cable.

pour garantir les processus successifs.

Extrudex - Etats-Unis
Email: sales@extrudex.com

EuroWire - Janvier 2007

les ventes de systemes de
miniextrusion pour la technologie du secteur médical
ont permis a Extrudex de fournir rapidement des unités

Du fait des systéemes de plus en plus complexe utilisés dans le
secteur médical et de I'automatisation, les cables de données
et de puissance doivent étre installés de facon sire et dans
un espace le plus réduit possible. Cela entraine des diametres
de conducteurs dans la gamme AWG 25 et AWG 50 et une
épaisseur de l'ordre de microns (par exemple 20u). Les
tolérances requises correspondantes doivent étre respectées

Succeés de Extrudex a wire 2006

Grace au succes obtenu a wire 2006 a Dusseldorf, Allemagne, la société Extrudex
a recu un grand nombre de demandes de renseignement pour extrudeuses et
équipements annexes pour la production de cables miniature.

A Extrudex - gardant
des rejets a un
minimum

Les extrudeuses de Extrudex sont équipées de vis d'un diametre de 12 a 15mm et
d’une longueur de transport de 25 D. La réduction au minimum des arréts entraine
une consommation inférieure et une meilleure qualité du matériau fondu en évitant
déventuelles inclusions ou bralures, ainsi que la réduction au minimum des rebuts.

Le volume de production varie de 50 a 3 500g/h en fonction du matériau et
des équipements utilisés. L'unité est actionnée par un moteur CA compact
ne nécessitant d’aucun entretien. Congue pour des grains de forme standard,
la gamme de vis de transport peut étre optimisée en fonction des matériaux.

Fax:+1416 745 0925
Website: www.extrudex.com
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Nuova versione di
impastatore per

I’alimentazione di calandre

La societa svizzera Buss AG ha presentato
una nuova versione dell'impastatore
quantec® ad alte prestazioni, progettato
per essere utilizzato nel compounding
di granuli di PVC di alta qualita per
I'estrusione e lo stampaggio per iniezione.
La nuova macchina e stata ottimizzata
per I'alimentazione diretta di calandre per
pellicole in PVC.

Il rendimento pud essere regolato
entro una gamma da 1 a 3 offrendo
una maggiore stabilita di processo, e la
macchina & piu compatta, consentendo
un risparmio di spazio e una riduzione dei
costi d'investimento. Un nuovo dispositivo
di taglio intermittente consente di ottenere
pezzi di PVC non aderenti e di dimensioni
uniformi, e il tempo di fermata richiesto
per l'apertura, la pulizia, e la chiusura

A |l nuovo impastatore quantec di Buss é
equipaggiato con un nuovo dispositivo di taglio
che assicura dimensioni uniformi dei pezzi di PVC

sono ridotti a 30-50 minuti. La qualita
della fusione & conforme alle rigorose

esigenze in termini di omogeneita

senza porosita, uniformita del colore,
degassaggio, tutti requisiti
essenziali per la calandratura di
pellicole di PVC ad alta qualita.

La versione quantec per
I'alimentazione di calandre
€ una macchina a stadio
singolo, cioé senza vite di
scarico supplementare. Viceversa,
la lunghezza L della parte di miscela e
d'impasto, generalmente nel rapporto da
10a 11 L/D (dove D ¢ il diametro della vite),
¢ stato aumentato da 4 a 5 L/D. Lo spazio
supplementare e utilizzato per degassare la
fusione e assicurare la pressione di scarico
necessaria riducendo al minimo l'energia
fornita. Tale concezione a stadio
singolo offre vantaggi in termini
di qualita e di costi: il processo
e piu semplice e il tempo di
permanenza sotto sollecitazione
termica e meccanica & inferiore
rispetto al processo a due stadi.
Di conseguenza, il delicato
materiale di PVC fuso € meno
suscettibile di bruciare, e quindi
il consumo dello stabilizzatore di
processo puo essere ridotto.

Alla fine della sezione di
trattamento, il materiale fuso
di PVC finito viene estruso
attraverso uno o piu ugelli di
grande sezione. In seguito il materiale
viene diviso per mezzo di un dispositivo

technology news

a

A limpastatore quantec per l'alimentazione di
calandre permette di ottenere un'elevata qualita di
fusione, ed é facile da maneggiare e pulire

di taglio equipaggiato con un nuovo
sistema di comando: la frequenza di taglio
del coltello intermittente & sincronizzata
con il movimento della vite. Pertanto, i
coltelli eseguono il taglio sempre allinizio
o alla fine di ciascun ciclo praticamente in
assenza di movimento di materiale. Cio
assicura un taglio netto, e pezzi di PVC
di dimensioni uniformi. Dopo il taglio, i
pezzi cadono su un nastro trasportatore
che i convoglia all'imboccatura della
calandra con uno spazio sufficiente fra
i pezzi per evitarne l'adesione. | pezzi
singoli consentono di alimentare in modo
migliore e piu uniforme lI'imboccatura della
calandra, ottenendo una pellicola di PVC di
qualita superiore.

Buss AG - Svizzera

Fax: +41 61 825 68 58

Email: info@busscorp.com
Website: www.busscorp.com

Archi per rotore rotanti
dalla Turchia

La societa ASEA, Turchia,
ricambio per macchine progettate per fili e cavi
di rame, e fornisce societa sia in Turchia sia nel
resto del mondo.

per multifilo, guide in ceramica e piastre di
usura ad alta resistenza all’'usura per evitare di
danneggiare il filo durante la torsione.

La societa & in grado produrre parti di ricambio
economiche con una maggiore durata e
realizzare rivestimenti con qualsiasi tipo di
rivestimento al plasma.

realizza parti di

ASEA fornisce su richiesta un CD contenente

La gamma di prodotti della societa comprende
archi per rotori rotanti per trefolatrici (ottenuti
dalle fibre di carbonio/aramid puro anziché
utilizzare i fragili rivestimenti ottenuti mediante
estrusione), di tubi di nickel 99,9% (Ni puro)

Archi per rotori rotanti di ASEA prodotti utilizzando fibre di
carbonio/aramid puro

<
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disegni,
tecniche sui suoi prodotti.

ASEA Ltd - Turchia
Email: foreigntrade@aseaavar.com
Website: www.aseaavar.com

dimensioni ed altre informazioni

Fax: +90 264 276 1974
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Nuovo stabilimento
di cavi ad alta
temperatura

Leoni, societa specializzata in sistemi
di fili, di cavi e cablaggi, ha ampliato la
propria gamma di prodotti specifici di
cavi includendo cavi per applicazioni a
temperature superiori a 150°C.

La societa Leoni HighTemp Solutions fu
fondata nell'agosto del 2006 per questo
tipo di produzione. Attualmente, la societa
sta realizzando un nuovo stabilimento con
un‘area di produzione di circa 8.500m?
che impieghera inizialmente 40 persone
nello sviluppo e nella fabbricazione di cavi
ad alta temperatura. La societa prevede
di avviare la produzione nel nuovo
stabilimento fra breve.

Per I'isolamento dei cavi, I'attivita di Leoni
HighTemp Solutions si basa su materiali
come il silicone e i polimeri fluorati.

Questi materiali sono indicati per essere
utilizzati in condizioni sfavorevoli, a
temperature che vanno da 150°C a
1,000°C, che sono comuni negli impianti
industriali e negli scompartimenti del
motore dei veicoli.

La societa é assistita da Studer, lo specialista
di cavi svizzero che fa parte del gruppo
Leoni da luglio 2006. Studer dispone degli
equipaggiamenti necessari per realizzare

Partnership fra Huawei
e Global Marine

Huawei  Technologies Ltd  (Cina),
fornitore di soluzioni di rete di prossima
generazione, e Global Marine Systems
Ltd, (Regno Unito), societa indipendente
specializzata nell'installazione e nella
manutenzione di cavi sottomarini,
ha recentemente annunciato di aver
realizzato una partnership allo scopo
di sviluppare una nuova generazione
di soluzioni per reti sottomarine da
estremita ad estremita.

La combinazione di soluzioni ottiche di
Huawei e di ripetitori sottomarini con le
tecniche sottomarine di Global Marine
offrira ai tecnici e agli operatori di reti
sottomarine un’alternativa agli elevati
costi di costruzione di questo tipo di reti.

Global Marine Systems Ltd

- Regno Unito

Fax: +44 1245702210

Email: info@globalmarinesystems.com
Website: www.globalmarinesystems.com

Huawei Technologies Co Ltd - Cina
Email: support@huawei.com
Website: www.huawei.com

A LeoniHighTemp Solutions offre soluzioni di cavi per condizioni estreme

la “reticolazione tramite irraggiamento’, un
processo per il quale il cavo puo acquisire
eccezionali caratteristiche di resilienza e di
resistenza alla temperatura.

| principali clienti del gruppo Leoni fanno
parte del settore automobilistico, per il
quale Leoni sviluppa e realizza prodotti
che vanno dai cavi unipolari ai sistemi
di cablaggio completi con elettronica
incorporata. Oltre ai produttori per
automobili e per l'industria dei veicoli

commerciali, la gamma di prodotti
della societa comprende: fili e trefoli di
rame, cavi flessibili, cavi di dati, cavi di
alta tensione isolati, cavi di comando,
conduttori di potenza e cavi specifici
personalizzati secondo le esigenze dei
clienti.

Leoni AG - Germania
Fax: +49 911 2023 231
Email: info@leoni.com
Website: www.leoni.com

Successo di Extrudex a wire 2006

Grazie al successo ottenuto a wire 2006 a Dusseldorf (Germania), la societa
Extrudex ha ricevuto un gran numero di richieste di informazioni su estrusori ed
equipaggiamenti ausiliari per la produzione di cavi miniaturizzati.

Il successo ottenuto con le vendite di sistemi di miniestrusione per la tecnologia
del settore medicale hanno consentito a Extrudex di fornire in breve tempo unita
di estrusione all'industria del cavo.

Data la complessita sempre maggiore dei sistemi utilizzati nel settore medicale e
dell'automazione, i cavi per la trasmissione di dati e i cavi di potenza devono essere
installati in modo sicuro e in uno spazio il piu ridotto possibile. Cio comporta
diametri di conduttori nella gamma AWG 25 e AWG 50 e dello spessore nell'ordine
di micron (ad esempio 20y). Le tolleranze richieste corrispondenti devono essere
rispettate per garantire i processi successivi.

Gli estrusori di Extrudex sono equipaggiati con viti del diametro di 12 e 15mm ed
una lunghezza di trasporto di 25 D. La riduzione al minimo delle fermate comporta
una riduzione del consumo ed una migliore qualita del materiale fuso evitando
eventuali inclusioni o bruciature e riducendo gli scarti al minimo.

Il volume di produzione varia da 50 a 3.500g/h in base al materiale e agli
equipaggiamenti utilizzati. L'unita & azionata da un motore a CA compatto che non
richiede alcuna manutenzione. Progettata per granuli di forma standard, la gamma
di viti di trasporto puo essere ottimizzata in funzione dei materiali.

Fax: +1 416 745 0925
Website: www.extrudex.com

Extrudex - Stati-Uniti
Email: sales@extrudex.com

EuroWire — Gennaio 2007

69


mailto:info@leoni.com
http://www.leoni.com/
mailto:info@globalmarinesystems.com
http://www.globalmarinesystems.com/
mailto:support@huawei.com
http://www.huawei.com/
mailto:sales@extrudex.com
http://www.extrudex.com/

R

tecnologia e innovaciones

technology news

Nueva version de
amasadora para

alimen

La companiia suiza Buss AG ha presentado
una nueva version de su amasadora
quantec® de altas prestaciones para la
producciéon de granulos de PVC de alta
calidad para el moldeado de extrusion y
de inyeccion. La nueva maquina ha sido
optimizada para la alimentacion directa de
calandrias que producen peliculas de PVC.

El rendimiento puede ser regulado en
un rango de 1 a 3 ofreciendo una mayor
estabilidad de proceso, y la maquina es
mas compacta, lo que permite ahorrar
espacio y reducir los costes de inversion.
Un nuevo dispositivo de corte intermitente
permite obtener trozos de PVC no
adherentes de dimensiones uniformes,
y el tiempo de paro necesario para
abrir, limpiar y cerrar la maquina ha sido

70

A la nueva amasadora quantec de Buss lleva
incorporado un nuevo dispositivo de corte que
asegura dimensiones uniformes de los trozos de PVC

tar calandria

reducido a 30-50 minutos. La calidad del
material fundido responde a las demandas
mas exigentes por lo que se refiere a
homogeneidad sin porosidad, uniformidad
de color y desgasificacion, todos requisitos
esenciales para el calandrado de peliculas
de PVC de alta calidad.

La versidon quantec para la alimentacion
de calandrias es una méquina de una sola
etapa, es decir que no estd equipada con
tornillo de descarga adicional. En cambio,
la longitud L de la parte de mezclado
y amasado, normalmente en una
proporcién de 10 a 11 L/D (donde D es el
diametro del tornillo), ha sido ampliada
a una proporcién de 4 a 5 L/D. El espacio
adicional es usado para desgasificar el
material fundido y asegurar la presién de
descarga necesaria reduciendo al minimo
la energia suministrada. El nuevo disefio
de una etapa ofrece ventajas de calidad
y costes: el procesamiento es mas simple
y el tiempo de permanencia bajo carga
térmica y mecanica es inferior respecto
al procesamiento de dos etapas. Por
consiguiente, el delicado material de PVC
fundido es menos susceptible a quemarse,
y el consumo de estabilizador de proceso
puede ser reducido.

Al final de la seccion de procesamiento,
el material fundido de PVC acabado es
extruido a través de una o mas boquillas
de seccién transversal grande. Luego, el

A La amasadora quantec para la alimentacion de
calandrias permite obtener una alta calidad de la
fusion, y es fdcil de manejar y limpiar

material es dividido por dispositivo de
corte con sistema de control innovador:
la frecuencia de corte de la cuchilla
intermitente es sincronizada con el
movimiento del tornillo. Por consiguiente,
las cuchillas cortan siempre al inicio o al
final de cada ciclo, cuando practicamente
no hay movimiento del material
transportado. Esto asegura un corte neto y
piezas de PVC de dimensiones uniformes.
Después del corte, los trozos caen a una
cinta transportadora que los transporta
al rodillo arrastrador de la calandria,
dejando espacio suficiente entre los
mismos para evitar que se peguen. Los
trozos separados permiten alimentar de
manera mejor y mas uniforme el rodillo
de la calandria, lo que permite obtener
una pelicula de PVC. de calidad superior.

Buss AG - Suiza

Fax: +41 61 825 68 58

Email: info@busscorp.com
Website: www.busscorp.com

Liras para rotores giratorios
de Turquia

La compania ASEA, Turquia, fabrica repuestos
para maquinas que producen alambre y cable de
cobre, y abastece companias en Turquia y en todo
el mundo.

La gama de productos de la compaiiia incluye liras
de rotores giratorios para pareadoras (obtenidas
de fibra de carbén/aramida pura, en lugar de
usar fragiles revestimientos obtenidos mediante
extrusion), tubos de niquel 99,9% (Ni puro) para

« Liras de rotores giratorios de ASEA producidas usando fibra de
carbén/aramida pura

guias de ceramica multihilo, y placas de desgaste
con alta resistencia al rozamiento para asegurar
que no se daine el alambre durante la torsion.

La compania puede fabricar repuestos baratos de
larga duracién y puede realizar cualquier tipo de
revestimientos de plasma.

ASEA puede suministrar a peticion un CD con
planos, dimensiones y otra informacion técnica
sobre sus productos.

ASEA Ltd - Turquia

Fax: +90 264 276 1974

Email: foreigntrade@aseaavar.com
Website: www.aseaavar.com
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Nueva fabrica de cables
de alta temperatura

Leoni, especialista en sistemas de
alambres, cables y cableados, ha ampliado
su gama de productos especiales de
cables incluyendo cables de wuso a
temperaturas superiores a 150°C. La
compafiia Leoni HighTemp Solutions
fue creada en agosto de 2006 para este
tipo de produccion. La compania estd
construyendo actualmente una nueva
fabrica, con un area de produccién
de aproximadamente 8.500m? que
empleard inicialmente a 40 personas en
el desarrollo y la fabricacion de cables
de alta temperatura. La compania prevé
que la nueva planta entre en produccion
dentro de poco tiempo.

La actividad de Leoni HighTemp Solutions
se basa en materiales como la silicona
y los polimeros fluorinados para el
aislamiento de los cables. Estos materiales

Asociacion de Huawei
y Global Marine

Huawei  Technologies Ltd, China,
proveedor de soluciones de redes
de telecomunicaciones de préxima

generacion, y Global Marine Systems Ltd,
Reino Unido, compania independiente
que se ocupa de la instalacion y del
mantenimiento de cables submarinos,
han anunciado recientemente su
asociacion para desarrollar juntos una
nueva generacion de soluciones para
redes submarinas de extremo a extremo.

La combinacién de las soluciones
Opticas de Huawei y de los repetidores
submarinos y conocimientos técnicos
de Global Marine ofreceran a los
desarrolladores y a los operadores de
redes submarinas una alternativa a los
altos costes de construccion de este tipo
de redes.

“Estamos entusiasmados y seguros
con la idea de trabajar con un lider
del mercado como Huawei, para dar a
nuestros clientes alternativas mejores
en el mercado submarino.” dijo Gabriel
Ruhan, director ejecutivo de Global
Marine.

Global Marine Systems Limited

- Reino Unido

Fax: +44 1245 702210

Email: info@globalmarinesystems.com
Website:
www.globalmarinesystems.com

Huawei Technologies Co Ltd - China
Email: support@huawei.com
Website: www.huawei.com

A Lleoni HighTemp Solutions ofrece soluciones de
cable para uso en condiciones extremas

son adecuados para ser usados en
condiciones desfavorables a temperaturas
de entre 150°C y 1,000°C, que son
comunes en las plantas industriales y
en los compartimentos del motor de los
vehiculos.

La compaiia cuenta con la asistencia
de Studer, especialista de cables suizo
que forma parte del grupo Leoni desde
julio del 2006. Studer posee los equipos

necesarios para realizar la “reticulacion
por irradiaciéon’, un proceso que otorga
al cable excepcionales caracteristicas de
resiliencia y resistencia a la temperatura.

Los clientes principales del grupo
Leoni forman parte de la industria
automotriz, para la cual Leoni desarrolla
y fabrica productos que van de los cables
unipolares a los sistemas de cableados
completos con electrénica integrada.
Ademds de los productos para coches
y para la industria de los vehiculos
comerciales, la gama de productos de la
companhia comprende alambres y trenzas,
cables flexibles de cobre, cables de datos,
cables de alta tensién aislados, cables de
control, conductores de potencia y cables
especiales personalizados segun las
especificaciones del cliente.

Leoni AG - Alemania
Fax: +49 911 2023 231
Email: info@leoni.com
Website: www.leoni.com

Exito de Extrudex en wire 2006

Gracias al éxito obtenido en wire 2006 en Dusseldorf, Alemania, la compaiia
Extrudex ha recibido un gran nimero de peticiones de informacion sobre extrusoras
y equipos para la produccion de cables miniaturizados.

El éxito obtenido con la venta de sistemas de miniextrusiéon para la tecnologia
médica ha permitido a Extrudex suministrar en poco tiempo unidades de extrusion a
la industria del cable.

Los sistemas cada vez mas complejos utilizados en el campo médico y de la
automatizacién requieren cables que transmitan datos y energia de manera segura
en el menor espacio posible. Esto significa tener conductores con diametros de
entre AWG 25 y AWG 50 y espesor de pared del tamafio de micrones, por ejemplo
20p. Las tolerancias requeridas se ajustan a estos valores y deben ser cumplidas
absolutamente para garantizar todos los procesos sucesivos.

Las extrusoras de Extrudex estan equipadas con tornillos de 12 a 15mm de diametro
con una longitud de transporte de 25 D. La reduccién al minimo de las paradas
permite bajar los consumos y aumentar la calidad del material fundido evitando
inclusiones y quemaduras. Por lo tanto, se reducen al minimo también los posibles
rechazos.

El volumen de produccién estd comprendido entre 50 y 3500 g/h segun el material
y las herramientas utilizadas. La unidad es accionada por un motor compacto de CA
que no necesita mantenimiento. La gama de tornillos de transporte ha sido disefiada
para granulos de forma estandar y puede ser optimizada seguin los materiales.

Mas del 50% de los pedidos recibidos estaban relacionados con los plasticos
fluorados. Extrudex tiene una considerable competencia en este campo obtenida
con el suministro de equipos para muchas aplicaciones diferentes. Las extrusoras
para esta aplicacion son protegidas contra la corrosion en todas las partes que
transportan material y estan equipadas con sistemas de calentamiento a alta
temperatura.

Las extrusoras pueden ser instaladas de acuerdo con las necesidades del cliente: en
soportes que se pueden regular en horizontal y vertical para usos especificos o en
un bastidor permanente con accesorios integrados; se pueden suministrar también
dispositivos de control de temperatura.

Fax: +1416 745 0925
Website: www.extrudex.com

Extrudex - Estados Unidos
Email: sales@extrudex.com
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BB feature

Handling & Packaging
Equipment

Today, producers of
wire and cable are able
to take comprehensive

responsibility for the
handling, packaging,
storage, transportation,
and delivery of their
products. In this section
of EuroWire we see
how they are utilising
the many and varied
products and services
available to them.

A Propaflex from Propack

High protection packaging

Propack, Italy, specialises in the design,
production and distribution of pack-
ing, packaging products and systems.
The company was initially involved in
the distribution of traditional packing
products, and has since branched into
the sector of safety packing, designed to
protect all types of manufactured goods
in the severest transport and storage
conditions.

The company has developed Propaflex,
to guarantee high quality protection for
all products sold in rolls. Propaflex is a
plastic sheet, extruded so as to obtain
two different surfaces: the inner surface

A Packaging protection from Propack, Italy
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is smooth and adheres perfectly and
evenly to rounded surfaces, protecting
them in the most effective manner; the
outer surface is specially undulated to
reduce friction with other materials, and
is capable of withstanding violent impact,
heavy weight, shock or compression.

Propack was one of the first companies
to be certified to standard UNI EN
ISO 9001- 2000 for the design and
manufacture of materials, devices and
accessories to protect and prevent
damage to finished products during
transport and storage.

Propaflex is designed to satisfy the needs
of steelmakers and cable manufacturers,
but is also suitable for use in many
other manufacturing industries. Propack
has selected a range of products which,
together with those produced internally,
enable them to offer a complete,
comprehensive service and the most
effective, advanced solutions for all
packing and shipping problems

Propack SpA - Italy

Fax: +39 011 950 7800

Email: info@propackgroup.com
Website: www.propackgroup.com
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Eliminating the need for manual handling

The new Swing Lift Foldaway 1000 from Penny Hydraulics is a compact,
robust and reliable vehicle mounted crane for pick-ups, drop sides,
flat beds and box vans that can lift a full 1,000kg load at the maximum
boom extension of 1.5m. The crane is suitable for a wide range of delivery,
service and engineering applications. Like all Penny Hydraulics products, it is
designed and manufactured to eliminate the need for manual handling and
reduce the risk of injury to operators and damage to vehicles and loads whilst
helping employers to comply with Health and Safety regulations.

The new Foldaway 1000 incorporates hydraulic slew as standard. This
promotes safety by eliminating the need for operators to use physical
effort. It provides greater control over the boom and load because all lateral
movements are powered smoothly and accurately by the precise hydraulic
mechanism.

Hydraulic slew also eliminates the risk of the boom and load from moving
unexpectedly, even if the vehicle is parked on an incline. Electrical and
mechanical slew options are also available.

Boom height and extension can be specified manually or hydraulically for
added versatility. The boom length is 1.5m when extended and 1.2m when
fully retracted. Load lifting and lowering is enabled by a powerful and
robust electric winch. A hydraulic winch, driven by the vehicle’s PTO, is
available as an option and enables operators to utilise all of the benefits

of a fully hydraulic solution. A Penny Hydraulics’ Foldaway 1000

The standard 9m rope is ideal for most loads and allows items to be handled below ground level. Longer ropes can be supplied to
support deep-hole construction, utility and maintenance applications. The Foldaway 1000’s remote control facility and hydraulic slew

ensure that operators stand away from the handling area for additional safety when lifting heavy and bulky loads.

Penny Hydraulics - UK

Fax: +44 1246 810403 - Email: sales@pennyhydraulics.com - Website: www.pennyhydraulics.com

Free publicity v

EUrgwire

Include your company in this Special Feature:

t

- Fasteners &
Spring Production

If your company is involved in the above industry sector, we invite
you to participate in this special feature by sending in editorial
about your machinery or products, for FREE publication in the
March 2007 edition.

Please send the text as a Word document attached to an email
to the address below. Photos should be JPEG 300 dpi and a minimum
width of 12cm.

March 2007 Ed

Closing Date: 29 January 2007

Please forward to: David Bell — Editor
Email: david@intras.co.uk
Tel: +44 1926 334137 - Website: www.read-eurowire.com

EUROWIRE EUROWIRE EUROWIRE EUROWIRE
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UK o Sales Office
Tel: +44 (0)1924 406721
Fax: +44 (0)1924 400803

E-mail: info@hearlheaton.co.uk

Biiro ¢ Deutchland
Tel: +49 36762 33404
Fax: +49 36762 33405

E-mail: office@pentre.de

HEARL HEATON
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Intelligent solutions
from Windak

Windak AB - operating out of new
offices in Stockholm, Sweden - offers
a complete range of products for fully
automatic packaging lines.

The new offices will provide the
company with larger facilities for
product demonstration, assembly and
final testing.

The successful range of palletising
equipment to the automotive industry
will primarily be built at the new facility.

Windak supplies the following range of
equipment:

Windak automatic coilers and spoolers:

« versatile and high output — largest
range in the industry;

« fully automatic coilers - from max
360mm coil OD to max 1,000mm coil
OD - seven different models;

- fully automatic spoolers - from
165mm-1,200mm spool flange
diameter - five different models.

A The Windak CW5 automatic coiler

Palletising and Pallet handling

equipment:

- palletiser for automatic stacking of
spools and coils onto pallets;

+  multiple pallet handling solutions
such as conveyors, intersections, lifts
and pallet turners.

Pay-off & take-ups:

- stand alone machines or rewind lines
including advanced laying units;

« sizes from: 200mm-3,000mm reel
flange diameter - six different models
- manual or semiautomatic;

- other sizes and specifications can be
discussed per request.

Windak AB - Sweden
Fax: +46 8 580 389 55
Email: info@windak.se
Website: www.windak.se

handling & packaging equipment

A The Windak DW32-S automatic spooler

Packaging specialists

Engineering Future Automazione Flessibile - EFAF - is committed to providing
innovative and reliable packaging lines to the international wire and cable
industry.

EFAF manufactures five ranges of automatic coil winding lines; Mautomatic
300 Evolution, 400, 500, 600 and Mac and two ranges of automatic spool winding
lines; Mab 350 and 630. The Mac and B-Mac are the new range of cost-effective,
automatic, easy, compact and ready to work coiler and/or spooler.

Last year EFAF introduced a new range of fully automatic rewinding lines for a wide
range of wooden spools. In semi-automatic cycle it is also possible to process iron
take-up and a film

spools.
v, » I
wrapping machine.

All operations from £
the feeding of the B

empty spools up to
the packaging with
the stretch film are completed automatically. The operator must only position the
empty spools on the store and take-off the packaged spool at the end of the line,
for a considerable decrease in dead-time.

The line may be
composed of an
SDA 2240 portal
pay-off, a dancer,
a feeding and
winding spool
store, a traversing
and cutter unit,
an AVP or AVPD
in case of double

A Anexample of an EFAF automatic coil winding line

EFAF has recently sold other two automatic rewinding lines to NKT Poland and
to Bruno Baldassari & F. Ili Spa, Italy, with both customers opting for the
version with double take-up.

EFAF Srl - Italy
Fax: +39 0583 981678 - Email: efaf@efaf.it - Website: www.efaf.it
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Cooperation pays off

Sonoco Crellin BV has more than 15 years’ experience in producing and marketing
a full range of spools and reels that meet the demands of companies producing
fibres, fibre ribbon and optical fibre cables.

The company has introduced high capacity reels after working in close cooperation
with Nextrom. High capacity reels are designed for use in fibre draw, proof testing,
fibre ribbon, blown fibre and UV tight buffering applications and cable stranding
equipment.

A High capacity reels from Sonoco

Reels are now capable of holding 750km and 1,300km lengths of fibre, while
flange diameters are 450mm and 540mm. To accommodate different equipment,
shaft diameters come in three diameters — 1" 2" and 3" - flanges are tapered in
both executions.

For automatic fibre transfer from one reel to another in a dual take-up, tapered flanges
can be executed with different slots to pass the fibre through. Both these new reels
can be adapted to existing Nextrom machinery. With options of variable traverse sizes,
customers can also design their own customised reel.

Sonoco Crellin BV - Netherlands
Fax: +31 10455 1298
Email: stephan.beke@sonoco.com - Website: www.sonoco.com

New concept
automatic
spooling line

omeks Makine, Turkey, has

developed a new fully automatic
spooling line, featuring a 2,000mm
driven pay-off, horizontal type
motor, controlled accumulator, spool
feeding conveyor and spooling
and stretching head. The company
has produced a new concept fully
automatic spooling line for flat and
round type cable spooling at up to
four spools per minute line speed.

The Reelmatik 350 handles spools
with outer diameter from 160mm-
350mm, with inner diameter from
70mm-120mm, and with spool
height from 80mm-250mm. The
cable diameter range is 4mm-12mm.
The machine also features stretch
wrapping and spool winding in the
same head, in a compact design
with fewer moving parts than
similar machines.

Domeks Makine Ltd - Turkey

Fax: +90 216 364 3913

Email: info@domeksmakine.com
Website: www.domeksmakine.com

Quality assured from Bobinor

Bobinor is mainly devoted to the design and manufacturing of all kinds of
reels and spools for wires and cables, with a range that also includes some
special accessories for the wire and cable industry. The modern manufacturing
equipment not only allows the standard production range, but also any special
customer designs.

And customers play a large part within the company, helping the technical
department to improve the existing product range and adapt it to new needs and
technologies. A quality assurance department controls the complete production
cycle from the incoming raw materials to the final test and trials, and to guarantee
the conformity of the goods ordered to customers’ specifications.

Bobinor SA - Spain
Email: comercial@bobinor.com - Website: www.bobinor.com

EuroWire — January 2007

PENTRE GROUP

UK e Sales Office
Tel: +44 (0)1924 406721
Fax: +44 (0)1924 400803
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Tel: +49 36762 33404
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Finding the perfect solution to packaging needs I

Innovation has led to New Ma staying ahead of the competition and providing the perfect solution to customers

’

packaging needs. Diversification in their product range allows them to deal with simple solutions through to highly

customised systems.

All of their machinery - including vertical and horizontal form-fill seal machines; automatic counting, weighing and
packaging lines; weighers and weight checkers; carton forming and closing systems and robotic

A New Ma'’s weighing and packaging line

No need for
adjustment

PS Costruzioni Meccaniche has designed
and installed a double packaging line
with an automatic pallet unit.

The double plant consists of an automatic
coiling line, model PS 470/16, and an
auto-matic spooling line, model PS
400/14/B.

The company's automatic lines can also
work both in line with an extruder
and as an independent unit.

The lines produce different
products, namely coils and spools,
which are conveyed automatically
to an automatic pallet unit.

By wusing special pliers, this
automatic pallet takes both
products alternately and places
them on the pallets, without the
need for adjustment.

After the two pallets are
automatically loaded with coils
and spools, they move onto
motorised rollers, to an automatic
pallet wrapper.

Also installed in the plant is
an incremental cable marking
device, from 0 up to 100m,
which uses an ink jet printer.
The cable is cut exactly on the
100m mark.

palletisers — are programmed and controlled by high-end IT programs.

Baggers can create and fill both simple plastic bags of all sizes, but also more complex bags,
i.e. with the handle hole, with the Euroslot, and with seamless sealing. The machines can use

all types of film reels (PE, PP, OPP, BOPP, Shrink, MR, BDF, PVC and Stretch) depending

forefront of the industry.

New Ma Srl - Italy
Fax: +39 445 575489

on what best applies to the customers’ production and marketing strategies.

With worldwide representation, New Ma is continuously striving to
position itself in the packaging machinery industry exactly where the
highest quality meets with an affordable price.

To do this they not only draw upon the latest technical, electronic and
managerial advances, but they continuously research to keep at the

Email: info@newmapackaging.com - Website: www.newmapackaging.com

With more than 40 years’ experience,
PS pride themselves on the construction,
craftsmanship and assembling accuracy
of their mechanics to remain one of the
leaders in the industry.

Constant testing, winding, wrapping
with film, labelling and arranging on the
pallet ensures that the final product
reaches customers in excellent condition.

A high production rate of at least 20km of
cable per hour is achieved - thanks mainly
to the reduction of dead time and to the

V¥ The PS 470/16 packaging line from PS Costruzioni Meccaniche
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extraordinary peak rotation speed of the
winding head, performing in just one step
these normally separated operations.

The PS machines are produced under a
Quality Certification System complying
with UNI EN ISO 9002, and are further
guaranteed by the PS policy of assistance
from a number of centres worldwide.

PS Costruzioni Meccaniche Srl - Italy
Fax: +39 039 689 8769

Email: info@costruzionimeccaniche.it
Website: www.costruzionimeccaniche.it
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You can count
on Pentre

Pentre Group, incorporating Hearl Heaton
design, manufactures and supplies
a comprehensive range of high speed
steel and plastic ABS process reels,
plywood, and cardboard reels, wholly
moulded plastic spools, steel and
wooden - shipping reels and drums -
equipment for the offshore industry.

Hearl Heaton, with more than 40 years’
experience, manufactures ABS (plastic
flanged) high speed process reels
for the wire, cable, telecommunication
and fibre optic industries.

Quality and high specification can be
guaranteed, by the use of certified
materials, which include a special grade
of virgin ABS for the flanges, specially
selected to give maximum strength
without brittleness.

A Awhole range of reels from Pentre

The remaining parts are manufactured
in automated machinery to produce
an accurate and precise reel with a
range from 250mm-1,000mm diameter,
conforming to both DIN 46395 and
imperial standards for optical fibre
tubing.

Pentre’s whole operation is focused
on developing technically advanced
processing solutions for today’s new
modern and high-speed wire and cable
manufacturing plants, including the latest
robotic handling systems. Pentre’s reels
and drums can be manufactured to either

international recognised standards or
to customers’ own specific requirements.

Pentre Group - UK

Fax: +44 1924 400 803

Email: info@hearlheaton.co.uk
Website: www.pentregroup.com

Advanced robotic
handling system

he MGS Group (whose member companies include

MGS Manufacturing, Hall Industries, and Northampton
Machinery) manufactures a technologically advanced
robotic handling system.

The ReelBOT robotic automatic combination de-
palletising and palletising system uses a robotic jib style
arm or gantry crane
for  de-palletising
and palletising.

One pallet of empty
reels is positioned
behind the entry
conveyor and one
empty pallet is
positioned behind
A MGS Group’s ReelBot robotic handling the exit conveyor.

system The PLC directs
the three-axis picking device, ReelBot, to remove empty
reels from the pallet and load them onto the entrance
conveyor, and to remove full reels from the exit conveyor
and load them in a programmable pattern onto a pallet.
A recipe system stores the pallet patterns.

One gantry crane is capable of servicing two fully
automatic take-ups on line with two jacketing lines.

The MGS Group - USA
Fax: +1 315337 4502
Email: sales@mgshall.com - Website: www.mgshall.com
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WIRE FOR MAKING ROPE
ZINC CORTED STEEL WIRE
SHAPESTEELWIRE
CARBON STEEL WIRE

JIASHAN WINSUN INDUSTRIAL CO.,LTD
HUIMIN INDUSTRIAL ZONE,JIASHAN ZHEJIANG, 314112,CHINA

Y Y Y VY Y Yuu

TEL: +86 573 4647245 4647246 F 865734647801

Dchinese-steelwire.com hinese-steelwire.com
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Pay-offs, take-ups
and winding systems

The machinery of these
three processes is built
for performance across
the gamut of product
handling applications,
They serve wire makers
with zero tolerance for
loss, in time or material,
in any phase of the
production cycle.

The companies
reviewed in this section
of EuroWire offer that
calibre of machinery,

products, and services.

A Anexample of a PS Costruzioni Meccaniche machine

Portal and Cantilever equipment
from PS Costruzioni Meccaniche

t may well be a worldwide well-
known company for designing and
manufacturing cable packaging and
rewinding lines, but Italy’s PS Costruzioni
Meccaniche also has an outstanding
reputation for its production of Cantilever
and Portal Pay Off stands and Take-Ups.

The Cantilever type is used
for smaller reels, having a
diameter from 400mm up
to 1,250mm. Even for this

type, the reel lifting can be

easily made by using hydraulic

pistons, while the closure of the

pintles can be either pneumatic
or hydraulic.

The Cantilever type is also
equipped with AC  winding/
unwinding motors. The Portal type

A TheCantilever type is used for smallerreels ~ has various models, according to the
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reel dimensions to be used and it is
normally used for heavy reels, having
a diameter starting from 1,600mm up
to 3,000mm.

Portal Pay Offs are housed on trails and
have a lateral moving, from right to left.
In this way, the lifting operations can be
easily performed and the Pay Off can also
work as a wireguide.

The reel lifting is driven by motorised
gearboxes, while the lifting and closure
of the pintles is made by a motor gearbox
with electric and mechanic torque limiter.
This unit is equipped with AC winding/
unwinding motors.

PS Costruzioni Meccaniche Srl - Italy
Fax: +39 039 689 8769

Email: ps@pscostruzioni.com
Website: www.pscostruzioni.com
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Consistent low
line tension

Windings' line of motorised payoffs offers
rapid acceleration and deceleration of the
supply reel while maintaining consistent
low line tension in any rewind application.
Features include air powered reel lifting;
interchangeable pintles and reel drive
dogs, and operator push buttons and relay
logic for safe and proper line operation.
Precise line tension control is provided by
an available air cylinder controlled dancer.

Mechanical features:

«  Pay-off reel diameter: 24-52";

- Pay-off reel width: 13-40";

« Maximum payoff reel weight: 3,5001b;

+  Maximum line speed: 3,000 FPM;

«  Drive motor: choice of 5-10-15 HP;

- Drive type: four-quadrant regenera-
tive DC;

«  Transmission: drive-all four speed on
z5and 10 HP, 3:1 and 5:1 on 15 HP;

+  Emergency brake: air powered
400 ft-Ib;

« Dimensions: 76 x 80 x 58";

+ Weight: 2,800 Ib;

«  Air supply: 70 psi min;

+  Power supply: 5/10/15 HP -

230/230/460 V, 1/3/3/ Ph, 30/40/30

A Rapid acceleration and deceleration with motorised pay-offs

Windings' offers a complete line of
Reelex coiling equipment and ancillary
equipment such as payoffs, accumulators,
and spooling machines.

Based upon a series of US and foreign
patents that cover the equipment for
making Reelex coils, the packaging
elements, and the Reelex coil itself,
the Reelex System has been a popular,
economical, effective alternate to reels

While originally only used for communi-

cation cables,

Reelex and Reelex I

packagers are now used instead of reels
and spools in a variety of wire and cable
products including LAN, CATV, signal and
alarm, and fibre optic cables, hook-up
wires, and many other constructions.

Windings Inc - USA
Fax: +1 845 878 7887
Email: sales@reelex.com

Amp, 50/60 Hz.

and spools for over 25 years. Website: www.reelex.com

Meltech announces new MT-DR automated
dual reel take-up machines

Full Machinery
Refurbishment

Cable Machinery Spares Ltd
specialises in the supply of spare
parts, service and refurbishment for a
wide range of equipment, including:

Wire processing specialist Meltech Engineering Ltd has revealed the
new MT-DR range of automated dual reel take-up machines for continuous
production of data communications and LAN cables, general wiring and heat
shrink and wire tubing applications.

e =3

Offering winding speeds up to 1,500 metres per minute and based on the yB&F Car‘ter- R\ -
classic Biwater DR take-up machine design, Meltech has re-engineered the % ° Babcock Wire Equipment
machine and its control system to give improved winding control, layering, b o General Engineering* k

speed and length control at point of changeover. o Hanson & Edwards . ;17-
oble et o . Hine th —e Francis Shaw* = L
Available |n'drym sizes from 4'00mm-1',6'00mn.1, the MT—D'R isa robust machine that * Winget Syncrodl £ 2
can be readily integrated within an existing wire production line. - i W S
We own and maintain the,orf‘glnal po—
drawings and build specifications for

over 70 different types of machine,
ensuring that your machinery is
refurbished to the correct mechanical
specification.

It is also possible to upgrade your
machinery to incorporate the latest
advances in drives and control systems.

For further details visit
www.cablemachineryspares.co.uk
or call us on +44 161 724 8989

* in association with Francis Shaw Cable Machinery

CVIS

Accurate winding control lies at the heart of the flexibility of the MT-DR range.
Meltech’s proprietary control technology calculates the precise tensioning of the
wire during winding. The control system also features a selection of manufacturer-
specific recipes based on winding pitch settings, drum sizes and optimum layering
patterns.

The Meltech dual reel take-up machines are available in both semi and fully
automated operation. In semi-automated mode the drum is manually loaded
and unloaded.

When fully automated the drum is automatically loaded and unloaded.
In addition, the MT-DR machines offers a smooth upgrade path allowing higher
capacity drums to be accommodated to meet production requirements.

Meltech Engineering Ltd - UK
Fax: +44 1245 680175
Email: sales@meltech.co.uk - Website: www.meltech.co.uk

Cable Machinery Spares
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Making it simple...

Spanish company Electrorrec, founded in
1973, specialises in the supply of machines
for the wire and cable industries and is
well positioned to offer pay-offs, take-ups,
spoolers, winding systems and handling
equipment. The motorised rotary pay-off
DRM-S is one of the latest developments
and has been designed to feed a large
variety of machinery due to its simple
and efficient synchronisation system.
A pneumatically operated dancer arm
and a potentiotemer synchronise the
pay-off and production line speeds
automatically.

The floor mounted design and the
electrical cabinet on the machine’s frame
simplifies its installation. In addition,
it runs clockwise or anticlockwise
depending on customers’ requirements
and any kind of coil can be loaded on
the clockwise or anti-clockwise spooling
system.

The mechanically operated expanding
bore, consisting of three sectors at 120°C
that fit the inner diameter of the coil,
covers a range of 430-620mm. These
sectors are equipped with rolling devices

pay-offs, take-ups and winding systems

Another significant
feature is the three
storage arms of
the last wrap (the
wire is guided
through pulleys)
to avoid crossings
and knots.

4 The motorised
DRM rotary pay-
off machine

The machine s

available in different

sizes depending on

material, wire dia-
meter, pay-off speed
and coil weight and
measures.

The pneumatic detach-
able spool CDN has a
strong frame because of
its heavy steel construction.

The retractable drum has
four  hinged  sections
to make it easy for the
extraction of the previous strapped
material. The disassembly and re-assembly
of the spool is pneumatically operated
and the compressed air is supplied
by means of swift fastenings allocated
under the upper flange. The spool is

system that
the dis-

prevents
assembly in case of air supplies
failure while running.

Electrorrec SA - Spain
Fax: +34 936 820 383
Email: sales@electrorrec.com

on sliding guides. equipped with a mechanical safety

Fully automatic take-up

The MGS Group manufactures an 18" fully automatic, single or dual take-up for
on-line or off-line packaging. The take-up is suitable for use with popular
packaging sizes of products such as THHN, NMB, building wires, category, coaxial
cable, tubing, hose and optical fibre cable (round or flat cables). The take-up loads
empty reels, starts the product on the reel, winds, stops at length, cuts, wraps and
unloads the completed packages, all automatically. The two take-up spindles are
precision pintle-type traversing reel style, to provide a superior wind on round and
flat products.

Reels are loaded, wound, unloaded and stacked all in the vertical orientation,
eliminating the need for complicated mechanisms to ‘flip-flop’ the reels into and
out of a horizontal winding position. The cable transfer process is gentle on the
product, and the take-up stops, automatically cuts, and transfers to the next reel.
The take-up will run all types of
reels, with a diameter range of 10"-
18" (250mm-450mm). The system
can be set up to run on- or off-line,
or both, and can also work with
multiple extrusion lines. A positive
automatic stretch wrap applicator
is provided at each winding
station, and the starting end of the
wrap is positively pinched under
the end of the product just prior to
the end of the winding cycle.

A MGS Group’s 18" fully automatic take-up for on-line or
off-line packaging

A range of additional features can
be integrated into the automatic functioning of the line, including label applicators
applying labels under the shrink wrap and/or on the reel flange, ink jet sequential
length marking, lump and neck down, spark test and integration into the factory
production system.

The MGS Group - USA
Fax: +1 315 337 4502 - Email: sales@mgshall.com - Website: www.mgshall.com
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Website: www.electrorrec.com

New concept from
Domeks Makine

Domeks Makine has developed
a new fully automatic spooling
line with a 2,000mm driven pay-off,
horizontal type motor controlled
accumulator, spool feeding conveyor
and spooling and stretching head.

The Reelmatik 350 Automatic
spooling line is a new concept and
has been produced for flat and
round type cables, spooling 50 or
100 metres long with up to four
spools per minute line speed.

Available outer spool size diameter
ranges from 160mm-350mm with
an inner diameter range of 70mm-
120mm. Cable diameter ranges from
4mm-12mm.

The new machines main advantage
is that the stretch wrapping and
spool winding is in the same head,
allowing excellent stretch wrapping
quality and good fixing of the end of
the cable.

Domeks Makine - Turkey

Fax: +90 216 364 3913

Email: info@domeksmakine.com
Website: www.domeksmakine.com
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Modular pay-off
and take-up systems

Weber & Scher Mfg Co, Inc, a provider of equipment and
technology to the wire and cable industry, has launched its
latest line of modular cable pay-off and take-up systems.

The new systems are designed to offer cable manufacturers
a compact and economical unit that can be used throughout
the factory for a variety of applications.

The pay-offs and take-ups are offered in different sizes to
accommodate a range of reel diameters and widths. Pay-off
systems can be furnished non-driven with a mechanical
or electrical brake. Driven pay-off and take-up models are
also available that can be either torque regulated, or speed
regulated from a dancer to maintain the preset cable tension.

The cable take-up systems can be furnished with a mechanical
type cable traversing mechanism to provide a level wind on
the cable reel.

TR S T

3

A Weber & Scher’s shaftless cable take-up

In addition, reel traversing type cable take-up systems
are offered to obtain a level wind on the reel while also
maintaining the cable on the wire centreline. Both optical and
processor based traversing systems can be furnished to suit
any application.

The company also manufactures a variety of cable
accumulation systems for use in tandem with the pay-off
and take-up units, to allow continuous operation of the
production line. Both vertical and horizontal accumulation
systems are available in heavy duty and light duty models.

The accumulation systems can be furnished for dancer trim
on-line speed control of the pay-off or take-up units for
precise tension regulation.

Weber & Scher Mfg Co Inc/AFA Industries - USA
Fax: +1 908 236 7001

Email: webscher@webscher.com

Website: www.webscher.com

Marldon Rolling Ring Traverse Units

hat’s important to users of a traverse unit? The quality,

the performance, the price? The answer is, of course, ‘yes’
to all three, and Marldon are confident that no customer would
find one of their traverse lacking in any. But there are two
extraordinary attributes of the Marldon product range which
give the customer that extra added value.

Marldon uses a design which is unique in the variable pitch
rolling ring traverse market - a monocoque body which is
completely stable on the shaft and a separate ‘load-isolated’
pressure plate to engage the unit with the traverse shaft and
drive to the unit.

This is a separation of the two essential functions of a traverse,
load carrying and traversing motion. If these functions were not
separated and the traverse casing used to both carry an external
load and to create traverse drive, it would then be necessary to
allow the unit to ‘float’ on the shaft to accommodate differing
conditions which would result in differing performance.

It follows that a requirement to float would mean an inability to
remain stable! Not only does this unique Marldon design afford
operational advantages - the resulting unit is extremely simple
in its construction. It can be disassembled and rebuilt quickly
and without specialist equipment thereby making in-house
maintenance an easy and economical option

Marldon Group Ltd - UK
Fax: +44 87090 700 16
Email: sales@marldon.com - Website: www.marldon.com
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Essential equipment
for reliable production

Pay-offs, take-ups and winding systems
are not the most exciting pieces of
equipment, but the fact remains that
these machines are a key part of any
reliable production line.

The simple process of winding products
off and onto a spool, bobbin, drum or
reel is common to a number of related
industries. Designers, over the years,
have arrived at many different ways
(and names) of picking up the drum
and turning it. Engineers at Cable
Machinery Spares (CMS) have developed
a comprehensive range of drum stands,
reflecting the changing needs of the
industry over 25 years.

Recent developments in drive technology
and, in particular, AC drives and servo
drives, have enabled much improved
tension and speed control, traverse
control and maintainability.

Combined with dancers and accumulators,
the pay-off speed and tension of the
productis accurately controlled. Traversing
systems with safe and simple adjustment
of pitch and width on the control panel
are now available as standard.

pay-offs, take-ups and winding systems

A CMS’s Traversing take-up range

With all the different stands available it
can be confusing for the customer. CMS
can help, using their wide experience
to identify the correct equipment from
a standard range of well-proven drum
stands.

The most cost-effective solution can then
be offered: the selection process looks at
the weights and speeds involved, as well
as the reliability and duty and the best

CMS are continually developing new
applications. Recent installations have
included twin pan take-ups for the steel
PC wire industry and uncoilers and
recoiler stands for steel strip winding up
to 30 tonnes capacity.

Cable Machinery Spares Ltd - UK

Fax: +44 1204 669002

Email: sales@cablemachineryspares.co.uk
Website:

way to handle the product.

www.cablemachineryspares.co.uk

Free publicitywy

EUrgwire

Include your company in this
Special Feature:

~ Fasteners &
Spring Production

If your company is involved in the above industry sector,
we invite you to participate in this special feature by
sending in editorial about your machinery or products,

for FREE publication in the March 2007 edition.

Please send the text as a Word document attached to an
email to the address below. Photos should be JPEG 300 dpi

and a minimum width of 12cm.

Closing Date: 29 January 2007

Please forward to: David Bell — Editor

Email: david@intras.co.uk
Tel: +44 1926 334137
Website: www.read-eurowire.com

Iiton

March 2007 Ed

State-of-the-art technology

Drouaire cable winding machines incorporate modern
state-of-the-art technology, using a combination of
electrical and hydraulic power. The result is one of the
most rapid and easily operated units available.

The production range represents the widest possible
choice for the cable, wire and optical fibre cable
producers.

Machines must be
fitted to drums - for
little drums (less than
1.4 metres @). Pay off,
traversing unit and
take up can all be in
one machine.

Pay-off 2600 and take-up 2600 with

‘U cycle’ for empty drums and filled
drums

This winding equip-
ment is conceived
for cable sellers and
users. With the same machine, users can wind either on
a coiler or a drum. The selection is easy and rapid and, of
course, in complete harmony with security (CE labelled).

For bigger and heavier drums (1.4-3.4m @), a gantry
type is highly recommended to work more efficiently.
The layering unit should be motorised and controlled
by PLC to wind the cable perfectly on the drum.

Drouaire - France
Fax: +33 553 8876 49
Email: contact@drouaire.com - Website: www.drouaire.com

EuroWire — January 2007



mailto:david@intras.co.uk
http://www.read-eurowire.com/
mailto:sales@cablemachineryspares.co.uk
http://www.cablemachineryspares.co.uk/
mailto:contact@drouaire.com
http://www.drouaire.com/

pay-offs, take-ups and winding systems

Comprehensive cable
handling machinery

With an enviable reputation for sup-
plying bespoke equipment, Nottingham,
UK-based Autoreel Ltd are one of
Europe’s leading manufacturers  of
cable handling machinery for reeling,
measuring and cutting cable, wire rope
and other flexible products.

Take-ups and pay-offs are supplied
for use as rewind systems or for
‘on-line’ applications in a production
environment.

The machines produced range from a
simple hand winder unit to large pintle
loading, gantry machines with up to
20,000kg capacity.

Machines can be fitted with a wide
range of optional extras including
measuring meters, cable cutters, coiling
attachments and automatic layering.

The company’s easy to follow website
gives clients an insight into the
comprehensive range of take-ups and
pay-offs.

Autoreel Ltd - UK

Fax: +44 1159390201

Email: autoreel@autoreel.co.uk
Website: www.autoreel.co.uk

Winding machinery for
the electrical industry

FUR Wickeltechnologie GmbH, Germany,
develops and  produces  winding
machines for the electrical industry.

The company’s machines are used in the
production of heating elements, current
and voltage transformers, generator bars,
coils for electrical engines, throttles and
EMV filter elements.

The company offers an extensive
range of winding machinery, mostly
equipped with touchscreen displays
and programmable logic control (SPS
steering), including toroidal winding
machines, semi-automatic stator-winding
machines, taping machines, form coil-
taping machines, winding machines
for mica strips, layer winding machines,
universal armature winding machines,
hand-operated winding machines, wire
rewinding machines, wire dereelers, and
motor form spooling machines.

FUR Wickeltechnologie GmbH

- Germany

Fax: +49 30 926 9262

Email: fur.rudert@t-online.de
Website: www.froitzheim-rudert.de

Don’t overlook spool caps and tension brushes ’

yrepak’s spool caps and

tension brushes are
often the simplest and most
economical way to pay off wire.
Sometimes overlooked for more
sophisticated and expensive
equipment, spool caps and tension
brushes can be used with wire
sizes from 0.002" (0.05mm) up to
0.130" (3.0mm).

A Atension brush

Speeds of up to 1,200ft/min, (365 metres/min) can be
achieved. Simply installed into the bore of the reel and
ready to run without commissioning delays, spool sizes
from 6"-49" (150-1,245mm) can be accommodated.

Steady back tension is provided as the wire passes
through the brush but more precise tension control can
be achieved by using one of Wyrepak’s belt-wrapped
tension capstans.

A A belt-wrapped tension
capstan

Wyrepak - USA
Fax: +1 860 632 5775
Email: sales@wyrepakind.com - Website: www.wyrepakind.com

Un-Coiler at the forefront of industries

Norwalk Innovation’s Un-Coiler wire pay-off system has earned a place at the forefront
of wire coil handling equipment for the forming, fastener, spring making and drawing/
annealing industries.

The latest generation Un-Coiler features patented, maintenance-free drive, clockwise/
counter clockwise uncoiling, portability and proprietary composite material caster
wheels for load support, and feeds coiled materials automatically to meet the demand
rate of the job without separate speed control settings.

The advanced design has significantly reduced the requirements for installation,
adjustment and operation. Up to 10,000lb in weight of coil stock can be loaded
to reduce downtime and improve productivity over single coil handling methods.
The Un-Coiler will also handle wire carriers, reels or loose bundles.

Norwalk Innovation - USA
Fax: +1 203 944 0753
Email: info@norwalkinnovation.com - Website: www.norwalkinnovation.com

ALL STEEL WIRES

AND WIRE PRODUCTS

& SECOND CHOICE
& SURPLUS / STOCKLOTS

WIRE AND STEEL TRADING nv

Amsterdsamstraat 14 - B-2000 Antwerp - Belgium
Tel: +32 (3)226.15.76 Fax: +32 (3)226.39.40
Please contact: Mr Michel Landman
E-mail: michel.landman @ wire-steel.be
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Multi-end bobbin winding machine

OMA Srl, Italy, has developed the BS 1 winder and CDE 250
motorised pay-off. On the BS 1 winding machine’s bobbin drive
and traverse unit, the bobbin is driven by a torque controlled
servomotor which maintains the required wire pulling tension,
from empty bobbin to full. The traverse width and winding lay
length are controlled by a servomotor electronically synchronised
with the capstan speed. The motorised capstan pulls the wires
from the pay-off stations, supplying them to the bobbin at a
controlled tension. This allows the wires to be laid on a flat,
smooth surface, so they are wound with the same length and
tension.

The electronic motor’s synchronisation allows easy parameter
changes, and the constant wire linear speed (up to 700 m/min)
maximises the winding efficiency. The safety protection cabinet’s
transparent panels give good visibility and access, while ensuring
the full protection of the operator.

The CDE 250 motorised pay-off unit features a modular system
with up to 48 positions. Each spool is driven by an inverter
controlled motor, allowing the easy set-up of different tensions.
Individual wire tensions are controlled by drop weights on a
vertical accumulator, which allows for different pay-off bobbins
weights and wire supply bobbins quantity issues. The company’s
automatic bobbin measuring device - model MB 1 - is a free
standing steel cabinet which houses an automatic gauge, able
to measure and store the exact traverse width of the bobbin
and send the information to the BS 1 winder’s control program.
This avoids the manual correction of the bobbin traverse width
during the winding process, and the measurement is calculated NI CT AR
to within one hundredth of a millimetre.

OMA Srl - Italy
Fax: +39 039 608 4571 - Email: oma@omabraid.it - Website: www.omabraid.com

Wide variety from Fine

ine International offersa wide variety of pay-off and take-up systems for wires, cables and fibre optics applications.
Shaft style pay-off machines are available for reel sizes from 250-800mm (10"-32") flange diameters, while units are available
in drag or driven mode.

Multiple station units for fibre optic loose tube lines
include catenary arm dancers for precise tensioning
of each fibre. Shaftless payoff systems 500-1,800mm
(20"-72") are manufactured to customer specification,
based on line speed and overall reel weight
considerations.

Take-up units include belt driven or independently
driven traverse units, and traversing reel variations
are also available in many styles. Portal style units
are available for reel sizes from 1,250mm-3,000mm
(48"-120"). Take-up versions include independent
traverse assembly, traversing reel or floor traverse.
Automatic crossover take-ups are available for reel sizes
from 500mm to 1,000mm (24"- 40"). Semi-automatic
units can be designed for reel sizes up to 1,800mm (72").

Fine also manufactures a line of Figure 8 reelless
spoolers which can be utilised in standalone respool
lines or as an extrusion online system.

Fine International - USA
Fax: +1 732933 4005

A FineInternational’s 630mm O frame Pintle Payoff Email: sales@fineinternational.com
with integrated lift table Website: www.fineinternational.com
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english

The advantages of using
induction heat technology
in the treatment of

wire products

Induction heating -
the basic principles

In order to fully understand the many
advantages associated with induction
heating, it is first important to understand
the very principles at the heart of the
technology. Used for many different pro-
cesses, since the inception of commercial
induction heating in the early 1940s,
typical applications included the melting
of metals, heating prior to bending or
forming, various heat treatments including
hardening and tempering and the joining
of metals by brazing or soldering.

Earlier examples of induction heating
also included the development of the
radio frequency or tube-type oscillator
equipment, which typically operated at
high frequencies, and motor generator sets
used to develop induction heating power
at lower frequencies.

If a textbook definition of the process of
induction heating were required, it would
invariably be: “Induction heating occurs
when a metallic object is placed in an a
varying electromagnetic field. Induction
heating occurs due to the agitation of the
molecular structure of the object via the
electromagnetic field, when molecules are
energised, collide and subsequently produce
heat”

Consequently, induction heating may be
compared to the electrical arrangement of
a humble transformer, whereby the primary
of the transformer comprises the induction
power source or generator which provides
power to the induction coil or element,
with the object to be heated being placed
in the magnetic field of that coil or element
and being the transformer secondary.

By Martin Wagstaff, Radyne, UK

An alternating magnetic field is then
applied from the induction power source or
generator, to the induction coil or element.
By means of mutual conduction, magnetic
flux lines are passed through the object
in order to create a resistance to the flux
path; as current subsequently flows, heat is
generated.

Penetration depth

English physicist, Michael Faraday, in his
development of the electrical transformer,
initially noted the above phenomenon.
Indeed, to eliminate this heating effect,
transformers were subsequently designed
with laminations to eliminate or reduce
the effects of the electromagnetic field
in heating the transformer. The reason
why a laminated component built in the
form of a transformer does not heat by
electromagnetic induction is due to a
phenomenon entitled ‘penetration depth’
or reference depth’and refers to the depth
at which approximately 80% of current
flows in a work piece.

This depth is proportional to the electrical
resistance of the material being heated
and the operational output frequency
(measured in Hertz) of the induction
power source or generator developing
the magnetic field. At high frequencies,
the penetration or reference depth is thin
when compared to low frequencies — and
this is a key reason why induction heating is
so widely used in selective heat treatments
of steel where the case depths of heat
treatment can be precisely controlled by
careful selection of the output frequency of
the induction system.

A further determining factor on the
effect of heating a metallic object in an
electromagnetic field is power density,
measured in kilowatts.
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Accordingly, the higher the power density
for a given frequency, the closer to the
surface heating occurs. The lower the
power density, the deeper the heating. The
basic selection of induction heating for any
specific process is, therefore, largely related
to the choice of the correct induction power
source output frequency and the correct
power density for a given application.

Calculating the frequency

At frequencies used for induction heating,
the current tends to flow in the surface of
the conductor, to a depth dependant on
the resistivity of the conductor, the
frequency of the alternating current and
the effective permeability of the conductor.

The effective depth of current penetration,
in metric form, is provided by the
formulae:

_ 1 fwor
P =20 " ur

In the above formulae:
p = depth of current penetration
r = resistivity in microhm centimetres
u = effective permeability
(1 =1 for non magnetic materials)

Via selection of the correct frequency, we
are able to control how much of the material
is heated, with high frequencies resulting
in low levels of effective penetration and
deeper penetration resulting from lower
frequencies.

Taking our formulae, approximately 90%
of the total heat is produced in the layer
depth 'p’ with greater depths heated by
conduction through the material. However,
for the most efficient through heating,
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overlapping of the opposing currents
flowing in the opposite surfaces of the
conductor should be avoided in order to
prevent current cancellation.

Typically, ‘p’ should be less than half the
conductor radius, although this rule is
not always applied. Different current
penetration depths also apply for different
materials and temperatures at various
frequencies.

In the induction heating process, a metal
component placed within or adjacent to
an induction coil is heated by passing an
induction current through that coil, which
in turn, introduces another current
within the component. Heat is produced
by resistance to that induced current,
according to the IR law (where | = Current
and R = Resistance) and also by hysteresis
loss in magnetic materials — an effect
that disappears at the Curie temperature
(approximately 760°C/1400°F).

Power selection

(relative to through-heated wire)

With correct frequency determined, and
suitable power units selected, the next step
to consider is power requirement, with
the first stage being the determination
of the heat content of the conductor.
The heat content of a moving wire is purely
a function of mass throughput, specific
heat and temperature rise.

However, this apparently straightforward
calculation is complicated by the fact
that specific heat varies as temperature
rises. Taking a medium of carbon steel as
an example, the specific heat varies by a
factor of 1.3 between 68°F (20°C) and
1,022°F (550°C) and 1.5 between 68°F
(20°C) and 1,652°F (900°C).

Therefore, in determining heat content
to heat carbon steel 1,022°F (550°C) and
652°F (900°C), as a rough rule of thumb,
specific heats of 0.58 and 0.63 may be
used. Taking this rule, the heat content
of wire heated to 1,022°F (550°C) is
231 x Ib/minute (1.05 x kg/minute)
and to 1,652°F (900°C) 4.27 x lIb/minute
(1.94 x kg/minute) with the result expressed
in KW. Having determined the heat content
of the product, the next step is to determine
the power output of the power unit by
establishing a heating efficiency relative to
the power unit output.

Heating efficiency

The typical induction system comprises
a power unit, a heating coil system and
facilities to ‘match’ the heating coil (and
processed wire) to the power unit. The
power unit is also known as a converter,
inverter, or generator. This unit converts a
3 phase supply of 50 or 60 Hz to a nominal
output frequency in the range of 250Hz
to 800Khz at a single phase with power
outputs from 1KW to 4MW in a wide range
of power frequency combinations. Some
dual frequency combinations are also
available. These power units are either
thyristor or transistor based.

The heating coil system, as applied to
wire heating applications, consists of a
copper tube wound into a spiral. The tube
may be round, square or rectangular and
often has additional copper strip brazed
on the internal diameter of the spiral. The
coil length, internal diameter, number of
turns and percentage copper to free space
along the inside diameter of the spiral
are all relevant to efficiency. All power
units will run within a frequency band
eg 7-11kHz, 20-25kHz, and 40-50kHz for
nominal output frequencies of 10kHz,
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25kHz and 50kHz units respectively. In order
to achieve operation within this band, the
coil inductance, coil operational voltage
and amount of capacity (KVAR) in the power
unit tank circuit are all varied to suit specific
wire sizes, materials, throughput rates and
temperatures.

Considering efficiency, we must first look
at the coil system. The internal diameter
of the copper spiral is the most significant
aspect determining the efficiency. In
turn, this diameter is dependant on
mainly mechanical aspects relative to
wire guidance, wire vibration and wire
contamination in addition to wire size and
method of joining wire reel to wire reel.
In general, the closer the coil to the
material the higher the efficiency. In many
instances, it may be required to run different
wire sizes through a single coil.

The smaller sizes will be produced at a
lower efficiency, but the compromise may
be justified due to lower capital cost for
fewer coil sizes and less down time due to
reduction in coil changeovers for different
sizes. The second aspect of coil design is
coil length. In theory, to evenly through-
heat a diameter to a given temperature,
a time approximately equivalent to D*/25
(where D = wire diameter in mm) seconds
is required. The minimum coil length in
metres is therefore D*M/25 (where M = wire
speed in metres/second).

In practice, particularly for small wire
diameters, this minimum length would
result in an excessive power density due
to very short coil length with a consequent
poor efficiency. Coil lengths are extended
to improve efficiency. An experienced
judgment is made on coil length (with
coil diameter fixed due to wire dimensions)
and several computations made with
respect to coil voltage, number of turns
percentage of copper to free space with
a view to obtaining optimum efficiency.
Within these computations the initial
judgement on coil length may be varied
to improve efficiency.

Wire heating applications

Nowadays, induction heatingis appliedto a
widevariety of wire processestreating either
single wires, multi wires running in parallel
or wires stranded into ropes. Applications
for wire heating include: heating prior to
drawing — generally by heating the drawing
dies; heating prior to encapsulation — for
example in the manufacture of PVC covered
electrical cables; heat treatment of wire
- typically hardening, followed sometimes
by tempering; annealing of single strand
and multi strand wires; heating of wire prior
to coating - either with a metallic coating
or insulative compounds; relaxation as
performed on prestressed concrete wires,
and preheating prior to a conventional
heating process.
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At-a-glance - induction
wire heating processes
in detail:

Heating prior to drawing

When wire is drawn down to smaller
diameter sections it is advantageous to
heat the die enabling less force to be
applied to the wire while it is being pulled
through for the sizing or reduction process.
Attention needs to be given to the potential
for thermal expansion of the die resulting
in extrusion of the incorrect size and,
therefore, the temperatures are generally
limited.

Heating prior to encapsulation

Generally applied to aluminium wires both
single and stranded. Wire is preheated as
it leaves the take off roll and the induction
coil is positioned on the catenary angle
of the wire line. The wire passes through
the induction coil where it is heated to
approximately 250°F (120°C) and then
immediately passes to the encapsulation
process where the PVC flows evenly over the
wire. The induction coil length is dependent
upon the speed of the process and upon
the depth of heating required through
the wire cross section. As it is not essential
that the wire be through heated, the
induction coil length is in the range (for
most applications) of 20 to 40" (0.5 to 1 m).

Heat treatment of wire

Continuous hardening and tempering
of steel wire is particularly important in
certain wire applications such as in the
production of deformed bar for reinforcing
concrete structures. This is achieved by
using a horizontal in line process where
the wire is heated to an austenizing
temperature of 1,742°F (950°C), followed
by a quench out with water and then
reheated to between 660°F (350°C)
and 842°F (450°C) for final temper, the
temperature being dependent upon the
final product tensile strength require-
ments. Radyne has a registered ‘Hi Bond’
process for this specific application.

If the wire size is of large enough section
such that current cancellation does not
occur at the austenizing temperature, a
single power source with a single output
frequency may be used.

Annealing

Steel wires typically of between 0.040"
(Tmm) to 0.400" (10mm) are heated
to a specified annealing temperature
dependent on the wire grade of between
600°F (315°C) to 1,000°F (540°C) for full body
annealing. The output frequency of the
induction power source is dependent upon
the wire diameter and the power level on
the production rate needed. Wires can be
annealed as a single strand or in multiple
strands, all wires generally running parallel
to each other in the horizontal plane.
Wires are fed on a centreline distance of
0.61" (15.5mm) to 1.0" (25.4mm) each
passing through a ceramic tube for wire
guidance through the coil and to ease
threading of the line.

Heating prior to coating

The following processes represent two
distinctly separate treatment methods;
diffusion or metal coating and insulative
surface coating.

Diffusion

The most common process for this
application globally is in the production
of tyre cord but, could be equally applied
to other markets. In a similar method
to the annealing process, steel wires of
between 0.031" (0.8mm) to 0.080 (2mm)
diameter are heated to 1,112°F (600°C) to
melt surface coatings of copper and zinc
which then diffuse into the base wire
to provide a barrier for rust formation.
Wires are heated generally in multiples
arranged in a horizontal plane through an
induction coil arranged as an oval shape,
the wires being fed through individual
ceramic tubes. The production rate is
determined by the calculation: D x V
where D equals the wire diameter and V
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the wire velocity or throughput speed.
Typical power supplies used are 60 to
240kW at an output frequency of 25kHz,
with induction coil lengths of 7 to 8 ft long
(2 to 2.5 m). The phenomenon known as
current  cancellation can be used
effectively on the application, in that an
induction frequency is chosen that is
comparatively low relative to wire
section ensuring that if a wire
breaks in the line that it cannot be heated
above Curie temperature (approximately
1,400°F). This eliminates the need to
immediately stop the line in the case
of a single wire breakage. The cooling
rate is controlled, sometimes by using
muffles, which may or may not include gas
quenching, or simply in open air.

Insulative surface coating

In the production of electrical wire using
coatings such as enamels, epoxies or heat
sensitive tape wrappings, the wire can be
heated continuously in-line. This technique
can also be used for drying paint on wire.
As the temperature requirements are
generally low (less than 300°F [280°C]),
a small power supply can often be
incorporated in an existing coating line,
the power source operating at a high
frequency as it is only necessary to heat
the wire surface (not throughout the
wire section).

Relaxation

This process is applied to the production of
wire rope and is similar to a wire tempering
process in that the wire is continuously
heated to 600/1,000°F (315/980°C). The
system generally comprises a single
induction power source rated at an output
frequency of 10kHz feeding either a static
or moving induction coil assembly. If the
direction of the process can be reversed
the coil system is static, alternatively the
coil system is arranged to move.

Whentheinduction coil travels with the wire
at low wire strand speeds, the coil system
is physically adjacent to the quenching
head and as the line speed increases the
distance between the coil assembly and
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the quenching head increases, thereby
monitoring a constant dwell time between
the heating and quenching processes.

Preheating

Induction heating systems have been
incorporated on existing wire lines to pre-
heat the wire and increase the production
capability of existing processes.

For example, consider a single wire being
preheated prior to entering an electric
furnace or fluidised bed. In a particular
project, two lines each incorporating
80kW/25kHz induction power source
coupled to 10 ft (3 m) long induction coils
were utilised to preheat a single wire from
70°F (25°C) to 1,292°F (700°C) prior to an
electric furnace. Production rates were
raised from 400 ft/min (122 m/min) to
656 ft/min (200 m/min) on wire sizes from
0.031 to 0.200" (0.8 to 5.0mm) in diameter.

Hardening and tempering

- the ‘Hi-Bond’ process

In line hardening and tempering is a
common application where the wire is
heated to 1,742°F (950°C), quenched to
harden and reheated to between 660°F
(350°C) - 1,200°F (650°C) to temper.

Currently this approach is being success-
fully applied to the treatment of deformed
bar for reinforcing concrete structures to
give a low relaxation high yield strength
to the wire - the Radyne registered
Hi-Bond process. The heating for hardening
is carried out in two stages using 10 kHz
to raise the wire to 1,382F (750°C) with a
single coil and 50 kHz or 200kHz to raise
the wire from 1,382°F (750C) to 1,742°F
(950°C) with two or more coils sizes,
subject to wire range, throughput and
efficiency requirements.

Typically coils are 6 ft (1.8 metres) in length
for each stage and powers of 280KW (at
1,0kHz) and 180KW at 50kHz are used.
Immediately afterheatingto 1,742°F (950°C)
the product is sprayed with high-pressure
water jets to reduce the temperature to
approximately 80°F (30°C) and dried via an
air wipe.

Tyre cord diffusion

This application requires simultaneous
heating of typically 10 to 24 wires running
in parallel and heated to approximately
1,112°F (600°C) to melt surface coatings
of copper and zinc which diffuse into the
base wire to produce tyre cord wire. The
wires typically have an inter axis dimension
of 15.5mm to 25.5mm and range from
0.021" (0.8mm) to 0.080" (2.0mm) diameter.
Typical throughput is based on a DV=70
(D= diameter and V= velocity). The number
of wires within a given heating coil are
generally determined by the inter axis
dimension; the coil assembly becoming
unwieldy for a large number of wires at
high inter axis dimensions.

20

Interactive power control

under closed loop conditions

Compared to processes such as gas
and electric furnaces, infrared heaters,
resistance heaters, and fluidised beds,
induction heating responds extremely
quickly to changes in process operating
parameters. A small change in power or line
speed almost instantaneously affects the
resultant temperature of the product being
processed. For this reason, the control
of the line to achieve consistent results
needs to be carefully considered. The two
standard methods used are feedback from
temperature sensing devices (such as
infrared pyrometry) and from line speed.

Temperature sensors

In the case of heating magnetic steel to
austenizing temperature for a hardening
process, unless an atmosphere is incor-
porated, scale can form on the wire
surface, which can affect readings by both
single and dual colour infrared pyrometer
systems. Therefore the elimination of
scale and the accuracy of positioning
and focus of the pyrometry system will
determine the resultant signal fed back to
the induction power supply.

Airborne contamination such as smoke
fumes can also affect the signal from
pyrometers. Unless particular care is taken
in the cleanliness of the wire and exactness
of other process parameter feedback and
closed loop control using pyrometry is
unlikely to be effective.

Temperature sensors also need to be
focused on the wire being heated and,
particularly in the case of small diameter
wire, these wires can move vertically during
the process and being removed from the
field of view of the pyrometer give false
signals to the induction process.

Line speed

Computation of line speed relative to wire
size and induction heater power level is a
viable process and feed forward controllers
have been used successfully.

Nonferrous materials

So far, our considerations have concerned
the induction heating of carbon steel
wires. Nonferrous materials such as
aluminium and brass can be equally
heated with induction heating, however,
not as efficiently. For example, consider
brass wire 0.080" (2.0mm) diameter and
the requirement to heat it from ambient
70°F (20°C) to 1,200°F (650°C) at a rate of
985 ft/min (300 m/min).

This will require a total of 540kW of output
power at a frequency of 50kHz with a
total 10 ft (3 metre) long induction coil.
A brass wire of 0.24" (6.00 mm) diameter
being heated from 70°F (20°C) to 1,200°F
(650°C) at a rate of 985 ft/min (300 m/min)
will require 1,500kW of output power
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at a frequency of 10kHz with a total 20 ft
(6 metre) long induction coil. The resultant
overall efficiencies are, respectively, 6% on
the 0.080" (2.0mm) diameter wire in the first
example and 20% for the 0.240" (6.0mm)
diameter wire in the second example.

When compared to overall efficiencies
of up to 80% in heating magnetic steel, it
can be seen why induction heating is not
used extensively for nonferrous materials.
That said, very successful installations are
in operation at low efficiencies due to other
benefits such as the working environment
offered by the induction process.

Looking to the future

Concludes  Martin  Wagstaff, “Clearly
induction heating will continue to be widely
used in the wire industry, particularly for
steel wires. There will be increased interest
and a greater number of systems used to
complement and enhance the productivity
of existing conventional heating systems.
Development will continue in the heating
of very thin wires and in heating of special
alloys composite metals and materials such
a titanium and tungsten. The physical size
of induction power supplies will decrease
while their performance will increase.
There will be future developments in
control techniques and systems to ensure
very close tolerances and consistency of
the wire products and enhancements will
be made via inline quality control.”

“As further processes where induction
heating can be utilised are revealed, each
must be considered with regard to its own
merits. Our own experience tells us that
sometimes the most unlikely application or
the one thatappears at first to be nonviable,
may result in a successful and financially
viable installation.” |

Radyne
Basingstoke,

Hants RG24 8NA, UK
Tel: +44 118 978 3333
Fax: +44 118977 1729

Email: sales@radyne.co.uk
Website: www.radyne.co.uk
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Steigerung des Brennstoff-
Wirkungsgrad eines
FlieBbett-Gliihofens

von J Friedman, Ryerson University, Toronto, Kanada, und G Lundy, The ICE Group Ltd, Quebec, Kanada

Einleitung

FlieBbett-Gluhéfen ~ werden in  der
Stahldrahtindustrie immer beliebter, da
sie die beste durchfiihrbare Alternative
zu Bleigliihanlagen darstellen, die wegen
strenger Umweltauflagen in mehreren
Landern nur noch schwer oder Gberhaupt
nicht mehr installiert werden durfen.
Selbst wenn das FlieBbett eine attraktive
Alternative zum Blei ist, so bringt es
doch einige Einschrankungen mit sich,
besonders in Bezug auf Treibstoffverbrauch
bei Schwachlasten.

Diese  Einschrankungen haben sich
aus der Uberzeugung ergeben, daB der
Betrieb des FlieBbetts bei einer fixen
FlieBrate erforderlichist,umsicherzustellen,
da3 gleichmaBige  Warmelbertrag-
ungsbedingungen geschaffen werden.
Es schien, daf3 eine variierende Fliefrate
die Warmeilbertragungsrate an
eingetauchten  Drdhten  beeinflussen
wirde, was wiederum zu einer variablen
Produktqualitdt fuhrte.

Diese Ansicht stammt aus einer Forschung
im  Bereich Warmelbertragung an
eingetauchten Zylindern, die in den letzten
Jahrzehnten betrieben wurde.

Diese von Saxena' zusammengefalite
Studie  zeigte  deutlich, daBl die
Warmeubertragungsrate an einem
eingetauchten  Zylinder sich  jeweils
entsprechend der Steigerung der FlieBrate
erhohte.

Jedoch basierte diese Forschung lediglich
auf  Versuchen im  Zusammenhang
mit  einer  Warmelbertragung  bei
Rohren bis zu 12,7mm Dicke oder
noch dicker, im Rahmen der zur
Energieerzeugung in Kohle-FlieBbetten
eingetauchten  Kesselrohren.  Praktisch
berichtet keine Studie von kleineren
Zylinderabmessungen.

Dagegen haben die letzten in der
Ryerson University? betriebenen
Versuche gezeigt, dal3 diese Tendenz bei
kleineren Durchmessern als ca. 10mm

V¥ Bild 1: Vergleich zwischen Standardkorrelationen und den Angaben der Wirmetibertragung zu einem

3,18mm Draht in einem FlieBbett (aus 2)
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in FlieBbetten aus Aluminiumoxid in der
KorngréBenauswahl 50-90 (145-330um)
senkt. Es wurde tatsachlich gezeigt,
daB die Warmelbertragungsrate bei
Drahten in einem FlieBbett bei einer
FlieBrate von tber U/U_ > 2 grundlegend
konstant bleibt.

Dies ist deutlich aus Bild 1 ersichtlich,
wo die Ist-Daten fir einen 3,18mm
(1/8") Draht, der in einem FlieBbett mit
einer Korngrof3enauswahl 60 (250um)
eingetaucht ist, dargestellt wurden.

Die Abbildung zeigt auch die Korrelation-
Vorhersagen fir einen gleichgrof3en
Draht unter den gleichen Bedingungen.

Alle diese aus den Daten der
Warmelbertragung an eingetauchten
Rohren im Bereich 25-50mm Durch-
messer  hergeleiteten  Korrelationen'
kénnen natirlich nicht fur eine genaue
Vorhersage der Warmelbertragungsrate
an drahtgro3en Zylindern benutzt werden.

Eine neue flr den Einsatz mit Drahten
geeignete Korrelation wurde entwickelt
und in 2 wurde darlber ein Bericht
gemacht. Eine der Hauptauswirkungen
dieser Feststellung liegt darin, dafl die
FlieBrate in einem FlieBbett Uber eine
ziemlich groBe Auswahl variiert werden
kann, ohne die Warmelbertragungsrate
bzw. die Produktqualitat zu beeinflussen.

Debatte

Die  meisten FlieBbetten, die fir
warmebehandelte Drahte benutzt
werden, werden durch drei oder mehrere
Kontrollzonen eingestellt.

Jeder Bereich hat sein eigenes
Temperatursteuersystem, aber in der
Regel haben alle Bereiche die gleiche
Ldnge und werden mit denselben,
oder fast denselben Temperaturen und
FlieBraten eingestellt.
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Der Kaltdraht [lduft im Ofen des
Bereichs 1 ein, wo eine groBe Menge
Wadrme aufgenommen wird, weil eine
hohe Temperaturdifferenz zwischen Draht
und Bett besteht.

Der Draht geht dann in den Bereich 2
liber, wo proportional weniger Warme
auf den Draht Ubertragen wird, da eine
niedrigere Temperaturdifferenz zwischen
Bett und Draht besteht. Dann lduft der
Draht schlie8lich in den Bereich 3 ein,
wo noch weniger Warme aufgenommen
wird.

Bei einer passenden Ofenbauweise
erreicht der Draht die Glihtemperaturim
Bereich 3, und lauft dann fir die Vergiitung
und darauf folgende Verarbeitungen aus
dem Ofen aus.

In der Regel ist der FlieB-Luftdurchsatz
zu den einzelnen Bereichen &hnlich,
und die Temperatursteuerung erfolgt
entweder durch die Modulation des Gases
oder Uber eine Ein/Aus-Gassteuerung,
wahrend ein kontinuierlicher Luftdurchsatz
erhalten bleibt.

Ublicherweise  wird das

beschriebene Verfahren benutzt, um

das FlieBbett auszumessen und die

Luftdurchsatzrate zu den einzelnen

Bereichen zu bestimmen:

1. Bestimmung der gesamten Warmebe-
lastung und der Warmebelastung
fir den Bereich 1 basierend auf
den maximal zu  erwartenden
Drahtdurchsatz (kg/Std);

nachfolgend

2. Basierend auf der Last aus
Bereich 1 erfolgt die Festlegung des
Treibstoffdurchsatzes, der erforderlich
ist, um diese Warmemenge zu den
Drahten zu liefern;

3. Bestimmung der Luftdurchsatzrate
zum Bereich 1, die fur das vollige
Verbrennen des Treibstoffs erforderlich
ist (mit 5-10% Lufttiberschuf3, der fiir
die Ausgleichung der Ungleichheit und
der Ungenauigkeiten der Einrichtun-
gen fir die DurchfluBregelung
beriicksichtig werden muB);

4. Bestimmung der Ldnge und
Breite des Bereichs, bezogen auf
Drahtgeschwindigkeit und -anzahl;

5. Auswabhl einer solchen SandkorngréBe,

die der Luftgeschwindigkeit im
Bereich einer geeigneten Fliel3rate
entspricht, was in der Reichweite

von 3-5 x U__ typisch ist. In der
Regel ist die ausgewadhlte Korngrof3e
jene der KorngroBenauswahl 60-70
(200-250pm).
Die auf den genannten Angaben
basierende  Bauweise fiihrt in der
Regel dazu, daB der Bereich 1
standig eingeschaltet ist wenn der
Ofen vollbelastet ist, entweder mit
Gasmodulation oder zyklischem Ein/Aus-
Ablauf in den darauf folgenden Bereichen
und mit identischen Luftdurchsatzen
in jedem Bereich. Fir einen typischen
niedergekohlten Stahldraht, der eine
Glihtemperatur von 710°C in einem 730°C
FlieBbett erreicht, betrdgt die gesamte
vom Draht aufgenommene Wérme zirka
446,8 kJ/kg.

¥V Tabelle 1: Ofenbelastung, dabei sind alle Bereiche mit der gleichen FlieBrate eingestellt, bei 100% Leistung

Gas pro Zeit (%) 100%

56.3% 39.4%

Luftiiberschuf3 (%) 5%

87% 167%

V¥V Tabelle 2: Ofenlasten wobei alle Bereiche mit der gleichen FlieBrate eingestellt sind, mit 50% Leistung

Gas pro Zeit (%) 64.8%

40.8% 32.8%

Luftiiberschul3 (%) 62.4%

145% 205%

V¥  Tabelle 3: Ofenbelastung mit Einstellung des Bereichs 1 auf 6 x U , des Bereichs 2 auf 3 x U  und des

Bereichs 3 auf2x U, mit 100% Belastung

Gas pro Zeit (%) 100%

82.9% 59%

Luftuberschuf3 (%) 5%

27% 78%

V¥ Tabelle 4: Ofenbelastung mit Einstellung des Bereichs 1 auf 6 x U, des Bereichs 2 auf 3 x U_ und des

Bereichs 3 auf2x U _, mit 50% Belastung

Gas pro Zeit (%) 64.8%

56.2% 42.1%

Luftiiberschul3 (%) 62.4%

87.3% 137%
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Rund 65.8% dieser Warme wird im Bereich
1 aufgenommen, 25% im Bereich 2 und
die restlichen 9,2% im Bereich 3 in einem
in drei Bereichen aufgeteilten Ofen. Bei
Volllast wird der Ofen wie nachfolgend
angegeben arbeiten:

Dazu ist zu bemerken, dal} kein
tatsachlicher Unterschied besteht,
unabhéngig davon, ob das modulierende
oder das Ein/Aus-Gassteuerungssystem
benutzt wird. Beide Methoden liefern
gleiche Ergebnisse hinsichtlich  des
Treibstoffverbrauchs.

Wie aus der Tabelle 1 ersichtlich ist, wird der
Bereich 1 mit 5% Luftiiberschul3 betrieben
(entsprechend der Bauweise) und mit
100% Belastung, wahrend die Bereiche 2
und 3 mit hochgradigen Luftliberschiissen
betrieben werden.

Daraus ergibt sich, daB die vom Treibstoff
gelieferte Warmeenergie nicht nur das
Produkt erwarmt, sondern auch Energie
liefern muB, um die nicht benutzte
UberschuBluftmenge zu erwérmen, zur
Verbrennung bei einer Ofentemperatur
von 730°C.

Diese Energie ist hauptsachlich
verschwendete Energie, da sie nicht
fur die Produkterwdrmung genutzt

wird. Diese Situation verscharft sich
noch weiter, wenn der Ofen nicht unter
Volllast arbeitet. Wiirde zum Beispiel der
erwdhnte Ofen bei 50% der Hochstlast
betrieben, so wirden sich Raten von Gas
pro Zeit und Luftiiberschluf3 entsprechend
nachfolgender Tabelle 2 ergeben:

Daraus ergibt sich eine Steigerung des
benutzten Treibstoffs je Produkttonne
von zirka 26,9m* Gas/Tonnen auf 39,2m?
Gas/Tonnen, bzw. um 45%. Das FlieBbett,
das fur den Betrieb aller Bereiche mit
gleicheingestellter FlieBrate gestaltet ist,
kann bei Schwachlasten zweifellos nicht
effizient arbeiten.

Jedoch, angesichts der Tatsache, da3 die
FlieBrate die Warmelibertragungsrate
nicht wesentlich beeinfluBt (wenigstens
nicht bei FlieBraten Gber 2 x U ),
besteht die Mdoglichkeit die Einstellung
eines FlieBbettes zu dndern, um seine
Warmeleistung zu erhéhen.

Wenn der Ofen zum Beispiel derart
entworfen wurde, da8 die Einstellungen
den Betrieb des Bereichs 1 bei 6 x U_|
mit 5% LuftlberschuBB bei Volllast, der
Bereich 2 mit der Halfte des Luft-
durchsatzes des Bereichs 1 (d.h. 3 x U_)
und Bereich 3 um '/, des Luftdurchsatzes
des Bereichs 1 (d.h. 2 x U_) vorsehen,
so wirden alle Bereiche a&hnliche
Warmelbertragungsraten liefern,
wobei jedoch die Bereiche 2 und 3
viel niedrigere Luftdurchsatzraten im
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z;f:;'llcher Treibstoffverbrauch 600.000 482.000 443.600
fagrs';d‘e Triebstoffkosten $240.000 $192.800 $177.440
Jahrliche Ersparnis (Uber

die Steuerung “alle Bereiche S0 $47.200 $62.560
gleich”) (US$)

A Tabelle 5: Mégliche Treibstoffersparnis bei einer 20.000 Jato-Anlage, 80% durchschnittliche Ofenbelastung

Gegensatz zum Bereich 1 aufweisen
wirden. Die sich daraus ergebende
Ofenbetriebsbedingungen  bei  einer
Leistung von 100% und 50% sind in den
Tabellen 3 und 4 zusammengefal3t:

Der Vergleich zwischen der Tabelle 3
und 4 sowie zwischen Tabelle 7 und
2 zeigt deutlich, daB eine Abstufung
des Luftdurchsatzes in den Bereichen
den Umfang des zu erwdrmenden
Luftiberschusses wesentlich reduziert,
was wiederum den Warmwirkungsgrad
erhoht.

Der daraus herriihrende Gasverbrauch
je Produktionstonne fir den angenom-
menen Fall der Luftmenge betragt nun
22,2m* Gas/Tonne bei 100% Leistung
und 29,7m? Gas/Tonne bei 50% Leistung,
was einer Steigerung entspricht von
17,6% und 24,0% (ber den bereits
erwahnten Fall “samtliche Bereiche gleich”

Weitere Steigerungen der Energieeffizienz
kénnen auch erzielt werden, wenn
alle Bereiche sowohl Gas wie Luft
innerhalb derselben 2 x U und 6 x
U erwdhnten Auswahl modulieren
konnen. Das Modulationssystem
wirde derart eingestellt werden, daf
5-10%  Luftlberschiisse  durch  die
Modulationsauswahl geboten werden.

Sollte ein Bereich weniger Warme
erfordern, als jene die bei 2 x U_ und
5% Luftiberschufl geboten wird, wiirde
der Luftdurchsatz bei 2 x U__ festgelegt

und der Bereich dann entweder
nur Gas modulieren oder auf die
Gas Ein/Aus-Steuerung libergehen,
um die Defluidisierung sowie die

Bereichsuberhitzung zu vermeiden.

Die sich ergebende Treibstoffmenge
je  Produktionstonne  wirde 21,7m?
Gas/Tonne bei 100% Leistung entsprechen
und 24,3m* Gas/Tonne bei 50% Leistung,
was einer Steigerung entspricht von
je 19% und 38% uber den Fall “samtliche
Bereiche gleich”.

Im Bild 2 wird der Treibstoffverbrauch
je  Tonne Draht gegeniiber  der
Produktionsrate  fur alle drei oben
erwahnten Steuerungsschemen dargestellt.

Obwohl alle Steuerungsschemen eine
Erhéhung des Treibstoffverbrauchs zur
Folge haben - wahrend die Ofenbelastung
reduziert wird - kann zweifellos eine
groBe Menge Treibstoff unter samtlichen
Betriebsbedingungen mit Einsatz der
gestuften Bereichssteuerung sowie der
Modulationssteuerung gespart werden.

Implementierung

Neue Ofen kdnnen von Anfang an so
entworfen werden, dall sie mit beiden
Betriebsarten  laufen. Die  gestufte
Bereichssteuerung  kann  leicht  mit
wenigen oder gar keinen Anderungen
in der Bauweise des Steuerungs-
systems erzielt werden, wahrend die

Modulationssteuerung relativ  einfache
und kostengiinstige Anderungen bei den
Treibstoff- und Luftsteuerungen erfordern
wiirde. Bestehende Ofen kénnen ebenfalls
leicht umgebaut werden.

Ein Ofen, der derzeit mit Ein/Aus-
Gassteuerungen  lauft, kann einfach
umgebaut werden mittels Anpassung
der Sandkorngrof3e, damit der Bereich 1
bei zirka 6 x U_, betrieben wird. Danach
wirde der Bereich 2 und 3 eingestellt
werden, um die gewlinschten Flieraten
zu erzielen.

Der Umbau der Ofenkamine kdnnte sich
als erforderlich erweisen, um das
Ubertragen von Sand bei héherer FlieRrate/
niedrigerer SandgréBe zu vermeiden,
selbst wenn man erwarten durfte,
daB in den meisten Ofen die Kamine
entsprechen. Es wdre notwendig mit
den Ofenherstellern zusammenzuarbeiten,
um diese Modernisierungen durchfiihren
zu kénnen.

V¥ Bild 2: Vergleich zwischen Treibstoffverbrauch und Ofenbelastung, mit drei verschiedenen Steuerschemen
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Weitaus aufwendiger waére der Umbau
bestehender Ofen, damit sie mit
Modulationssteuerungen laufen konnen,
da das Steuerpult und die Treibstoff-
/Luftduchsatz-Steuersysteme gedndert
werden miBten. Jedoch wirde man somit
hohere  Treibstoffersparnisse  erzielen.
Die Machbarkeit der Anderung wiirde
von der spezifischen Anwendung und
der Ofenbauweise abhdngen. Hier ware es
wieder nutzlich mit den Ofenherstellern
zusammen  die  Anderungen  zu
besprechen und die Vorteile fiir spezifische
Anwendungen zu erdrtern.

Beziiglich mdglicher Ersparnisse kann
ein typischer Ofen in Betracht gezogen
werden, der fur einen Betrieb von 6.000
Stunden pro Jahr bei einer Hochstleit-
ung von 4 Tonnen pro Stunde entworfen
wird (24.000 Tonnen pro Jahr).

Durch die Erkenntnis, dal die meisten
Ofen etwas Uberdimensioniert sind, und
daB es fir einen Hersteller fast unmaoglich
ist einen Produktmix zu erhalten, der
die Leistung jederzeit maximiert, kann
angenommen werden, daf} die tatsach-
liche Produktion 20.000 Tonnen pro Jahr
ausmacht und die typische Ofenbelastung
héchstens 80% entspricht. Demzufolge
werden in der Tabelle 5 Treibstoffverbrauch
und -kosten zusammengefal3t, mit einem
Grund-treibstoffpreis von 0,40 USD/m?,
d. h. den aktuellen typischen Gaskosten
auf dem kanadischen Markt.

Wie ersichtlich ist, kdnnen wesentliche
Treibstoff- und  Kostenreduzierungen
selbst bei einer Anlage deren Ofen/Ofen
nahe der Kapazitat laufen erzielt werden.

Bei Anlagen die eine niedrigere
Ofenkapazitat einsetzen kann
entsprechend mehr Treibstoff gespart
werden.

Man erwartet, daB3 bei vielen Anlagen die
Amortisierung samtlicher fiir die Anderung
eines Steuerschemas eines bestehenden
Ofens aufgewendeten Kosten in einem
Jahr oder sogar noch schneller erfolgt
sein wird.

Schlussfolgerungen

Neuerliche Forschungen Uber
Warmeulbertragungsraten bei Drahten in
einem FlieBbett haben gezeigt, dall die
fur warmebehandelte Drahte benutzte
Modulationssteuerung oder die gestufte
Steuerung der FlieBbetten machbar ist.

Die Vorteile eines Einsatzes dieser
Steuerschemen schlieBen eine wesentliche
Reduzierung des Treibstoffes ein sowie
eine entsprechende Reduzierung
schadlicher Emissionen.

Bei der Herstellung neuer Ofen kann
zu minimalen Kosten der Einbau dieser

Steuerschemen  vorgesehen  werden,
wihrend bestehende Ofen in den
meisten Fallen leicht umgebaut
werden kdnnen. |

Danksagung

Wir bedanken uns fur die Unterstltz-
ung bei NSERC (Natural Sciences
and Engineering Research Council of
Canada).

Widmung

Dieser Artikel ist Philip Cowie (1962-
2006) gewidmet, ein guter Freund
und enthusiastischer Unterstlitzer der
fortlaufenden Entwicklung des FlieBbetts
und der Drahtindustrie.

Fachworte

N Drahtdurchmesser (m)
h Konvektionsbeiwert (W/m?-K)
k FlieBgas-Warmeleitfahigkeit

(W/m-K)

Nu Nusselt-Nummer (Nu = hd, /k)
u FlieBgasgeschwindigkeit (m/s)
U, Mindeste fiir die Fluidisierung erforder-

liche FlieBgasgeschwindigkeit (m/s)
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PYCCKUN

NMoBbilLeHe TennoBon
3¢ PeKTUBHOCTN TOMJ/INBA
B Meuu Anda oTxkura B
NCeBAOOXWMMXEeHHOM cJioe

Ix. ®pupmaH (YHuBepcuteT PariepcoHa, TopoHTo, KaHaga) v I. Jlanan («<An-Cu-U rpyn ntg.», Ksebek, KaHaga)

BBepgeHue

Meun pgnAa omxura B NCEBOOOXKUKEHHOM
cnoe  npuobpeTtaloT  Bce  Gonbluyio
nonynAapHOCTb B MPON3BOACTBE CTalbHOM
NPOBOJIOKH, NMOCKONbKY ABNAIOTCA
Hambornee npriemnemMon anbTepHaTUBOM
arperatam [j1a  OTXWra B CBUHLOBOW
BaHHe, YCTAaHOBKa KOTOPbIX BO MHOMMX

CTpaHax CTana pr,D,HOOCYLLI,eCTBVIMOVI
mnn HEBO3MO>KHOW BBuay KeCTKNX
SKOJIOrn4yecKknx CTaHOapPTOB.

HecmoTpss Ha TO 4TO wWCnonb3oBaHve
NCeBAOOXKMXKEHHOIO C/os  NpefcTaBnseT
coboi  MHTepecHoe  anbTepHaTVBHOE
pelLeHne No CpaBHEHNIO CO CBUHLIOM, OHO
MMeeT pafd NPUCYLLMX eMy OrpaHUYEeHUi,
CBA3aHHbIX, B YaCTHOCTW, C PacXOAoM
TOMMVBA NPV MasbIX Harpy3Kax.

[aHHoe orpaHuynTenbHoe  ycsioBue
obycnoeneHo MHeHVeM, cornacHo
KOTOpoMy ans ob6ecneyeHus

PaBHOMEPHbIX YCIOBUIA Tenionepeaayn
NCEBOOOXKWKEHHbIN  Cfioli  TpebyeTca
noafep<unBaTb NPV NOCTOAHHON CKOPOCTU
NCeBAOOKUKEHMA. CuunTanocs, yTo
M3MEHeHNe CKOPOCTW MNCEBAOOKUKEHNA
OTpULATENbHO CKaXKeTCA HAa UHTEHCMBHOCTY
Tensonepefayn Ha MOrpy»KeHHble HUTK
NPOBOJIOKN, B pe3yfbTaTe Yero KayecTtsBo
npoaykuuy 6yaeT HeMOCTOAHHbBIM.

370 MHeHne 6a3npoBanochb Ha
nccnepoBaHmsax Npobnem Tensonepegayn
Ha norpy»eHHble UUNHAPUYECKNe
NMOBEPXHOCTM, KOTOpble  MPOBOAUINCH
B TeYeHWe MOCNeAHUX  HECKONbKUX
necatunetunn. 0606uieHHble  (Saxena )
pe3ynbraTbl NPOBEAEHHBIX MCCIeL0BaHN
HarnAOHO MOKasanu, YT0 WHTEHCUBHOCTb
Tennonepenaun Ha MOrpy»eHHy
LUNNHAPUYECKYIO NMOBEPXHOCTb
BO3pacTafia C YBEJMYEHMEM CKOPOCTU
nceBoooXKmkenusa. OpHako Bce  3TU
ncecnenoBaHna 6a3npoBanncb Ha
SKCMepuMeHTasbHbIX paboTax, B KOTOPbIX
Tensonepefaya  OCyWeCTBAANAcb  Ha

TPy6Kkn anametpom 12,7 MM un 6onblie
B KOHTEKCTE U3yUyeHNA XapaKTepucTuk
ObIMOTapHbIX TPYOOK, MOTrPYKEHHbIX B
NCeBAOOXKMKEHHBIN CNON N3MeSIbYeHHOro
sHepreTnyeckoro  yrms.  CoobuieHus
o pabotax C MCMNOMb30BaHNEM
LUUINHAPUYECKNX NoBepxHOCTeN
MEHbLLEro pasmepa NpPaKTUYeCcKn
OTCYTCTBYIOT.

MocnepgHve sKCNepUMEHTbI, NpPoBeAeHHbIe
B YHuBepcuTeTe PaliepcoHa 2, nmokasanu,
yTO 3Ta TEHAEHUWUs He BbINOJIHAETCA Npwu
NCNONb30BaHUN  AeTanen  ArameTpom
okofo 10 MM 1 MeHblUe, MOrpy>KeHHbIX
B TMCEBOOOXKMKEHHbBIA C/IOAN Ha OCHOBe
oKCMaa anioMUHMA C pa3MepoM yacTtul,
B AuvanasoHe NeN? 50-90 (145-330 mMKm).
@akTnyeckn 6bi10 NPOAEMOHCTPUPOBAHO,
YTO WHTEHCUBHOCTb Teryionepegaun Ha
HUTU MPOBOJIOKA B MNCEBAOOXKMKEHHOM
cnoe ABNAETCA MO CyLeCTBYy BeNMYUHOWN
NMOCTOAHHOM MPM 3HAYeHUAX CKOPOCTU
ncesgooxmkennsa U/ - > 2. 310

HarnAgZHO  MPOAEMOHCTPMPOBAHO  Ha
puc. 1, Ha KOTOPOM MpeAcTaBneHbl
daKTuyeckne paHHble ANAA  NPOBOJSIOKU
anametpom 3,18 ~mm  (1/8  pglonma),
MOrPY>KEHHON B MCEBAOOXKMKEHHbIN
CNnon ¢ pa3mMmepHocTbio Yactuy N°60 (250
MKM). Ha pucyHKke Takke npeacTaBfieHbl
fJaHHble  KOPPEenALMOHHOro  MPOrHo3a,
BbIMOSIHEHHOrO /1A MPOBOMIOKN TOFO e
pa3mepa B Tex e ycnoBuaAx. HecomHeHHo,
YTO YKasaHHble Koppenduuu ', Bce wu3
KOTOPbIX MOMyY€eHbl Ha OCHOBaHWM faHHbIX
OnA  Tensionepefauyn Ha MOrpy>KeHHble
TPYOKU B VHTepBane AnamMeTpoB 25-50 Mm,
He MOryT 6bITb CMOSIb30BaHbI A1 TOYHOFO
NPOrHO3MpPOBaHNA WNHTEHCUBHOCTM
Tennonepefaun  Ha  UWAMHAPUYECKMe
NMOBEPXHOCTM MPOBOJIOYHbIX Pa3MepPOB.

HoBaa kKoppenAauusa, npurogHas AanA
MCMOJIb30BaHNA NPUMEHUTENbHO K HUTAM
NPOBOJIOKN, BblBefieHa W npefcTaBieHa
B pabote 2 OgMH ©3  OCHOBHbIX
BbIBOJIOB, KOTOpble MOXHO cAenaTb Ha

V  Puc. 1. CpaBHUTENbHBIVI aHaN3 CTaHAAPTHBIX KOPPENAUu U AaHHbIX M0 TErIonepesaye Ha MpoBOOKY
AnameTpom 3,18 MM B rICEBAOOXUKEHHOM C/10€ (110 AaHHbIM PaboThi?)
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OCHOBaHMWN 3TUX [OaHHbIX, 3aK/o4vaeTca
B TOM, YTO CKOPOCTb NCeBAOOOXKMMXEHUA B
nceBAOOKMMKEHHOM CJTO€ MOXKET MEHATbCA
B OOCTaTO4yHO WNMPOKOM  AMana3oHe
3HaueHWn, He OKas3blBaAd BAUAHUA Ha
NHTEHCMBHOCTb Tennonepenayn n,
COOTBETCTBEHHO, Ka4eCTBO NpoAyKLnn.

O6cyxpaeHue

B 60nblUMHCTBE cnyvaes ans
CO30aHUA  MCEBAOOXKWMKEHHOINO 10,
npefHasHayeHHOro Asia TepmMoobpaboTKu
HUTEN NPOBONOKM, MCnonb3ytoTcs
TP 1 6Gonee KOHTPOMMPYEMbBIX 30H.
Kaxpas 30Ha uMmeeT  COBCTBEHHYIO
cuctemy TepMOperynmpoBaHus,
ofiHaKo NperimyLLeCTBEHHO BCe
30HbI MMEKT OANHAKOBYK  ONINHY n
HaCTPaMBalOTCA HA OfHY VAW MOYTW MOA
OfHY N Ty Xe TemrnepaTtypy N CKOPOCTb
NCEBAOOXKVMKEHUS.

HeHarpeTtaa npoBosioka NocTynaeT B neyb
yepes 30Hy N21, B KOTOpOW B pe3yfbraTe
3HAUUTENbHOW  pa3HuUbl  Temnepatyp
MeXJy NPOBOJIOKOWN 1 C/I0eM NMPOUCXOAUT
nornoweHve  6ONbLWIOro  Konn4yectsa
Tenna. 3aTeM NPOBOJIOKa MOCTYMNaeT B 30HY
N92, B KOTOpOWM NpPOBOMNOKe nepenaeTcA
NPOMOPLUMOHANIbHO MeHbLUee KONM4ecTBo
Tenna, MOCKONbKY [eNcTBylowWwaa B 3TO
BpeMa pasHuua Temnepatyp  Mexay
cnoem M MPOBONOKOW  MeHblue, WU,
HaKoHeL, focTuraeT 30Hbl N23, B KOTOpOM
NPOVCXOAUT elle MeHbluee MoraoLeHne
Tenna.

Mpn nNpaBUAbHOM KOHCTPYKUUWU neyn
NpoBOJIOKa  JocTuWraeT  TemnepaTtypbl
omKuMra B 30He N°3, nocne yero OHa
BbIXOAUT M3 Meun ONAs OXNaKAeHus u
JanbHenwen o6paboTkn. B OCHOBHOM,
nocTynarwoLwui B Kaxayto 30HYy

MOTOK  OXWKalowero Bo3fgyxa uMeeT
aHanornyHble XapaKTepuCTrKK, a
Temnepatypa perynupyetcs nmbo 3a cyert
OpOCcenupoBaHna nodaun rasa, nmbo c
MOMOLLbIO ABYXMO3ULIMOHHOIO perynstopa
nojaum rasa, npu  OAHOBPEMEHHOM
NoAAepPXaHNM HEMPEPbIBHOCTA MPUTOKA
Bo3gyxa. OO6blYHO BbIGOP pasmMepHOCTU
yacTuy O1si MCEBAOOXKVKEHHOTO C/I0S 1
onpepfeneHne CKOPOCTY NoAaun Bo3ayxa B
KaKyI0 30HY BbIMOHAOTCA B CliefyoLem
nopsake:

1) onpegenuTb obuyto TENnoBylo
Harpysky u TensioBylo Harpysky pAnsa
30HbI N9T, ncxofa M3 MakcMMasibHOro
pacyeTHoro KonmyecTsa
06pabaTtbiBaeMon NPOBOSIOKN (Kr/u);

2) no pe3ynbTaTam pacyeTa Harpysku
ana 30Hbl N21 onpepenuTb pacxof
Tonnvea, Tpebyemoro AnAa nepepauun
yKa3aHHOro KonnyecTsa Tenna Ha HUTu
NPOBOJIOKN;

3) onpepennTb CKOPOCTb NOAayM BO3Ayxa
B 30Hy N1, kotopadA TpebyeTtca
ANA MOSIHOrO CXuraHuAa Tonnmea (C
yyeTom 5-10 % un36biTka BO3gyxa
ANA  KOMMeHcaununm HeoJHOPOAHOCTY

cMelleHuA " NorpeLHoCcT
o6opyfnoBaHVA ANA  perynmpoBaHusa
pacxopa);

4) Cyy4yeTOM CKOPOCTV Nofdayn NPOBOSIOKN
M KONMMYecTBa HUTEM MPOBOJIOKM
onpepenuTb AJINHY 1 WNPVHY 30HbI;

5) BbIGpaTb TakoW pa3mMep 4acTuL necka,
yTOObl CKOPOCTb BO3AYLIHOrO MOTOKa
B 30He obecneuvBana afeKkBaTHYIO
CKOpOCTb NceBOOOKMKEHNA
— MpenMyLLecTBEeHHO B Juana3oHe
3HayeHnn 3-5 x U_. O6bluHO pa3mep
yacTuy BblbupaeTcs B AranasoHe NeNe
60-70 (200-250 mKm).

B TtunnyHom cnyuae
pelleHve, KOTOpoe Mbl

KOHCTPYKTUBHOE
nonyunnm Ha

V  Puc. 2. CpaBHUTENbHBIVI aHann3 pacxoga ToriMBa B 3aBUCHMOCTY OT Ter/ioBOU Harpysku rnedu c
UCI10/1b30BaAHNEM TPEX PA3HbIX CXEM PErYIINPOBaHNA

Fuel Consumption versus Production Rate
All zanes at the same fluidizing rate
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OCHOBE BbIlWECKa3aHHOro, obecneuyvBaeT
MOCTOAHHOE ropeHMe B 30He N°1 B
pexume MOSIHOW 3arpy3ku neyu, npwu
OpoccennpoBaHnUu  WAM  NooYepeaHOM
BKJTIOYEHUWN N OTKJIIOYEHMM Nojaun rasa B
nocnepyowme 30Hbl U NpU UAEHTUYHOM
NPUTOKe BO3AyXa B KaXJOW 30He.

[na Toro uTo6bl CTaHAAPTHAA NPOBOJIOKA
13 HU3KOYrMepoamcTon cTanu JocTurna
Temnepatypbl omxura 710 °C B HarpeTom
no 730 °C nceBOOOXUMXEHHOM CJlOoe,
obLee KONNYECTBO Temnna, NOrnoLWeHHOro
NPOBOJIOKOW, JOMKHO COCTaBnATb
oKkono 446,8 kx/kr. B TpexaoHHon neuun
npubnnsnTenbHO 65,8 % 3Toro KonmyecTsa
Tenna 6yaeT nornowatbcA B 30He N21, 25 %
— B 30He N22, a ocTanbHble 9,2 % — B 30He
N°3. Mpu nonHow Harpyske neuyb Oyaet
paboTaTb B criefytolem pexxume.

CnepyeT OTMeTUTb, 4YTO He CylyecTByeT
3pPeKTUBHOM pasHOCTM B TOM, KaKas
cMcTemMa  perynMpoBaHuA nofjayn rasa
NCMonb3yeTca — ApOoCCennpoBaHMe Unu
BK/lOUEeHVEe 1 OTKMoYeHre nogaun. Oba
cnocoba [JalT WAEHTUYHble pe3ynbTaTbl
C TOYKM 3peHMA pacxofja TomnuBsa.
Kak MoxHO yBumpetb n3 Tabnuubl 1, B
TO Bpems, Kak 30Ha N1 pabotaet npu
5 % wu3bbiITOYHOro BO3Ayxa (cornacHo
pacuetam) B pexume 100 % Harpysku,
30Hbl N22 1 N°3 paboTaloT npu BbICOKOM
YPOBHe 136bITOYHOrO BO3AYyXa.

B pesynbrate Bbigensemas  TOMVBOM
TEeMnnoBas 3SHEPrus He TONbKO MAET Ha
HarpeBaHue obpabaTtbiBaemoi geTanu,
HO OHa TakXke [Jo/MmKHa obecneuntb
SHepruio Ans Harpesa He MCMoNb3yemMoro
npv ropeHuy UM36bITOYUHOro  BO3AyXa
O TemnepaTtypbl Meuyun, COCTaBMAOLLEN
730°C.

QakTnyeckn 3Ta SHeprma pacxonyetca

Ha  Tennosble  MOTePW,  MOCKOJSIbKY
OHa He wucnonb3yetca AfA  Harpesa
obpabaTbiBaemMbix  geTanei.  Cutyauus

ewe 6onblue OCMOXKHAETCA, ecin neyb
SKCMNyaTUpyeTcA  He  Npu  MOJHON
Harpyske. K npumepy, ecnv 6bl onmcaHHas

Bbllle Meyb [OSKHA Obina paboTatb
npu 50 9% MakKCcMManbHOWM Harpysku,
pesynbTipylowmne  3HayeHUa  BPeMeHU

BKJIIOUEHVA Nnofaun rasa n KosbouumneHta
M36bITOYHOro BO3Ayxa umenu 6bl BuUA,
NPeACTaBfieHHbI B HUKENpUBeAeHHON
Tabnuue 2.

B pesynbrate ypenbHbIi pacxoh Tonnvea
BO3pacTaeT C nNpubnusutesibHO 26,9
Ky6. M rasa Ha TOHHy npogyKuum o 39,2
Ky6. M rasa Ha TOHHY npoaykuuu, T.e.
yBenMuyeHne pacxofa TonavBea cocTaBnaet
45 %. OueBMAHO, YTO MCEBOOOXKMKEHHbIN
cnon ¢ KoHburypaumen napameTpos And
paboTbl BO BCEX 30HAX, HACTPOEHHbIX Ha
OfVIHAKOBYIO CKOPOCTb MCEBAOOXKMKEHNSA,
He MOXeT 3PPeKTMBHO NoaaepKUBaTbCA
NPV ManblX Harpys3Kax.



PYCCKUN

Tem He MeHee, c yuyeTom TOro dakTa,
YTO  CKOPOCTb  MCEBAOOXMMKEHUA  He
OKasblBaeT  CyLWEeCTBEHHOro  BAVAHUA
Ha VIHTEHCUBHOCTb Tennonepenauun
(no  KpalHel Mepe, NpU  CKOPOCTAX
NceBOOOXMMKEHNA  CBbllle 2 X Umf),
cyuwlectByeT  BO3MOXHOCTb  M3MEHUTb
napameTpbl NCEBAOOXKMMKEHHOrO cfloa Ana

yny4leHnA ero TernyioBbiX XapakTepucTuk.

Hanpvmep, npu KOHCTPYyKUMM  neuwn,
obecneunBatollel HaCTPOWMKY 30HbI N21T
anaA pabotbl npu 6 x U_ 1 5 % n36bIToYHOrO
BO3[lyXxa B peXume TMONIHOW Harpysku,
HacTporKy 30Hbl N°2 pgnAa paboTbl npu
NpUTOKe BO3AyXa BABOE MeHblue, YeM B
30He No1 (re. 3 x U_), a 30Hbl Ne3 — npwm
npuTOKe BO3AyXa, CoCTaBnAlwem '/,
npuUTOKa Bo3ayxa B 30He N21 (1.e.2x U ), BO
BCEX 30Hax co3faBaniacb Obl aHanornyHas
VIHTEHCUBHOCTb Tensonepefayn, OAHaKo
B 30Hax N2 u N23 ckopocCTb nopayun
BO3yXa Obina 6bl 3HAUNTENIBHO HIKE, YeM
B 30He N21. Pe3ynbTupytowme napameTpbl
pexrma pabotbl neun npu 100 % n 50 %
NPOn3BOANTENBHOCTU  CYMMWPOBaHbI B
HUXKenpriBeAeHHbIX Tabnuuax 3 u 4.

CpaBHUTENbHbLIM aHanu3 Tabnuy 3, 4 un
Tabnuy 1, 2 HarNAgHO CBUAETENbCTBYET O
TOM, UTO CTyMNeHYaToe N3MeHeHMe NPUToKa
BO3[lyXa B 30Hbl 3HAUUTENbHO COKpallaeT
obbem HarpeBaemoro 136bITOYHOTO
BO3[yXa, yBeNnMunBas TennoBom K.n.g.

B pe3ynbrate npwm CTyneH4yaTom
perynupoBaHumu npuTOKa BO3yXxa
yAEeNbHbI pPacxof rasa Tenepb cocTaBnseT
22,2 Ky6. M rasa Ha TOHHY MpoayKuun
npym 100 % nNpPOM3BOAUTENBHOCTM W
29,7 Ky6. M rasa Ha TOHHY MpoayKuun
npym 50 % nNpomM3BOAUTENBHOCTK, T.e.
pacxop CHUXaeTcA COOTBETCTBEHHO
Ha 176 % n 240 % no cpaBHEHUIO
C BblLLeNpuBefeHHbIM BapVaHTOM
ONHAKOBOW HAaCTPOWKM BCEX 30H.

Ewe 6onbluero yBenMyeHua
3dpPeKTMBHOCTM 3HepronoTpebnexHns
MOXHO [0O6UTbCA, ecsiv BO BCeX 30Hax
obecneuntb [OpPOCCENUPOBaHVE MNofaun
Kak rasa, Tak W BO3Ayxa B mnpefenax
NpennoXeHHbIX  Bbllle  3HaueHun 2
x U, mn 6 x U_. Hactponka cuctembl
ApOCCennpoBaHnsa AOMKHa obecneumnBaTb
nogauy 5-10 % wu36bITOYHOrO BO3AYyXa
B npedenax 3HauyeHW  [vanasoHa
APOCCEeNnNpPOBaHM.

Ecnn B TON unu nHOWM 30He Tpebyetca
MeHblle Tenna, Yyem nogaetca npu 2 X
u.,m5% M36bITOYHOTO BO3AyXa, MPUTOK
BO3[lyxa [OJPKEH YCTaHaBNMBaTbCA Ha
3HaueHnn 2 x U _, nocne uero B 30He
OGyneT ApoccenmpoBaTbCsA TOMbKO Mopaya
rasa, nMbo ocCyLlecTBNAETCA nepexos Ha
OBYXMO3ULMOHHOE perynnpoBaHme nogaun
rasa gna HegonyleHva gedbnonansauymm n
neperpesa 30Hbl. B pe3ynbTate yaenbHbIn
pacxopn TOMnvMBa [OJMPKEH cocTaButb 21,7

Bpems BkntoueHns nogaun rasa (%)

100%

56.3% 39.4%

M36bITOUHBIN BO3AYX (%)

5% 87%

167%

A Ta6nuua 1. Tenosas Harpy3ska nequ rpu HacTpoviKke BCeX 30H Ha OANHAaKOBYIO CKOPOCTb CEBAOOXKMKEHNA

(100 % npown3zBognTENEHOCTY)

Bpems BkntoueHns nogaun rasa (%)

64.8%

40.8% 32.8%

M36bITOUHBIN BO3AYX (%)

62.4%

145% 205%

A Tabnuua 2. Teniosasa Harpy3sKa rneyu rpu HacTpovike BCeX 30H Ha OQNHAKOBYIO CKOPOCTb MCEBAOOKUMKEHNA

(50 % npow3sogUTENILHOCTY)

Bpems BkntoueHns nogaun rasa (%)

100%

82.9% 59%

M36bITOUHBIN BO3AYX (%)

5% 27%

78%

A Tabnuua 3. TerzioBaa Harpy3sKka neyu npuv HacTpovike 30Hb! N°1 Ha 6 x U

2xU

mf’

B pexkume 100 % 3arpy3ku

30HbI N°2 —Ha 3 x U u 30HbI N°3 — Ha

mf”

Bpems BkntoueHus nogauu rasa (%)

64.8%

56.2% 42.1%

M36biTouHbIN BO3AYX (%)

62.4%

87.3% 137%

A Tabnuua 4. TernsioBas Harpy3Ka rne4u rnpu HacTpovike 3oHbl N1 Ha 6 x U

2xU_, B pexxume 50 % 3arpy3kv

30HbI N°2 —Ha 3 x U 1 30HbI N°3 — Ha

mf”

Kyb6. M rasa Ha TOHHY NpoayKuuu npu
100 % npown3BoauTenbHOCTM U 24,3 Kyb.
M rasa Ha TOHHy npogykuuu npu 50 %
NPOV3BOAUTENbHOCTA, T.e. YMeHblueHue
pacxoga COCTaBUT COOTBETCTBEHHO
19 % 1 38 % NO CpaBHEHUIO C BapMaHTOM
OfMHAaKOBOW HACTPOMKM BCex 30H. Ha
puc. 2 npepacTaBfieHbl faHHble pacxopfa
TONMBa Ha  TOHHY TMpPOBOJIOKM B
3aBMCMMOCT  OT  MPOU3BOAUTENIbHOCTYU
ONA BCex Tpex pacCMOTPEHHbIX Bbllle CXem
perynnpoBaHua.

HeCMOTpﬂ Ha TO UTO BCe€ CXeMbl
perynnpoBaHnA Beayt K yBEJIMYEHUIO
pacxoga TonnnBa BBUAY CHUXeHnA

TennoBOW Harpy3Kn neuu, NnpeacTaBnaeTcs
OUEBWIHbIM, YTO BO BCEX PeXMMaXxX paboThl
MOHO [OOUTbCA 3HAUUTENIBHON SKOHOMMIM
TOMAMBA 3a CYeT WCMOMb30BaHMA MeToAa
CTYMEHYaToOro pPeryinpoBaHnA MO 30HaMm
Unn gpoccenupoBaHus (beccTyneHyaToro
perynupoBaHus).

NMpumeHeHne

HoBble neun MOTYT KOHCTpyMpoBaTbCA C
CaMOro Hayasa anAa skcrtyataumm B O4HOM
13 ABYX YKa3aHHbIX pa6ow|x PeXnmMoBs.

CryneHuatoe perynuposaHue no
30HaM nlerko obecrneunMBaeTcs  MyTem
BHECEHMA HebOoNbWNX W3MEHEHU Wn
6e3 BHeCeHWA KaKUX-TMbo U3MeHeHU
B KOHCTPYKUWUIO CUCTEMDbI YyMNpaBneHus,
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a ana 6eccTyrneHYaToro perynmpoBaHus
notpebyetcA OTHOCUTENbHO MNpoOCTaa U
Hepoporas [opaboTka CUCTeM Mofauun
TonAMBa M BO3AyXa. Takke  nerko
moambuumpyloTca M CylecTBylowme
neun. [JlencTeyiowlaa neyb, B KOTOPOWN
ncnosnb3yeTca OBYXMO3ULMOHHbIE
perynatopbl nogaun rasa, MoxeT ObiTb
MOZEPHU3NPOBaHa 3a CYeT MpPOCTOM
3aMeHbl Pa3MepPHOCTM YacTuL, Necka Takum
obpasom, utobbl 0becneunTb paboTy
30HbI N21 B pexume 6 x U _, nocne yero
Npoun3BOANTCA HacTpomka 30H N22 mn Ne3
nog Tpebyemble 3HauyeHUA CKOPOCTU
NCeBAOOKUMKEHNA.

MoxeT notpeboBatbcA  MoauduKaums
BbIBOAHbIX Tpy6 neuemn ans
npepoTBpalleHnss BbIHOCA MNecka npu
YBEIMYEHNN CKOPOCTU MCEBLOOKMMKEHMSA
nunm YMEHbLUEHUN pasmepHoOCTH
yacTuu, XoTA npegnosiaraertcs, 4Tto B
GONbLUMHCTBE Meyeil BbIBOLHblE TPYOLI
MMeIOT COOTBETCTBYIOLLYID KOHCTPYKLUMIO.
BbinonHeHne TaKkux mogmnburKkaumn
Heobxoanmo COrnacoBbIBaTb C
NPon3BOAMTENIEM NEYHbIX arperaTos.

Mogundukauma  cywecTBylowmnx  neven
ansa paboTbl B pexume GeccTyneH4YaToro
perynvpoBaHnA HaBepHAKa conpsMeHa C
HECKONbKO 6oNbWNMK TPYAHOCTAMM, TaK
Kak notpebyetca mopgudukauua nynbra
yrnpaBfeHnss U CUCTEM PEerynMpoBaHuA

nputoka TonauBa u Bo3payxa. OpHako
npy  3Tom  obecneumBaetcA  bonee
97



lopoBow pacxop,

482000 443600

TonnuBea (Ky6. m) LY
lofoBble 3aTpathbl

Ha TonMBO 240 000 ponn. CLLUA
(monn. CLLA)

192 800 gonn. CLLUA 177 440 ponn. CLLUA

[ofoBasA s3koOHOMUSA
(no cpaBHeHMIO

CO CXxemon
perynupoBaHus
npv OJMHAKOBON
HaCTpoMKe BCex
30H) (gonn. CLLUA)

0 gonn. CLLA

47 200 gonn. CLLA 62 560 gonn. CLLA

A Tabnuua 5. [loTeHynanbHaa SKOHOMUA TOMINBA A/1A NMNPERNPUATUA, Bbinyckatowero 20 000 T npogyKuyuu B

rog, npv cpegHevi TersioBovi Harpy3ske nequ 80 %

3HauyunTenbHaA SKOHOMUA ToMJinBa. BOI'IpOC
LleﬂeCOO6pa3HOCTVI npoeeneHnA Takom
MOp,I/Id)I/IKaLl,I/II/I 3aBUCnT OT KOHerTHOIZ
obnactu npuMeHeHnAa " KOHCTPYKUUN
neyn.

Kpome TOro, 3gecb Takke Heo6Xo4MMO
CBA3aTbCA C MPOM3BOAUTENEM MEUYHbIX
arperatoB AnAa OOCY)KAEHMA BHOCUMBIX
VN3MEHEHUI 1 TeX NMPeuMyLLecTB, KOTOpble
3TO fJacT [nAa  Balen  KOHKPeTHOun
3aaun.

C TOYKM 3pEHUs BO3MOXKHOW SKOHOMUW,
cnepyeT paccMOTpeTb CTaHZAPTHYO Meyb
C pacyeTHbIM BpPEMEeHeM 3KCryaTauum
6000 u/ron npu MaKCHManbHOM
NpoV3BOANTENBHOCTY 4 T NPOAYKLMY B Yac
(24 000 1/rop).

MNpun3Hagasn, yTo KOHCTPYKLMA
60NbLWINHCTBA MeYell U3INLIHE YCIIOXKHEeHa
M 4YTO AnA NPOU3BOAUTENA NpPaKTUYeCcKun
HEBO3MOXXHO obecrneuntb MOCTOAHHbIN
BbINMYCK TOBApHOW  HOMEHKNaTypbl C
MaKCMManbHOM  MPOU3BOAUTENbHOCTbIO,
NPeAnosioXumM, UYto ¢dakTnyecknin obbem
npousBoacTBa coctaenAeT 20 000 1/rog, a
CTaHAapTHasA TernyjioBaA Harpyska neum —
80 % OT ee MaKCMManbHOro 3Ha4YeHuA.

C yyeToM BbllLeCKa3aHHOro B Tabnuue
5 npefcTtaBneHbl  CBOAHble  [JaHHble
no pacxogy W CTOMMOCTVM TOMauMBa W3
pacyeta 6asVCHON LieHbl Ha TOMINBO B
0,40 ponn. CLLUA/Ky6. M cornacHo TekyLm
CTaHAAPTHbIM  pacleHkaM Ha ra3 Ha
KaHa[ICKOM pbIHKe.

Kak  MOXHO  yBMAeTb,  CyllecTByeT
BO3MO>KHOCTb 3HAUNTENIbHOTO COKpaLLeHNs
pacxopa Tonnuea n o6bema 3aTpaTt Ha Hero
JaXe Ha MpeanpuATUN, Ha KOTOPOM neun
SKCMyaTUPYIOTCA B pexume, 613KoM
K MakcumanbHomy. [pepanpuAtna, Ha
KOTOPbIX MOLLHOCTU Meyvel NCnonb3yTca
MeHbllUEe, 3SKOHOMUA  TomnuBa  GyAaer
nponopuroHanbHO Gonblue.
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Mpepnonaraetca, 4To  Ha  MHOMUX
NPeanpuUATUAX BCE 3aTpaTbl, MOHECEHHbIe
npu  3ameHe CXeM  PerynupoBaHuA
[lefcTBYOWMX Neyel, MOryT OKynuTbCA B
TeyeHe MeHee OHOrO rofa.

BbiBOAbI

HepaBHve vccnepoBaHWA MHTEHCMBHOCTU
Tennonepefayn Ha HUTU MPOBOJIOKM
B TMCEBLOOXKMXEHHOM CJloe MoKasanu,
uto 6GeccTyneHyaToe WAM CTyneHuyaToe
perynupoBaHue NCeBLOOXMKEHHOTO
CN10, WCMNONb3yeMOro Mpu TepPMUUYECKON
06paboTKe  MPOBONOKK,  MPAKTUYECKU
BO3MOXHO.

B uucne npeumylects WCMofib30BaHMA
3TVIX CXeM PEryIMpOBaHA — 3HAaUUTENIbHOE

COKpalleHne  pacxopja  TormimMBa 1
COOTBETCTBYIOLLEE  CHUXKEHME  BPEeAHbIX
BbIOPOCOB.

[ns paboTbl C UCMONb30BaHNEM YKa3aHHbIX
CXeM perynnpoBaHna Npu MUHUMASbHbIX
3aTpaTtax MOryT CTPOWUTbCA HOBble Mneuw,
npu 3TOM BO MHOMMX CNyyasAx MOMXHO
nerko moanduumnpoBaTb CyullecTByoLme
neun. ]

BbipakeHune
nNpuU3HaTesbHOCTU

ABTOPbI BbIpaXaloT MPU3HATENIbHOCTb 1
6narofapHoCTb Wccneposatenbckomy
coBeTy KaHagbl MO  ecTecTBeHHbIM
Haykam 1 TexHuke (NSERC) 3a okasaHHyto
noaaepxKy.

MocBAaweHne
HaCTOﬂLI.l,aﬂ CTaTbA NOCBAWAEeTCA NamMATU

Oununna Koyu (1962-2006 rr.), HacTosLlero
apyra U DHEepPrMyHoro  CTOPOHHUKa
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PYCCKNI

HEeNnpepbIBHOIo pa3BnuTNA  TEXHOJIOINN
NnceBAOOXKMMKEHHOIO CJ10A U I'IpOBOJ'IOqHOIh
NMPOMbILTEHHOCTW.

YcnoBHble
o603HaueHus

— AWaMeTp NPOBOOKM (M)

— KO3bPMLNEHT KOHBEKTVBHOW TEMNOOTAAYUMN
(BT/(M*K))

K03POULMEHT TENTONPOBOJHOCTN
oxwvKatoLero rasa (Bt/(m-K))

Nu - uncno Hyccensta (Nu = hd, /k)

U - cKopocCTb MOTOKa OXMKatoLero rasa (m/c)

U - MMHMManbHas CKOPOCTb MOTOKA OXUXKaloLLero
rasa, Heobxoanmas ana obpasoBaHUA
NCeBAOOXKMMKEHHOro cnos (m/c)
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I
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francais

Amélioration de l'efficacité
du combustible d’un four
de recuit a bain fluidisé

Par J Friedman, Ryerson University, Toronto, Canada, et G Lundy, The ICE Group Ltd, Quebec, Canada

Introduction

Les fours de recuit a bain fluidisé sont de
plus en plus demandés dans l'industrie du
fil d'acier car ils représentent l'alternative
la plus viable aux recuiseurs a plomb, dont
l'installation est désormais difficile ou
impossible dans plusieurs pays du fait des
reglements environnementaux stricts.

Bien que le lit fluidisé constitue une
alternative attrayante quant au plomb,
il présente des limitations intrinseques,
en particulier en ce qui concerne la
consommation de combustible dans le
cas de charges réduites.

Cette limitation dérive de la conviction
que le lit fluidisé doit fonctionner a une
vitesse de fluidisation fixe afin d'assurer
des conditions de transfert thermique
uniformes. On croyait qu’une vitesse de
fluidisation variable aurait influencé la
vitesse de transfert thermique des fils
immergés, avec pour résultat une variation
de la qualité du produit.

Cette conviction est issue de la recherche
sur le transfert thermique a des cylindres
immergés, menée au cours de ces derniéres
décennies. Ce travail, résumé par Saxena ',
démontre clairement que la vitesse de
transfert de chaleur a un cylindre immergé
augmente au rythme de l'accroissement
de la vitesse de fluidisation.

Toutefois, cette recherche était basée sur
des expériences entrainant le transfert
de chaleur a des tubes d'un diamétre de
12,7mm ou de dimensions supérieures,
utilisés comme des tubes chaudiere
immergés dans des lits fluidisés de
charbon pour la production dénergie.
Pratiquement aucune étude n'a été
reportée concernant des cylindres de
dimensions inférieures.

Des expériences récentes effectuées a
I'Université de Ryerson?ont démontré que
cette tendance diminue au-dessous de
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A Figure 1: Comparaison des corrélations standard avec les données pour le transfert thermique a un fil de

3,18mm dans un lit fluidisé (de ?)

10mm de diamétre dans les lits fluidisés
a oxyde d’aluminium dans la gamme de
grosseur de grain de 50-90 (145-330um).

En effet il a été démontré que la vitesse
de transfert thermique aux fils immergés
dans un lit fluidisé est essentiellement
constante lorsque la vitesse de fluidisation
estU/U_>2.

Cela est clairement illustré a la Figure 1,
qui présente les données réelles référées a
un fil de 3,18mm (1/8") immergé dans un
lit fluidisé avec un grain de 60 (250um).
La figure montre également des prévisions
de corrélation pour un fil des mémes
dimensions dans les mémes conditions.

Clairement ces corrélations', toutes
dérivées de données relatives au transfert
de chaleur a des tubes immergés dans un
diametre compris entre 25 et 50mm ne
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peuvent étre utilisées pour prévoir avec
précision la vitesse de transfert thermique
aux cylindres des mémes dimensions du
fil. Une nouvelle corrélation indiquée pour
I'utilisation avec des fils est développée
etillustrée en 2

L'une des principales implications de ces
résultats réside dans le fait que la vitesse de
fluidisation dans un lit de fluidisation peut
étre variée sur une gamme suffisamment
vaste sans influencer la vitesse de transfert
thermique et donc la qualité du produit.

Discussion

La majorité des lits fluidisés utilisés pour le
traitement thermique des fils sont installés
en utilisant trois ou plusieurs zones de
controle.
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francais

Cemahes 100% 56,3% 39,4%
par le temps (%)
Surplus d‘air (%) 5% 87% 167%

A Tableau 1: Charge du four avec la totalité des zones affichées en fonction de la méme vitesse de fluidisation,

a 100% de sa capacité

Gaz divisé par le 64,8% 40,8% 32.8%
temps (%)
Surplus d‘air (%) 62,4% 145% 205%

A Tableau 2: Charge du four avec la totalité des zones affichées en fonction de la méme vitesse de fluidisation,

a50% de sa capacité

Gaz divisé par 100% 82,9% 50%
le temps (%)
Surplus d‘air (%) 5% 27% 78%

A Tableau 3: Charge du four avec la Zone 1 affichée a 6 x U , Zone 2 affichée a 3 x U_, et Zone 3 affichée

a2xU_,a100% de sa capacité

(LRGN L 64,8% 56,2% 42,1%
le temps (%)
Surplus d‘air (%) 62,4% 87,3% 137%

A Tableau 4: Charge du four avec la Zone 1 configurée a 6 x U_, Zone 2 configurée a 3 x U, et Zone 3 configurée

a2xU_,a50% de sacapacité

Chaque zone est caractérisée son
systeme de controle de la température,
mais généralement la totalité des zones
présentent la méme longueur et sont
réglées selon les mémes (ou presque les
mémes) valeurs de température et de
vitesse de fluidisation.

Le fil froid est introduit dans le four
dans la Zone 1, ou des quantités élevées
de chaleur sont absorbées puisque la
différence de température entre le fil et le
lit est considérable.

Le fil passe ensuite a la Zone 2 ou
une quantité de chaleur relativement
inférieure est transférée au fil puisque la
différence de température entre le lit et
le fil est inférieure et entre enfin dans la
Zone 3 ou une quantité de chaleur méme
inférieure est absorbée.

Si le four a été concu correctement, le fil
atteindra la température de recuit dans
la Zone 3 et ensuite sortira du four pour
procéder a la phase de trempe et au
traitement successif.

Généralement, il y a le méme débit d'air
de fluidisation vers chaque zone et la

100

température est controlée en modulant
le gaz ou en utilisant une commande de
marche/arrét du gaz, tout en maintenant
un débit d'air continu.

Normalement la procédure utilisée pour
dimensionner le lit de fluidisation et
déterminer le débit de I'air a chaque zone
est la suivante:

1.  Détermination de la charge
calorifique globale et de la charge
calorifique pour la Zone 1 en fonction
du rendement maximal prévu pour
le dufil (kg/h);

2. Sur la base de la charge de la
Zone 1, détermination de la vitesse
de combustible requise pour la
fourniture de cette quantité de
chaleur aux fils;

3. Détermination du débit dair
a la Zone 1 requis pour brdler
completement le  combustible

(avec 5-10% de surplus d‘air pour
compenser la non-uniformité
du mélange et les éventuelles
inexactitudes des systéemes de
commande du flux);

4.  Détermination de la longueur et de
la largeur de la zone en fonction de
la vitesse et du nombre des fils;
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5. Sélection d’'une grosseur de grain du
sable de maniére a ce que la vitesse
de l'air dans la zone présente une
vitesse de fluidisation adéquate,
généralement dans la gamme de
3-5 x U_. Généralement la grosseur
de grain sélectionnée rentre dans la
gamme de 60-70 (200-250um).

En général, la configuration basée sur
les données mentionnées ci-dessus aura
pour résultat l'allumage de la Zone 1
chaque fois que le four est a pleine
charge, au moyen de la modulation du
gaz ou du cyclage marche/arrét dans les
zones successives, avec des débits d'air
identiques dans chaque zone.

Dans le cas d'un fil d’acier conventionnel,
a faible teneur en carbone, atteignant une
température de recuit de 710°C dans un lit
fluidisé a 730°C, la chaleur totale absorbée
est d'environ 446,8 kJ/kg. Environ 65,8%
de cette chaleur sera absorbée dans la
Zone 1; 25% dans la Zone 2 et le reste de
9,2% dans la Zone 3 dans un four a trois
zones. A pleine charge, le four fonctionne
comme suit:

Il faut remarquer quil n'y a aucune
différence réelle si I'on utilise le systéme
de réglage du gaz par modulation ou du
type marche/arrét. Les deux méthodes
fournissent des résultats identiques en
ce qui concerne la consommation du
combustible.

Comme l'on peut déduire du Tableau 1,
tandis que la Zone 1 fonctionne avec un
surplus d'air de 5% (sur dessin) a 100% de
sa capacité, les zones 2 et 3 fonctionnent
a des niveaux de surplus d'air élevés.

Par conséquent, I'énergie thermique
fournie par le combustible non seulement
est utilisée pour le chauffage du produit,
mais fournit également I‘énergie pour
réchauffer jusqu'a une température
du four de 730°C le surplus dair non utilisé
pour la combustion.

Cette énergie consiste essentiellement
en énergie gaspillée n'étant pas utilisée
pour le chauffage du produit. La situation
saggrave davantage si le four ne
fonctionne pas a pleine charge.

Par exemple, au cas ou le four décrit plus
haut fonctionnerait a 50% de la capacité
maximale, les valeurs du gaz divisé par
le temps et les débits du surplus d'air en
résultant seraient ceux indiqués dans le
Tableau 2 ci-dessous:

Il s'ensuit que le combustible utilisé par
tonne de produit augmente d’environ
26,9m° gaz/tonne a 39,2m?* gaz/tonne, ce
qui correspond a une augmentation de
45%. Clairement, le lit fluidisé configuré
pour une exploitation avec la totalité



francais

Fuel Consumption versus Production Rate
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A Figure 2: Comparaison de ['utilisation du combustible en fonction du changement du four en utilisant trois

différents schémas de régulation

des zones réglées a la méme vitesse
de fluidisation, ne peut fonctionner
efficacement a des charges réduites.

Toutefois, en considérant le fait que la
vitesse de fluidisation n'influence pas
significativement la vitesse de transfert
thermique (au moins aux vitesses de
fluidisation supérieures a 2 x U_), il existe
la possibilité de modifier la configuration
d'un lit de fluidisation pour en améliorer
la performance thermique.

Par exemple, si le four est concu de
maniere a ce que la Zone 1 soit configurée
pour une exploitation a 6 x U_ avec un
surplus d’air de 5% a pleine charge, la
Zone 2 est réglée a un débit d'air égal a
la moitié de la Zone 1 (c'est-a-dire 3 x U )
et la Zone 3 affichée a '/, du débit d‘air
de la Zone 1 (cest-a-dire 2 x U_), alors
la totalité des zones devraient présenter
des débits d'air similaires, mais les Zones
2 et 3 présenteraient des débits d'air bien
inférieurs par rapport a la Zone 1.

Les conditions d'exploitation du four
en résultant avec une capacité de 100% et
de 50% sont résumées aux Tableaux 3 et
4 ci-dessous.

La comparaison des Tableaux 3 et 4 avec
les Tableaux 1 et 2 illustre clairement que
la distribution séquentielle du débit d'air
dans les zones réduit considérablement
la quantité du surplus d‘air a chauffer, en
augmentant le rendement thermique.

L'utilisation du gaz par tonne de produit en
résultant dans le cas de I'air a distribution
par zones séquentielle est actuellement
de 22,2m* de gaz/tonne a 100% de sa
capacité et 29,7m* de gaz/tonne a 50%
de sa capacité, ce qui représente une

amélioration respectivement de 17,6%
et 24,0% par rapport au cas ou la totalité
des zones serait maintenue a la méme
valeur («toutes les zones égales"), ainsi que
le démontre l'illustration ci-dessus.

Des améliorations additionnelles de
l'efficacité  énergétique peuvent étre
obtenues a condition qu'il y ait la possi-
bilit¢ de moduler le gaz et l'air dans la
méme gamme de 2 x U_ et 6 x U _comme
indiqué pour la totalité des zones.

Le systeme de modulation devrait étre
configuré avec 5-10% de surplus dair
a travers la gamme de modulation. Si
une zone exige une quantité de chaleur
inférieure a la quantité prévue de 2 x U_,
le flux d'air devrait étre réglé a2 x U_ et la
zone devrait moduler uniquement le gaz
ou passer au controle on/off du gaz pour
éviter la défluidisation et la surchauffe.
L'utilisation de combustible par tonne
de produit en résultant serait égale a
21,7m? gaz/tonne a 100% de la capacité

et 24,3m? gaz/tonne a 50% de la capacité,
c'est a dire une amélioration de 19% et
38% respectivement par rapport au cas
ou la totalité des zones est maintenue a la
méme valeur («toutes les zones égales»).

La Figure 2 montre la consommation de
combustible par tonne de fil en fonction
de la capacité de production pour les trois
schémas de contréle traités plus haut. Bien
que les schémas de controle entrainent
une augmentation de ['utilisation de
combustible au rythme de la réduction
de la charge du four, il est clair qu'une
quantité considérable de combustible peut
étre économisée dans toute condition
d'exploitation en utilisant le controle
par zone séquentielle ou le contrdle par
modulation.

Réalisation

Les nouveaux fours peuvent étre congus
des le début pour I'exploitation dans deux
modes de fonctionnement. La commande
par zone séquentielle peut étre aisément
réalisée avec une modification partielle ou
sans aucune modification de la conception
du systtme de commande, tandis que
la commande par modulation exige des
modifications relativement simples et
économiques des dispositifs de commande
du combustible et de I'air.

Il est également possible de modifier des
fours existant déja. Un four qui fonctionne
actuellement en utilisant la commande
du gaz du type marche/arrét peut étre
modifié en changeant simplement la
grosseur de grain du sable de maniere a ce
que la Zone 1 puisse fonctionner a environ
6 x U_, et ensuite en réglant les Zones 2 et
3 pour obtenir les vitesses de fluidisation
requises.

Il peut étre nécessaire de modifier
les cheminées du four pour éviter
I'entrainement de sable a des vitesses
de fluidisation trop élevées ou lorsque

V  Tableau 5: Economies de combustible annuelles pour une installation de 20 000 tonnes/an, avec une charge

moyenne du four de 80%

Utilisation annuelle
du combustible
(m?)

600 000

482 000 443 600

Cout annuel du

combustible (m?) 3240000

$192 800 $177 440

Economies
annuelles (avec
commande “Toutes S0
les zones égales”)
(USS)

$47 200 $62 560
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la grosseur de grain est inférieure, les
cheminées dans la majorité des fours
devant étre adéquates. Il pourrait étre
nécessaire de collaborer avec le fabricant
du four pour réaliser ces modifications.

La modification des fours existant déja
pour I'exploitation avec la commande par
modulation peut étre plus compliquée,
puisque le panneau de commande et les
systétmes de réglage du combustible/
air pourraient exiger des modifications.
Toutefois, il est prévu de réaliser des
économies de combustible majeures.

La faisabilité des modifications dépendrait
de l'application spécifique et de la
conception du four. En outre, il est
recommandé de contacter le fabricant
du four pour discuter des modifications
et des bénéfices pour chaque application
spécifique.

En termes d'économies potentielles, il faut
considérer un four conventionnel concu
pour fonctionner 6 000 heures par an avec
une capacité maximale de 4 tonnes/heure
(24 000 tonnes/an).

En considérant que la majorité des
fours est légerement surdimensionnée
et qu'il est presque impossible pour un
producteur de maintenir une gamme de
produits permettant une maximisation
constante du rendement, il est supposé
que le rendement effectif soit égal a
20 000 tonnes/an et que la charge du
four typique soit égale a 80% au
maximum. Sur la base de ces données,
le Tableau 5 résume [I'utilisation et les
colts du combustible en considérant
un prix de base du combustible de
$0,40 US/m?, c'est-a-dire les colits courants
dans le marché canadien.

Comme l'on peut remarquer, il est possible
d'obtenir des réductions substantielles
dans [l'utilisation du combustible et
du colt, y compris dans une installation
actionnant son four(s) proche de sa
capacité.

Les installations qui n'utilisent pas la totalité
de la capacité du four peuvent économiser
proportionnellement plus de combustible.

Il est prévu que lI'amortissement de tout
colt supporté pour le changement du
schéma de commande d'un four existant
déja peut étre récupéré dans le délai d’'un
an ou moins pour plusieurs installations.

Conclusions

Des recherches récentes sur le coefficient
de transmission de chaleur dans les fils
dans un lit de fluidisation a démontré
que la régulation modulante ou la
régulation par zones séquentielle des lits
de fluidisation utilisé pour le traitement
thermique est faisable.

Les bénéfices offerts par l'utilisation de
ces schémas de commande comprennent
une réduction substantielle de [I'utilisa-
tion du combustible et une réduction
correspondante des émissions nocives.

Les nouveaux fours peuvent étre réalisés
pour fonctionner en utilisant ces schémas
de commande avec un colt minimum,

et les fours existant déja peuvent
étre aisément modifiés dans la majorité
des cas. |
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Terminologie

d, Diameétre du fil (m)

h  Coefficient de convection (W/m*-K)

k Conductivité thermique du gaz de
fluidisation (W/m-K)

Nu Numéro de Nusselt (Nu=hd_/k)

U Vitesse du gaz de fluidisation (m/s)

U, Vitesse minimale du gaz de fluidisation
requise pour la fluidisation (m/s)
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Miglioramento dell’efficienza
del combustibile di un forno
di ricottura a letto fluidizzato

A cura di J Friedman, Ryerson University, Toronto, Canada, e G Lundy, The ICE Group Ltd, Quebec, Canada

Introduzione

| forni di ricottura a letto fluidizzato
sono sempre piu richiesti nellindustria
del filo d'acciaio, poiché rappresentano
l'alternativa piu praticabile ai forni di
ricottura al piombo, la cui installazione &
ormai difficile o impossibile in numerosi
paesi a causa delle severe direttive
ambientali.

Nonostante costituisca un‘attraente
alternativa al piombo, il letto fluidizzato
presenta delle limitazioni intrinseche,
soprattutto per quanto riguarda il consumo
di combustibile nel caso di carichi ridotti.

Tale limitazione deriva dalla convinzione
che il letto fluidizzato debba funzionare ad
una velocita di fluidizzazione fissa al fine
di assicurare condizioni di trasmissione del
calore uniformi.

Si  riteneva che una velocita di
fluidizzazione variabile avrebbe influenzato
la velocita di trasmissione del calore dei
fili immersi variando conseguentemente la
qualita del prodotto.

Tale convinzione é il risultato della ricerca
sulla trasmissione del calore a cilindri
immersi, condotta nel corso di questi
ultimi decenni.

Questo lavoro, riassunto da Saxena ',
dimostra chiaramente che la velocita di
trasmissione del calore ad un cilindro
immerso aumenta con l'aumentare della
velocita di fluidizzazione.

Tuttavia, tali ricerche si fondavano su
esperienze basate sulla trasmissione del
calore a tubi del diametro di 12,7mm o di
dimensioni superiori, utilizzati come tubi
di caldaia immersi in letti fluidizzati di
carbone per la produzione di energia. Non
¢ stato riportato alcuno studio riguardante
cilindri di dimensioni inferiori.

Alcune recenti esperienze effettuate
presso l'universita di Ryerson? hanno
dimostrato che tale tendenza diminuisce
al di sopra di 10mm di diametro nei letti
fluidizzati all'ossido di alluminio con
grani di grossezza compresa nella
gamma fra 50 e 90 (145-330um). Infatti
e stato dimostrato che la velocita di
trasmissione di calore a fili immersi nel
letto fluidizzato e essenzialmente costante
quando la velocita di fluidizzazione &
U, > 2.

Cio e chiaramente illustrato nella
Figura 1, che presenta i dati reali riferiti
ad un filo di 3,18mm (1/8") immerso
in un letto fluidizzato con un grano di
grossezza pari a 60 (250um). La figura
mostra inoltre le previsioni di correlazione

per fili delle stesse dimensioni nelle
medesime condizioni. Chiaramente, tali
correlazioni ', tutte derivate da dati relativi
alla trasmissione di calore a tubi immersi
del diametro compreso tra 25 e 50mm non
possono essere utilizzate per prevedere
con precisione la velocita di trasmissione
di calore ai cilindri delle stesse dimensioni
del filo.

Una nuova correlazione adatta all'uso
dei fili e stata sviluppata e illustrata in
2, Una delle principali implicazioni di
questi risultati consiste nel fatto che la
velocita di fluidizzazione in un letto di
fluidizzazione puo variare su un campo
sufficientemente vasto senza influenzare
la velocita di trasmissione del calore e
quindi la qualita del prodotto.

'V Figura 1: Comparazione delle correlazioni standard con i dati per il trasferimento termico ad un filo di 3,18mm in

un letto fluiidizzato (da?)
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Car il 100% 56,3% 39,4%
tempo (%)
Eccesso d'aria (%) 5% 87% 167%

A Tabella 1: Carica del forno con tutte le zone impostate alla stessa velocita di fluidizzazione, al 100% della capacita

CabiEis 64,8% 40,8% 32,8%
tempo (%)
Eccesso d'aria (%) 62,4% 145% 205%

A Tabella 2: Carica del forno con tutte le zone impostate alla stessa velocita di fluidizzazione, al 50% della capacita

Gasfatio 100% 82,9% 59%
tempo (%)
Eccesso d'aria (%) 5% 27% 78%

A Tabella 3: Carica del forno con la Zona 1 impostata a 6 x U _, Zona 2 impostata a 3 x U_ e Zona 3 impostata

a2xU,_,al 100% della capacita

CeEiffifi 64,8% 56,2% 42,1%
tempo (%)
Eccesso d'aria (%) 62,4% 87,3% 137%

A Tabella 4: Carica del forno con la Zona 1 impostata a 6 x U, Zona 2 impostata a 3 x U _ e Zona 3 impostata

a2xU_, al50% della capacita

Discussione

La maggior parte dei letti fluidizzati
utilizzati per il trattamento termico dei fili
viene installata utilizzando tre o piu zone
di controllo. Ciascuna zona é caratterizzata
dal proprio sistema di controllo della
temperatura, ma generalmente tutte le
zone presentano la stessa lunghezza e
sono impostate secondo gli stessi (0 quasi
gli stessi) valori di temperatura e velocita
di fluidizzazione.

Il filo freddo entra nel forno alla Zona 1,
dove vengono assorbite grandi quantita
di calore essendo notevole la differenza
di temperatura fra il filo ed il letto. Quindi
il filo passa attraverso la Zona 2 dove una
quantita di calore relativamente inferiore
viene trasferita al filo essendo inferiore la
differenza di temperatura fra il letto ed il
filo.

Alla fine il filo entra nella Zona 3
dove viene assorbita una quantita di
calore ancora inferiore. Se il forno é
stato progettato correttamente, il filo
raggiungera la temperatura di ricottura
nella Zona 3 e quindi uscira dal forno
per procedere alla fase di tempra ed al
successivo trattamento. Generalmente, si
ha lo stesso flusso dellaria di fluidizzazione
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verso ciascuna zona e la temperatura e
controllata modulando il gas o utilizzando
un comando del tipo on/off, mantenendo
un flusso daria continuo. Di solito la
procedura utilizzata per dimensionare
il letto di fluidizzazione e determinare il
flusso d'aria a ciascuna zona é la seguente:

1) Si determina il carico termico globale
e il carico termico per la Zona 1 in
funzione del rendimento massimo
previsto per il filo (kg/h);

2) Sulla base del carico della Zona 1, si
determina la portata del combustibile
richiesta per la fornitura di tale quantita
di calore ai fili;

3) Si determina il flusso d'aria alla Zona 1
richiesto per bruciare completamente
il combustibile (con 5-10% di eccesso
d’aria per compensare l'eventuale non-
uniformita e le imprecisioni dei sistemi
di controllo del flusso);

4) Si determinano la lunghezza e la
larghezza della zona in funzione della
velocita e del numero di fili;

5) Si seleziona una grossezza del grano
della sabbia in modo che la velocita
dell'aria nella zona presenti una
velocita di fluidizzazione adeguata,
generalmente nel campo di 3-5 x
U _. Di norma la grossezza del grano
selezionata rientra nel campo da 60 a
70 (200-250pm).
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Generalmente, la configurazione basata
sui dati di cui sopra fa si che la Zona 1
risulti accesa ogni volta che il forno é a
pieno carico, mediante modulazione del
gas o regolazione con cicli on/off nelle
zone successive, con flussi d'aria identici in
ciascuna zona.

Nel caso di un filo d'acciaio tradizionale
a basso contenuto di carbonio, che
raggiunge una temperatura di ricottura
di 710°C in un letto fluidizzato a 730°C,
il calore totale assorbito & di circa 446,8
kJ/kg. Circa il 65,8% di questo calore sara
assorbito nella Zona 1; il 25% nella Zona 2
e il restante 9,2% nella Zona 3 in un forno
a tre zone. A pieno carico, il forno funziona
come segue:

Va sottolineato che non vi e alcuna
differenza reale sia che si utilizzi il sistema
diregolazione del gas tramite modulazione
o del tipo on/off. | due metodi forniscono
risultati identici per quanto riguarda il
consumo del combustibile.

Come si puo rilevare dalla Tabella 1, la
Zona 1 funziona con un eccesso d‘aria del
5% (a progetto) al 100% della sua capacita,
mentre la Zona 2 e la Zona 3 funzionano
ad alti livelli di eccesso d'aria.

Di conseguenza, l'energia termica fornita
dal combustibile non solo viene utilizzata
per riscaldare il prodotto, ma fornisce
anche l'energia per riscaldare l'eccesso
d‘aria non utilizzato per la combustione
alla temperatura del forno corrispondente
a730°C.

Questa energia consiste essenzialmente
in energia sprecata non essendo utilizzata
per riscaldare il prodotto. La situazione
si aggrava ulteriormente nel caso in cui
il forno non funzioni a pieno carico. Ad
esempio, qualora il forno sopra descritto
dovesse funzionare al 50% della massima
capacita, i valori del gas fratto tempo e
dell'eccesso d‘aria risultanti sarebbero
quelli indicati nella Tabella 2 seguente:

Ne consegue che il combustibile utilizzato
per tonnellata di prodotto aumenta
circa da 26,9m° gas/t a 39,2m’ gas/t,
corrispondente ad un aumento del 45%.
Chiaramente, il letto fluidizzato configurato
per un funzionamento con tutte le
zone regolate alla medesima velocita
di fluidizzazione, non puo funzionare
efficacemente a carichi ridotti.

Tuttavia, considerando il fatto che Ia
velocita di fluidizzazione non influenza

in  modo significativo la velocita di
trasmissione del calore (almeno a
velocita di fluidizzazione superiori a

2 x U ), esiste la possibilita di modificare
la configurazione di un letto di fluidizza-
zione per migliorarne le prestazioni
termiche.
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Ad esempio, se il forno & progettato
in modo che la Zona 1 sia configurata
per funzionare a 6 x U_ con un eccesso
d‘aria del 5% a pieno carico, la Zona 2 e
regolata ad un flusso d‘aria pari alla meta
di quello della Zona 1, (cioe 3 x U ) e la
Zona 3 impostata a '/, del flusso d'aria
della Zona 1 (cioé 2 x U_), allora tutte le
zone dovrebbero presentare dei flussi
d‘aria simili, ma le Zone 2 e 3 avrebbero dei
flussi d'aria notevolmente inferiori rispetto
alla Zona 1.

Le risultanti condizioni operative del forno
al 100% e al 50% della sua capacita sono
riassunte nelle Tabelle 3 e 4 qui di seguito.

La comparazione delle Tabelle 3 e 4 con
le Tabelle 1 e 2 illustra chiaramente che
la distribuzione sequenziale del flusso
d'aria nelle zone riduce considerevol-
mente la quantita di eccesso d'aria da
riscaldare aumentando il rendimento
termico.

Lutilizzo del gas per tonnellata di
prodotto risultante nel caso dell’aria
distribuita per zone sequenzialmente
equivale a 22,2m* di gas/t al 100% della
sua capacita e 29,7m* di gas/t al 50%
della sua capacita, che rappresenta
rispettivamente un miglioramento del
17,6% e del 24,0% rispetto al caso in cui
tutte le zone sono regolate secondo gli
stessi valori (“tutte le zone uguali”) come
sopra illustrato.

Ulteriori miglioramenti del rendimento
energetico possono essere ottenuti a
condizione che via sia la possibilita di
modulare il gas e l'aria nella stessa gamma
di2xU_e6xU_per tutte le zone come
sopra indicato.

Il sistema di modulazione dovrebbe essere
configurato con il 5-10% di eccesso d‘aria
mediante la gamma di modulazione.

Nel caso in cui una zona richieda una
quantita di calore inferiore alla quantita
prevista di 2 x U__, il flusso d'aria dovrebbe
essere regolatoa2x U_ e lazona dovrebbe
modulare unicamente il gas o passare

Fuel Consumption versus Production Rate
All zones at the same fluidizing rate

Fuel Consumption (m® gas/tonne wire)
3

—a— All zones the same
—+— Staged zones
—&— Modulating Control

0 10 20 30 40

Production Rate (%)

60 70 80 90 100

A Figura 2: Comparazione dell'utilizzo del combustibile rispetto alla carica del forno utilizzando tre diversi

schemi di controllo

al controllo on/off del gas per evitare la
defluidizzazione e il surriscaldamento.
L'utilizzo di combustibile per tonnellata
di prodotto sarebbe pari a 21,7m? gas/t
al 100% della capacita e 24,3m* gas/t al
50% della capacita, che si traduce in un
miglioramento rispettivamente del 19% e
del 38% rispetto al caso in cui tutte le zone
sono regolate secondo gli stessi valori
(“tutte le zone uguali”).

La Figura 2 indica il consumo di
combustibile per tonnellata di filo in
funzione della capacita di produzione per
tutti tre gli schemi di controllo discussi
precedentemente.

Sebbene gli schemi di controllo
prevedano un aumento dell'utilizzo
di combustibile con la riduzione del
carico del forno, puo essere chiaramente
risparmiata una quantita notevole di
combustibile in qualsiasi condizione di
funzionamento utilizzando il controllo
per zona sequenziale o il controllo
mediante modulazione.

V¥ Tabella 5: Risparmi annuali di combustibile per un impianto di 20.000 t/anno, con una carica media del forno dell’ 80%

Realizzazione

I nuovi forni possono essere progettati sin
dall'inizio per funzionare in entrambe le
due modalita.

Il controllo per zona sequenziale puo
essere facilmente realizzato modificando
parzialmente o senza modificare affatto
la configurazione del sistema di controllo,
mentre il comando tramite modulazione
esige delle modifiche relativamente
semplici ed economiche dei dispositivi
di controllo del combustibile e dellaria.
E" inoltre possibile modernizzare forni gia
esistenti.

Un forno che attualmente funziona
utilizzando il controllo del gas del tipo
on/off puo essere modificato cambiando
semplicemente la grossezza del grano
della sabbia in modo che la Zona 1
possa funzionare a circa 6 x U_, e quindi
regolando le Zone 2 e 3 per ottenere le
velocita di fluidizzazione richieste.

Utilizzo annuale del
combustibile (m?3)

600.000

482.000

443.600

Costo annuale del
combustibile (m3)

$240.000

$192.800

$177.440

Risparmi annuali (con
controllo “tutte le zone
uguali”) (US$)

$0 $47.200

$62.560
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Pud essere necessario modificare i camini
del forno per evitare il trascinamento
di sabbia a velocita di fluidizzazione
superiori o quando la grossezza del grano
¢ inferiore, sebbene nella maggioranza dei
casi i camini dovrebbero essere adeguati.
Potrebbe essere necessario collaborare
con il fabbricante del forno per realizzare
tali modifiche.

La modifica dei forni
funzionamento con il controllo tramite
modulazione puo essere complicato,
poiché il pannello di controllo ed i sistemi
di regolazione del combustibile/aria
potrebbero richiedere delle modifiche.
Tuttavia sarebbero realizzati risparmi di
combustibile maggiori.

esistenti per il

La fattibilita delle modifiche dipende
dall’'applicazione e dalla concezione del
forno. Inoltre, si raccomanda di contattare
il fabbricante del forno per discutere delle
modifiche e dei benefici per ciascuna
applicazione specifica.

In termini di potenziali risparmi, bisogna
considerare  un forno convenzionale
progettato per funzionare 6.000 ore
I'anno con una capacita massima di
4 t/h (24.000 t/anno).

Considerando che la maggior parte dei
forni & leggermente sovradimensionata e
che e quasi impossibile per un produttore
mantenere una gamma di prodotti che
consenta una massimizzazione costante
del rendimento, si suppone che il rendi-
mento effettivo sia pari a 20.000 t/anno
e che la carica del forno tipica sia pari al
80% al massimo.

Sulla base di questi dati, la Tabella 5 riassume
'utilizzo ed i costi del combustibile
considerando un prezzo di base del
combustibile di $0,40 US/m?, cioé i costi
correnti nel mercato canadese. Come si
puo notare, € possibile ottenere delle
riduzioni  sostanziali nell'utilizzo del
combustibile e del costo, anche in un
impianto che attiva il rispettivo forno(i)
quasi alla sua capacita.

Gli impianti che non utilizzano tutta la
capacita del forno possono risparmiare in
proporzione pit combustibile.

Si prevede di ammortizzare qualsiasi costo
sostenuto per eventuali modifiche dello
schema di controllo di un forno nello
spazio di un anno o meno per numerosi
impianti.

Conclusioni

Recenti ricerche sul coefficiente di
trasferimento termico a fili in un letto
di fluidizzazione hanno dimostrato che
il controllo tramite modulazione o il
controllo per zone sequenziali dei letti di
fluidizzazione utilizzato per il trattamento
termico é fattibile.

| benefici offerti dall’utilizzo di tali schemi
di controllo comprendono una riduzione
sostanziale dell'utilizzo del combustibile
ed una corrispondente riduzione delle
emissioni nocive.

| nuovi forni possono essere realizzati
per funzionare utilizzando tali schemi
di controllo con un costo minimo
ed i forni esistenti possono essere
facilmente modificati nella maggior parte
dei casi. |
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Terminologia

d, Diametro del filo (m)

h  Coefficiente di convezione (W/m?-K)

k Conduttivita termica del gas di
fluidizzazione (W/m-K)

Nu Numero di Nusselt (Nu=hd /k)

U Velocita del gas di fluidizzazione (m/s)

U, Velocita minima del gas di fluidiz-
zazione richiesta per la fluidizzazione
(m/s)
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Mejora de la eficiencia del
combustible de un horno de
recocido de lecho fluidizado

Por J Friedman, Universidad de Ryerson, Toronto, Canada, y G Lundy, The ICE Group Ltd, Québec, Canada

Introduccion

Los hornos de recocido de lecho fluidizado
se van difundiendo cada vez més en la
industria del alambre de acero porque
representan la alternativa mas factible
a los sistemas de recocido con plomo,
cuya instalacién es dificil o imposible en
muchos paises debido a la rigidez de las
normas de proteccion ambiental.

Aunque el lecho fluidizado sea una buena
alternativa al plomo, presenta algunas
limitaciones, en particular por lo que se
refiere al consumo de combustible en caso
de cargas reducidas.

Esta limitacidn se debe a la convicciéon que
el lecho fluidizado debe funcionar a una
velocidad de fluidizacién fija para poder
asegurar condiciones de transferencia
de calor uniformes. El concepto es que
variando la velocidad de fluidizacion se
influencia la tasa de transferencia de calor
a los alambres sumergidos y se obtiene,
por consiguiente, un producto de calidad
variable. Esta conviccion es el resultado
de investigaciones sobre transferencia de
calor a cilindros sumergidos realizadas en
las dltimas décadas.

Estos estudios, resumidos por Saxena ',
muestran claramente que la tasa de
transferencia de calor a wun cilindro
sumergido aumenta al disminuir la
velocidad de fluidizacién. Sin embargo,
todas estas investigaciones se basan
en experimentos de transferencia de
calor a tubos de 12,7mm de didmetro o
mas grandes, utilizados como tubos de
calderas sumergidos en lechos fluidizados
de carbdn para generar energia.
Practicamente no se conocen resultados
de investigaciones sobre cilindros de
dimensiones mas pequenas.

En experimentos recientes, realizados
en la Universidad de Ryerson 2, se ha
demostrado que esta tendencia se
rompe aproximadamente con valores por

debajo de 10mm de didmetro en lechos
fluidizados de oxido de aluminio con
granos de tamafo comprendido entre
50y 90 (145-330um). Efectivamente, se ha
demostrado que la tasa de transferencia
de calor a alambres sumergidos en lecho
fluidizado es practicamente constante
cuando la velocidad de fluidizacion de
U/U, ces> 2.

Esto estd claramente ilustrado en la
Figura 1, que muestra los datos actuales de
un alambre de 3,18mm (1/8") sumergido en
un lecho fluidizado con grano de tamarno
60 (250um). La figura muestra también
las previsiones de las correlaciones para
alambre de iguales dimensiones en las
mismas condiciones.

Claramente, estas correlaciones ', todas
derivadas de datos para la transferencia
de calor a tubos sumergidos de didmetro
comprendido entre 25y 50mm, no pueden
ser usadas para prever con precision la tasa
de transferencia de calor a cilindros de las
mismas dimensiones del alambre.

Una nueva correlacion, adecuada para
alambres, ha sido desarrollada e ilustrada
en 2 Una de las implicaciones principales
de estos resultados es que la velocidad
de fluidizacion en un lecho fluidizado
puede ser variada en un campo
bastante amplio sin influenciar la tasa de
transferencia de calor y, por consiguiente,
la calidad del producto.

Argumentacion

La mayor parte de los lechos fluidizados
utilizados para tratar térmicamente
los alambres estan formados por tres
o mas zonas de control. Cada zona
estd equipada con su propio sistema
de control de temperatura, pero
normalmente todas las zonas tienen la
misma longitud y estdn reguladas a las
mismas o aproximadamente las mismas
temperaturas y velocidades de fluidizacion.
El alambre frio entra en el horno en
la Zona 1, donde se absorben grandes

V¥ Figura 1: Comparacién de correlaciones estdndares con datos para transferencia de calor a un alambre

de 3,18mm en un lecho fluidizado (de 2)
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Gas sobre ) . \
Tiempo (%) 100% 56,3% 39,4%
Aire en exceso (%) 5% 87% 167%

A Tabla 1: Carga del horno con todas las zonas ajustadas a la misma velocidad de fluidizacién,

al 100% de su capacidad

Gas sobre 0 : )
Tiempo (%) 64,8% 40,8% 32,8%
Aire en exceso (%) 62,4% 145% 205%

A Tabla 2: Carga del horno con todas las zonas ajustadas a la misma velocidad de fluidizacién, al 50%

de su capacidad

Gas sobre o o o
Tiempo (%) 100% 82,9% 59%
Aire en exceso (%) 5% 27% 78%

A Tabla 3: Carga del horno con Zona 1 regulada a 6 x U, , Zona 2 regulada a 3 x Umfy Zona 3 reguladaa 2 x U, ,

al 100% de su capacidad de carga

Gas sobre ® 9 0
Tiempo (%) 64.8% 56.2% 42.1%
Aire en exceso (%) 62.4% 87.3% 137%

A Tabla 4: Carga del horno con Zona 1 regulada a 6 x U, , Zona 2 regulada a 3 x U, .y Zona 3 reguladaa 2 x U,

al 50% de su capacidad de carga

cantidades de calor porque hay una
gran diferencia de temperatura entre
el alambre y el lecho. Luego, el alambre
pasa a la Zona 2, donde se transfiere
proporcionalmente  menos calor al
alambre, porque la diferencia de tempera-
tura entre el lecho y el alambre es menor
y, por ultimo, el alambre entra en la
Zona 3, donde se absorbe una cantidad
de calor incluso menor.

Sielhorno hasido disefiado correctamente,
el alambre alcanzard la temperatura de
recocido en la Zona 3, y luego saldra del
horno para el temple y otros procesos.
Normalmente, hay el mismo flujo de
aire de fluidizacién en cada zona y la
temperatura es controlada modulando
el gas o usando un control de gas de tipo
on/off (apertura/cierre), manteniendo un
flujo de aire continuo. Por lo general, el
procedimiento usado para dimensionar el
lecho fluidizado y determinar el caudal del
aire en cada zona es el siguiente:

1. se determina la carga térmica total y la
carga térmica para la Zona 1 en base al
rendimiento esperado maximo (kg/h);
en base a la carga de la Zona 1, se
determina el caudal del combustible
requerido para suministrar  esta
cantidad de calor a los alambres;

g
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3. se determina el caudal del aire para
la Zona 1 requerido para quemar
completamente el combustible
(con un 5-10% de aire en exceso
para compensar la posible falta
de uniformidad de mezclado e
imprecisiones del equipo de control
del flujo);

4. en base a la velocidad del alambre y al
numero de alambres, se determina la
longitud y la anchura de la zona;

5. se selecciona un tamafo de grano de
arena con que la velocidad del aire en
la zona pueda proveer una velocidad
defluidizacion adecuada, normalmente
en el rango de 3-5 x U_.. Por lo general,
el tamano de grano seleccionado esta
en el rango de 60-70 (200-250um).

En base a los datos anteriores, se obtiene
tipicamente una Zona 1 che esta encendida
siempre cuando el horno estd cargado
completamente, mediante regulacién del
gas con modulacién o ciclos on/off en
las zonas siguientes y con flujos de aire
idénticos en cada zona. Para un alambre
de acero de bajo carbono convencional,
que alcanza una temperatura de recocido
de 710°C en un lecho fluidizado a 730°C,
el calor total absorbido por el alambre
sera aproximadamente 446,8 KJ/Kg.

EuroWire — Enera de 2007

Cerca de un 65,8% de este calor serd
absorbido en la Zona 1, un 25% en la
Zona 2 y el restante 9,2% en la Zona 3,
en el caso de un horno de 3 zonas. A
plena carga, el horno funcionard como se
ilustra a continuacion:

Se debe notar que no hay una diferencia
efectiva si se usa el sistema de control
del gas por modulacién o de tipo on/off.
Ambos métodos proporcionan resultados
idénticos por lo que se refiere al consumo
de combustible.

Como se puede ver en la Tabla 1, la
Zona 1 funciona con un 5% de aire en
exceso (de proyecto) al 100% de su
capacidad de carga, mientras que la
Zona 2 y la Zona 3 funcionan con altos
niveles de aire en exceso.

Por consiguiente, la energia térmica
proporcionada por el combustible no
es utilizada solamente para calentar el
producto, sino que debe proveer también
energia para calentar el aire en exceso
no utilizado para la combustion a la
temperatura del horno correspondiente
a730°C.

Esta energia es esencialmente energia
derrochada, dado que no es usada para
calentar el producto. La situacion incluso
empeora si el horno no funciona a plena
carga. Por ejemplo, si el horno descrito
antes tuviera que funcionar con una
carga maxima del 50%, los valores de
gas sobre tiempo y de aire en exceso
serfan los indicados en la Tabla 2 ilustrada
a continuacion:

Como resultado, el combustible utilizado
por tonelada de producto aumenta
aproximadamente de 269m*® gas/t a
39,2m? gas/t, que representa un aumento
del 45%. Claramente, el lecho fluidizado
configurado para funcionar con todas las
zonas a la misma velocidad de fluidizacién
no puede funcionar eficientemente con
cargas reducidas.

Sin  embargo, considerando que la
velocidad de fluidizacién no influencia
significativamente la tasa de transferencia
de calor (por lo menos a velocidades
de fluidizacion superiores a 2 x U, ), es
posible alterar la configuracién de un lecho
fluidizado para mejorar su rendimiento
térmico.

Por ejemplo, si el horno estd disefado
de manera que la Zona 1 estd regulada
para funcionar a 6 x U_.con un 5% de aire
en exceso a plena carga, la Zona 2 esta
ajustada para admitir la mitad de flujo
de aire de la Zona 1 (es decir, 3 x U /), ¥
la Zona 3 esta preparada para funcionar
con '/, del flujo de aire de la Zona 1 (es
decir, 2 x U_/), entonces todas las zonas
proporcionaran tasas de transferencia
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Fuel Consumption versus Production Rate
All zones at the same fluidizing rate
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A Figura 2: Comparacién del uso de combustible en funcién de la carga del horno usando tres esquemas de control

diferentes

de calor similares, pero las Zonas 2 vy
3 tendran caudales de aire mucho mas
bajos que la Zona 1. Las condiciones
operativas resultantes del horno al 100%
y 50% de su capacidad estdn resumidas
en las Tablas 3y 4 de abajo:

La comparaciéon de las Tablas 3 y 4 con
las Tablas 1 y 2 muestra claramente que
ajustando por zonas el flujo de aire, se
reduce sustancialmente la cantidad de
aire en exceso a calentar y se aumenta la
eficiencia térmica.

El uso de gas por tonelada de producto
resultante en caso de aire ajustado por
zonas es ahora 22,2m? gas/t al 100% de
la capacidad y 29,7m* gas/t al 50% de la
capacidad, una mejora respectivamente
del 17,6%y 24,0% respecto al caso de tener
“todas las zonas ajustadas a los mismos
valores” como se ha ilustrado antes.

Se puede mejorar incluso mas la eficiencia
energética, si existe la posibilidad de
modular tanto el gas como el aire en el
mismo rango de 2 x U _.y 6 x U_, sugerido

antes en todas las zonas. El sistema de
modulacién deberia ser configurado con
un 5-10% de aire en exceso a través del
rango de modulacion.

Si una zona requiere una cantidad de
calor inferior a la provistaa 2 x U_.y un 5%
de aire en exceso, el flujo de aire deberia
ser ajustado a 2 x U .y en la zona se
deberia modular el gas solamente o pasar
a un control on/off del gas para evitar la
desfluidificacion y el sobrecalentamiento.

El uso de combustible por tonelada de
producto resultante seria 21,7m*® gas/t
al 100% de la capacidad y 24,3m?® gas/t
al 50% de la capacidad, una mejora del
19% y 38% respectivamente respecto al
caso de tener “todas las zonas ajustadas
a los mismos valores”.

La Figura 2 muestra el consumo de
combustible por tonelada de alambre
frente a la velocidad de produccién para
los tres esquemas de control descritos
arriba. Aunque todos los esquemas de
control experimenten un mayor uso de

combustible al reducir la carga del horno,
es evidente que puede ahorrarse una
cantidad de combustible considerable
en todas las condiciones de funciona-
miento usando el control por zonas o el
control por modulacion.

Implementacion

Los nuevos hornos pueden ser disefiados
desde el inicio para funcionar en los dos
modos operativos. El control por zona se
puede obtener facilmente modificando
parcialmente o incluso sin modificar el
disefio del sistema de control, mientras
que el control por modulacidon requiere
modificaciones relativamente simples y
no costosas en los dispositivos de control
del combustible y del aire.

Se pueden modificar también los hornos
existentes. Un horno que actualmente
funciona con control de gas de tipo on/
off puede ser modificado simplemente
cambiando el tamafno del grano de arena
de manera que la Zona 1 pueda funcionar
a aproximadamente 6 x U_, y luego
ajustando las Zonas 2 y 3 para obtener las
velocidades de fluidizacién deseadas.

Puede ser necesario modificar las
chimeneas del horno para evitar el arrastre
de arena a velocidades de fluidizacién
mas altas o bien cuando el tamano
del grano es mas pequefo, aunque se
espera que las chimeneas de la mayoria
de los hornos sean adecuadas. Seria
necesario contar con la colaboracion del
fabricante del horno para realizar estas
modificaciones.

La modificacidon de hornos existentes para
que puedan funcionar con control por
modulacién puede ser mas complicada,
porque el panel de control y los sistemas
de control del combustible/aire podrian
necesitar modificaciones. Sin embargo,
se obtendrian ahorros de combustible
mayores.

La viabilidad de las modificaciones
depende de la aplicacién especifica y del
diseno del horno.

V¥ Tabla 5: Ahorros potenciales de combustible para una planta de 20.000 t/aio, con carga media del 80% de la capacidad del horno

Uso anual del combustible (m?) 600.000 482.000 443.600
Coste anual del combustible (m?) $240.000 $192.800 $177.440
Ahorros anuales (con control

“todas las zonas iguales”) (USS$) 20 A 202260
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También en este caso es necesario
contactar con el fabricante del horno para
discutir las modificaciones y los beneficios
de cada aplicacion especifica.

En términos de ahorros potenciales, se
debe considerar un horno convencional
disefado para funcionar 6.000 horas
al ano a la capacidad méxima de
4 t/h (24.000 t/afno).

Teniendo en cuenta que la mayoria de los
hornos estan un poco sobredimension-
ados y que es casi imposible para un
productor mantener una mezcla de
productos que permita maximizar el
rendimiento en todas ocasiones, se
considerard un rendimiento efectivo
de 20.000 t/afio y una carga de horno
tipica del 80% como maximo.

En base a estos datos, la Tabla 5 resume el
uso de combustible y su coste, utilizando
un precio de base del combustible de
$0,40 US/m?, que es el coste del gas tipico
corriente en el mercado canadiense.

Como se puede ver, se puede reducir
sustancialmente el uso de combustible y
el coste, incluso en una planta donde los
horno(s) funcionan casi a su capacidad.

Las plantas donde los hornos no
funcionan a plena capacidad pueden
ahorrar proporcionalmente mas com-
bustible. Se prevé que el coste generado
por el cambio de esquema de control
del horno existente pueda ser amortizado
en un ano o menos en muchas plantas.

Conclusiones

Las investigaciones recientes sobre
tasa de transferencia del calor en un
lecho fluidizado han demostrado que el
control por modulaciéon o el control por
zonas de los lechos fluidizados para
el tratamiento térmico del alambre es
factible. Los beneficios que proporcionan
estos esquemas de control incluyen una

sustancial reduccién del uso de com-
bustible y una correspondiente reduccién
de emisiones nocivas. Los hornos nuevos
pueden ser construidos para funcionar
usando estos esquemas de control con
un coste minimo, y los hornos existentes
pueden ser facilmente modificados en la
mayoria de los casos. |
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Nomenclatura

d, Diametro del alambre (m)

h  Coeficiente de conveccién (W/m?-K)

k Conductividad térmica del gas de
fluidizacion (W/m-K)

Nu Nidmero de Nusselt (Nu = hd,, / k)

U Velocidad del gas de fluidizacién (m/s)

U Velocidad minima del gas de
fluidizacion  requerida  para la
fluidizacion (m/s)
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FACTORY CAPPONI & ROSSI

HALOGEN FReEE COMPOUNDS

€' Fainplast P
Plastiche di un altro Mondo ‘

New Cross-Linkable LSFOH Compounds
Thermoplastic LSFOH Compounds

Products for High

‘; and Low exercise temperatures

with Lead or Lead Free
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; www.fainplast.com
‘ info@fainplast.com
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. tel: +39 0736 403605
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THE RIGHT PLAYERS: Two star players - MEGOLON and SMOKEGUARD — MEGOLON"
are now on the same team! As our customer, you will benefit greatly from halogen-free compounds
our diverse and proven portfolio of cable compound materials.

SMOKEGUARD"
low smoke, flame retardant speciality PVC compounds
THE RIGHT STRATEGY: Our game plan is focused on three key initiatives:
1) fulfilling our customers’ needs, 2) providing leading-edge technology,
3) planning for the future. We are involved, experienced, and established.
You can count on us.

GARAFLEX™
thermoplastic elastomers
(PVC, TPV, olefin, rubber, nylon)

A SPIRIT OF TEAMWORK: At AlphaGary, we are committed to the success
of your wire & cable initiatives. We share your goals. We hold ourselves
accountable to you, our customer. When you win, we win.

Contact us today for more information: 5 AlphaGary Ltd.

info@alphagary.com or visit www.alphagary.com q\;%hgi((])?‘g;r(?g)rr;i)\zatlon Beler Way, Melton Mowbray
Leominster MA 01453 USA  Leicestershire LE13 0DG UK
+1(978) 537-8071 +44 (0) 1664 502222




