March 2016

www.presezziextrusiongroup.com
Presezzi Extrusion S.p.A.

Profile Automation S.r.l.

Coim S.r.l.

JORDAN ALUMINUM - USA

G.JAMES - AUSTRALIA
Presezzi Extrusion Lands in
Australia

Jordan Aluminium invests in a state of the art
extrusion line
Jordan
aluminum,
a
Memphis
TN based aluminum extrusion
manufacturer, awarded PRESEZZI
GROUP with the purchase of a
COMPLETE EXTRUSION LINE WITH A
26MN PRESS.
Jordan Aluminum Windows and Doors
Company has been operating for almost
5 decades on the business of Vinyl and
aluminum windows and sliding doors for
the residential market. After having a record
of sales in 2006 that reach $90m, Jordan
Aluminum has been challenging and many
of its main customers gone out of business.
During 2007 and 2008 the Company suffered
a sales reduction of more than 75% and soon
the company was near bankrupt.
On 2009 all the assets were sold to the
current ownership, including a very old
extrusion line.
The Company was named JORDAN
ALUMINUM EXTRUSION and immediately
started to invest in new markets, meanwhile
a new anodizing plant was added.
On 2014 the company decided to do another
additional step and decide to invest in a new
state of the art extrusion plant.
The line has as center piece a 26MN
(3000UST) 8” press capable to extrude
billets up to 48” long.
The press is equipped with the world most
efficient energy system, the patent PE ESS
that has been tested and installed in all
the PRESEZZI Presses during the last 6
years, demonstrating excellent hydraulic
performances, extremely long pump life
and energy savings up to more than 30%
comparing other system available on the
market.
A Coim log furnace with tapered heating and
with a production of 3800Kg/h of aluminum
was chosen for several reasons, in particular
for the robust construction, the gas efficiency
and the long guarantees.
The furnace is able to reach a tapered
heating that allow to have a difference of
temperature from the heat of the billet to the
tail up to 80F.
The tapered heating is a “must” when the
furnace need to feed a new press with very
long container. During the extrusion, the
high pressure inside the container and the
friction of the aluminum flow between the
skin and the container liner, increases the
temperature drastically. The result will be
an increasing of the temperature at the exit
of the press platen that can arrive out of the
allow range of temperature. In order to avoid

The project as a whole involves a new 35
MN 10” Front loading press. The 10” press
is fitted with an handling system that takes
into consideration the maximum dimensions
of the special products and alloys products
to be produced...
Read the article on page 3

ALUMINIUM RECYCLING
Aluminium scrap decoaters

this problem that causes mechanical and
surface problems on the aluminum shape,
a tapered heating system is added to the
furnace. The lower temperature of the billet
tail will raise during the extrusion arriving at
the face of the die at the same temperature
as was the head of the billet.
At the exit of the press an High Efficiency
Cooling System HECS will give the possibility
to cool down any kind of extruded shape,
at very high extrusion speed adjusting the
quantity of air or water independently around
the shape.
The HECS is equipped with 6 air setting zones
(2 on top, 2 on bottom, and 1 on each side)
and thanks of two high performance fans, it is
possible to have up to 3,700,000 ft3/h of high
speed air touching the profile. The system
is able to adjust every zone indipendently in
order to have the correct cooling but above
all to avoid distorsions along the profile.
The HECS is also equipped with 6+6 water
zones. The High pressure of the water and
the high quantity along the 20’ quenching,
can allow to cool down solid bars at very high
extrusion speed, reaching the quenching
speed that each alloy required in order to

reach the mechanical properties required.
A 177’ long cooling table with a flying cut
system will allow Jordan Aluminum Extrusion
to perform multiple cuts along the same
extrusion, without stop the press. The long
cooling table will reduce the scrap of head
and tails and this become very important
when a long billet can be loaded into the
press.
“We couldn’t be more excited about this
investment. With the addition of a new
state of the art Presezzi complete system,
we’ll continue to strive to serve our
regional customer base with expanded
capacity, ability to process larger shapes,
and be able to offer different alloys. In
addition, we hope to be able to increase
our utilization of our fully automated
anodize line installed in 2013.”
Said by
Lewie Smith, President
ALUMINUM EXTRUSION

of

JORDAN

Decoating is the process by which paint,
plastic, oil, ink and paper are removed from
the surface of aluminium scrap...
Read the article on page 6

AL TAISSER- MIDDLE EAST
P.A. is a leader as s supplier in
the Middle East Area

Profile Automation confirms itself as a
notable supplier in the Middle East Area, for
the packing and handling sector.
Read the article on page 9

FULLY INTEGRATED EXTRUSION SYSTEMS FOR ALUMINIUM, COPPER & BRASS INDUSTRIES

Extrusion Presses

www.presezziextrusion.com

Profile Packing Handling Storage

www.pasrl.com

Gas Fired Billet Heater

www.coimsrl.net
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CUPRUM GROUP - MEXICO

New technologically advanced extrusion
line in Cuprum

PRESEZZI GROUP successfully
started up the new front loading
28MN Press and Log heating
system in CUPRUM Mexico city
division. The new investment
focused in particular in the
growing automotive market, has
as center piece a 28MN 8/9”
PRESEZZI Press.
CUPRUM SA de CV is the largest
extrusion manufacturer in Mexico
and in all Latin America.
The CUPRUM Group, that
includes more than 4000
employees, has three extrusion
divisions, located in Monterrey,
Mexico city and Guadalajara with
a total of 15 presses.
On 2011, after the acquisition of
Aluminio Conesa in Guadalajara,
CUPRUM decided immediately
to invest in the replacement of
an old press, maintaining the
original furnace and handling
system. PRESEZZI team, after
a careful review, proposed
to supply a 20MN compact
model and also a Presezzi log
furnace with hot shear, in order
to increase the productivity, and
reduce the scrap.
On 2014, due to the increasing
demand of extruded profiles
in particular for the growing
automotive market, CUPRUM
decided to invest in a dedicated
new state of the art line. After a
carefully long review, CUPRUM
team decided to award PE
GROUP for the delivery of a
PRESEZZI 28MN 8/9” (3150UST)
front loading press and a COIM
log furnace with hot saw.
The main characteristics of the
line are the following:
PRESEZZI 28MN (3150UST)
8/9” front loading press
The press can develop a specific
pressure of 118,000PSI with a
billet of 8” and 93,000PSI with
a billet of 9”. The high specific
pressure was required in
particular for the high extrusion
ratios, and the ability to extrude
hard 6XXX alloys and low 7XXX,
typical alloys for the automotive
field.
The length of the billet that can
be loaded into the press is 48”
(1200mm).
The dead cycle time with the
longest billet is 14 sec. (including
the burp cycle).

The advantage of the front
loading is that the dead cycle
time reduce proportionally
with the reducing of the length
of the billet (a billet of 40” will
have a dead cycle time of
approximately 12sec.)
The press is loaded with all the
most important options and
futures, such as:

receive all the proper production
receipts to all the equipment,
including
upstream
and
downstream area. This software
is a “must” when a specific
process and quality control is
required. From the data manager
system, the manufacturer can
also recollect all the information
of each single extrusion. Such
information, like set point of
the log temperature and real
temperatures, press extrusion
parameters as speed, pressure,
ramps, butt end length, press exit
temperature and quenching exit
temperature, quenching set ups
and stretching set ups and aging
oven treatment cycle are just
few of the data that the system
recollect. All this information of
course can be used to issue the
relative quality certificates.
• The Die Nitrogen cooling
system, a special automatic
device that connect the liquid
nitrogen to the die. This system
is a “must” when the high die
face pressure and high extrusion
speed are apply to complicate
shapes and in particular in high
yield alloys like 6082 or low 7XXX

• The ENERGY SAVING
SYSTEM
with
only
four
main pumps that brings the
advantage to save energy but
at the same time to reduce the
number of other components
since no auxiliary, container
The high specific pressure and
sealing and pilot pumps are
the robust pre stressed frame
used.
construction, allows to have
faster ramp maintaining very tight
• The Isothermal system that
shape tolerances along all the
allows to have a better control
extruded profile.
of the temperature of the
profile at the exit of the press
COIM FURNACE
guaranteeing the mechanical
The furnace design is capable
properties along the profile
to heat logs of 8’ and 9” with a
meanwhile the productivity
production of up to 8400lb/h.
is boosted at the maximum
The line includes a special system
levels. The Isothermal system
to reject the bent logs and a high
has the capability to adjust the
performance HOT SAW.
proper tapered heating and
The linearity control was a special
ram speed, in order to get the
request from CUPRUM due to the
same temperature at the exit
fact that bent logs are sometime
of the press. This is one of the
loaded in the system causing
most important key factors to
damages to the equipment and
guarantee good mechanical
stops of the production. The
properties in a delicate field as
system consists in a multi laser
is the Automotive.
checking system that controls
the linearity of the logs as soon
• The Protection at the exit of
the log is transferred from the log
the press with the incorporated
table to the pushing line. At this
camera. PRESEZZI few years
point if the system detects a bent
ago introduced as an option the
log, a reject cycle is activated
possibility to have in all presses,
moving the log into a separate
an anti-blast door at the exit of
log table for reject log.
the front platen in order to give
The COIM furnace was chosen
to all customers the possibility
for the robust construction, the
to avoid accidents to the
long warranties and the highest
operators that are used to look
efficiency. The furnace is able
into the front platen opening.
to guarantee an homogeneous
Mounted on the 2” special steel
temperature of the log from the
door, there is a high resolution
skin to the core of the log and a
camera that allow to record
constant temperature billet after
the critical break trough of the
billet.
profile trough the die. The video
An Hot Log saw was chosen for
can be used by the die shop
the advantage to have a clean
team, to review and adjust the
flat cut that can help to reduce
die properly.
the quantity of air entrapped
into the container and avoid
• The Data Manager software
blisters. The tapered heating
packaged,
a
dedicated
option, integrated in all COIM
software that allows to send and
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COIM TRASVERSAL AGEING
G.JAMES

OVENS

FOR

In addition to the supply of the billet feeding line (log storages,
gas-fired billet oven, hot saw) COIM will participate at this
important project with the design of 2 special Ageing Ovens for
Aluminium Profiles.
The ovens will treat 16 Baskets, Double Length and will include
Feeding and Evacuation Roller Conveyors.
The Customer has proved to be very demanding in terms of
quality of heat treatment, both for accuracy and for homogeneity.
COIM’s technical proposal with “transversal” heat flow perfectly
satisfied their requests. The cycle can be also reverted by the
use of frequency converters, for an optimum control of the
temperatures in every single point of the heating chamber, both
during the heating ramp and the holding time.
The double chambers moreover will allow the Customers to
compound high throughput with a good level of flexibility. A door
placed in the middle of the oven is foreseen to divide the oven
into two independent ageing areas.
Furthermore, the generous quantity of high efficient selfrecuperative gas burners will guarantee a very low consumption
of Natural Gas.
G.JAMES appreciated COIM typical approach to ovens’ design,
with strong and generous sizes, detailed solutions to increase
the reliability and reduce the maintenances costs, high level of
attention to the energy saving.
Last, but not least, the scope
of supply will include a careful
analysis of the Australian
rules: all gas control systems
and components will comply
with the highly demanding
Queensland and Australian
GAS Standard (AGA).

Coim - 8 HOT LOG SAWS IN ONLY 2 YEARS !
With a prompt and effective answer to the recent, several
inquiries, COIM was able to supply only in the last two years 8
Hot Saws for Aluminium Logs. The “big names” of extrusion in
Europe and North America are more (and more) interested in this
cutting solution for logs, being involved in the growing market of
Aluminum extrusion destined to Automotive.
The perfect hot log cut reduces the risk of blister during the
extrusion and this represents a guarantee of quality for the very
demanding final product.
Actually, the company of
Castelcovati was able to add
big value to the log feeding
line, with its personal concept
of saw. Strong, precise and
reliable:
the
Customers
appreciate COIM’s technology
applied to this equipment.
Only in these last two years, 8
new Hot Saws by COIM have
been sold and commissioned
around the world.
While keeping on the market its classic and reliable solution of Hot
Shear, COIM gave to PE Group customers “something more” in
terms of solidity and precision of cut.

furnaces, is able to guarantee
a tapered heating of the billet
with a difference from the
head to the tail up to 80F in a
billet of 48”. With the furnace
tapered heating option plus the
isothermal system installed on
the press and the die cooling

system, the productivity of
the line jumps to higher levels
guaranteeing the highest levels
of mechanical properties that the
automotive market requires.
For Information:
b.donada@presezziextrusion.com
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Presezzi Extrusion Group lands in Australia

The new “welcome”, which
speaks Australian, inaugurates
Presezzi Extrusion Group
penetration into the Australian
Continent markets, and a
complete
“turn-key”
10”
extrusion line for the facility of
G JAMES in Brisbane will be
our business card.
The project as a whole involves
a new 35 MN 10” Front loading
press, delivered by Presezzi
Extrusion. The 10” press is
fitted with an handling system
that takes into consideration
the maximum dimensions of
the special products and alloys
products to be produced with a
maximum height of the profiles
of 250 mm maximum width of
450mm and a maximum linear
weight of 20 kg/meter.
The new line will include the
complete upstream equipment,
including log vertical storages
with 260 ton of capacity,
brushing machine, 6 ton/h gasfired billet heater with powered
rolls, log hot saw with chips
aspiration and Billet Conveyor
to The Press. The customer will
benefit from all the guaranteed
added values COIM furnaces,
such as the long guaranteed
life of rolls and insulating parts,
the low energy consumptions,
the general high reliability of
the equipment and the great
accuracy of heating.
The new Presezzi press is 35
MN front loading 10”, the press
includes Presezzi’s patented
PE.E.S. hydraulic system, that
can give up to 30% energy
saving (depending on what is
being produced), a nitrogen die
cooling system; a shear to cut
the profile between the die ring
and bolster, avoiding manual
cutting of the profile, and press
mouth protection.
The handling system, after the
Extrusion Press, is equipped
with hot-saw machine installed
directly on the press platen (for
the first extrusion) and High
Efficiency
Cooling
System
“HECS” with a Double Tandem
Quench 2 x 7.5 meters long.
The First Quench is composed
by a Twins hood air and water
3.6 meters long and a Second
quench composed by a Twins
cooling hoods only air 3.6

sample saw installed at the
beginning of the cooling belts
and a 120 Tons stretcher for
profiles till 52m. The stretcher
can work either manually or with
semi-automatic and automatic
control with two men, one man
and no man operations.
The finishing saw is equipped
with an automatic system for the
removal of the head/tail pieces
and the cut-to -length table allow
a maximum length of the profiles
of 16m. The operator at the
saw, by means of movable belt
at the exit of the cut-to-length
table, can decide to reject the
defective profiles in the lower
scrap belt conveyor that feed
a 150Tons scrap shear. By
means of two underground belt
conveyors, the scrap removal
meters long both equipped with
system is able to divide hard
high lowering speed in order to
and soft alloys and drive them
achieve the required cooling
directly in the re-melt area.
rates at the required maximum
extrusion speed and minimize
An automatic profile stacker for
the scrap during the first
profiles till 16m loads the profile
extrusion.
into the extrusion baskets. The
The cooling units willing in
handling of the spacer bins
line can be operated together
is completely automatic. The
or separately (air or water) at
basket handling system will
highest or reduced power to
also include all the ancillary
reach the parameter cooling
machines
and
conveyors
and the mechanical property
required to distribute the full
request.
and empty baskets all around
The quench is equipped with
the plant and prevent the need
“Optimization Software” HECSfor any forklifts which could
OS, this innovative software
represent a safety hazard.
automatically simulates and
A
completely
automatic
suggests to the operator the best
overhead 3 axis bridge crane
cooling parameters (air or water)
will be installed for loading of
according to the shape of profile.
the two ageing ovens and an
For additional cooling of the
additional 2 axis cross-over
profiles, after the Double
crane with a 18 meter span in the
Tandem Quench, is foreseen an
main logistics centre, designed
additional air cooling above and
to transfer both long (made by
lower the lead out table made
2 coupled single basket) and
by nozzles. Above by means N°
short full baskets to the various
4 Movable hoods and lower by
parts of the plant, the automatic
means N° 3 cooling set on the
storage or the packing lines, as
total length in order to deliver the
well as returning empty baskets
profile to the beginning of the run
to the presses.
out table at 50°C.
The oven and loading rollers
have been designed to allow
The system to handle the profile
the maximum flexibility.
during the extrusion is made by
In addition to the standard inputmeans of a double puller (lateral
output doors a further door has
type) with hot-saw machine
been placed in the middle of the
(operator side), the proposed
oven.
system allows to cut the extruded
The oven may be operated
profiles on the die mark during
with this third door open or
the dead cycle time of the press.
closed. With third door open
Each pullers can come near the
the oven can be loaded with
press platen for the first extrusion
up to 16000 mm long profiles
(with the cooling hoods in open
and an aluminium load up to
position) and take the profile
16 tons. With third door closed
directly from the fixed sawthe oven works as two totally
machine on the press platen.
independent ovens. Each of
these smaller ovens can be
For all the movements of the
loaded with profiles up to 8000
pullers and the hot-saw machine,
mm long and an aluminium load
as the main motor unit, the puller
up to 8 tons. Each oven can
jaw rotation, jaw height adjust and
be programmed with its own
IN/OUT of the jaws are foreseen
heating cycle and loaded and
by means of AC drives with
unloaded independently.
frequency converter installed on
To achieve this goal the flow of
board of the carriage.
heating air has been modified
The handling table includes
if compared with traditional
5 sets of belts, an automatic
double length ageing ovens.

Instead of two fans placed at
one end of the oven, a number
of smaller fans has been placed
along one side of the oven,
each with its own burner and
radiating pipe. Dedicated air
ducts allow the radial circulation
of heating air. Radial circulation
of air warrants a more uniform
heating of aluminium profiles
during the heating ramp if
compared
with
traditional
double length ageing ovens.
The scope of supply includes
the automatic die storage
system with 9000 dies ranging
in diameter from 261mm to
600mm and also includes all
the conveyors to transfer the
dies to the die workshop and to
the cleaning area. An innovative
die hoist is designed to transfer
dies automatically from the die
oven area assembly/storage
area to the die oven zone for
subsequent loading into the
press. The same monorail will
also be able to transfer dies
automatically from the die
storage area assembly/storage
area to the die oven zone.
The manipulator can be
equipped with an additional
tools for the lifting of the dies.
In this configuration, it can be
used in manual mode and move
the die from the die tilting to
the assembly machines. At the
end of the assembly process
the manipulator can lift the
die-stack and can be switch in
automatic mode.
Presezzi
Extrusion
Group
does not only create high
performance
and
reliable
equipment but can also supply
any specific complementary
tools to use with this machinery,
such as Data Manager. Data
Manager Suite (DMS) is a
complete, powerful and flexible
software system, born from
the twenty years expertise of
Presezzi Extrusion, developed
by the synergy of technicians
expert in programming software
engineering.
Since the whole group is able
to provide complete extrusion
lines, it is increasingly necessary
to have a management and
supervision system that is able

to manage all the machines
involved in the extrusion process
on a single and easy to use data
platform.
The new DMS is a technological
product designed for our most
demanding customers, who are
asking to increase productivity,
reduce scrap and simplify the
work of operators.
Especially for the Australian
leading
company
G-James
Glass & Aluminium, which is
continuously involved in the
production of a diverse range
of products, the DMS becomes
a key point to be a forefront
company, providing products
of ever-higher quality while
reducing manufacturing costs.
G-James extrusion plant, th
only one in its kind, has one of
the highest levels of automation
and
a
management
tool
become indispensable for the
optimization of the production
process.
The whole plant includes: die
heaters and automatic plier,
logs storage and heating area,
extrusion
press,
handling
table with high efficiency
cooling, ageing ovens, basket
recirculation and cranes, dies
shop and storage, quality control
area, and Integration of other
existing machines.
Extensive work had been carried
out on the project over several
years by both the project teams
at PE as well as at G-JAMES and
had involved numerous meetings
and workshops to ensure that
all the latest technology and
innovations were forefront in
order to limit any oversights in
the implementation phase.

We involved many qualified
engineers and managers on the
project in order to ensure that the
knowledge acquired over many
years of experience, in a highly
competitive and technologically
advanced market, would be put
to good use in ensuring that any
investments made would be at
the highest level of technology
available in the industry.
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Bulgarian window frame manufacturer
installs first extrusion press

VIAS Ltd is one of the leading
European manufacturers of PVC
profiles for window frames and
fittings. The company, located
in Shumen, Bulgaria, recently
decided to expand its product
scope in order to provide
aluminum extrusion profiles for
the architectural industry.
To that end, VIAS installed its first
complete extrusion line.
The company selected Presezzi
Extrusion Group to supply the
new line, due to the ability of the
group to install the entire scope
of the project with full integration
and automation.
Following an extensive and
comprehensive project analysis,
the new press line was completed,
including the installation of a billet
and log heating system, a front
loading extrusion press with an
automatic handling system, an
aging furnace, and a complete
packing line.

The entire plant incorporates
advanced technology that allows
VIAS to achieve high product
quality and energy savings.
A 7 inch gas-fired log furnace
was installed by COIM with
a capacity of 3 tph, which is
designed to ensure accurate

heating,
low
energy
consumption, and very low
maintenance cost. It includes
a hot shear, log feeding table,
log pusher, and conveyor to the
press.
The 18 MN, 7 inch front
loading press is equipped with
the patented energy saving
system, PE.E.S.S., which can
have an energy savings of up
to more than 30% depending
on the profile being produced.
The PE Manager systems
automatically manages the
furnace temperature, press
parameters, and puller force
to simplify the operation of
the stretcher, automatically
adjusting its parameters to new
profiles.
The press is fitted with HECS
(High
Efficiency
Cooling
System) quenching system
with a newly designed pattern
of air and water spray nozzles
for
improved
efficiency
(approximately up to 30%

compared
to
traditional
systems).
The
handling
system
is
equipped with an electric
dual puller with flying saw for
accurate cut-on-the-fly sawing
of profiles following extrusion,
a cooling table with proprietary
cooling fans, a stretcher,

and a cut-to-length table with
automatic stacker.
The material handling and
packing line supplied by Profile
Automation
included
an
automatic profile stacker with
spacer distributor and the full
and empty basket conveyors
required for transferring profiles
to the double length aging
oven (before Reiter & Crippa,
now Melting Technology)
and to the powder coating
and wood-effect lines. Material
handling automation includes
two automatic overhead bridge
cranes used to automatically
load and unload the aging oven
with longitudinal flow, as well as
an automatic profile destacker
and spacer recovery system.
The packing line includes
the installation of a loading
conveyor and an adhesive film
application machine (model
884). The film application
machine works at a rate of
up to 60 m/min, essentially
processing up to eight 7 m
long profiles per minute with
profile widths up to 300 mm
and 200 mm in height. It can
also apply film to two profiles
simultaneously with a maximum
width of 100 mm each. The
packing line also includes a
spiral wrapping line for subbundles with dimensions up
to 300 x 300 mm, which are 7
m long. There is an automatic
bundle stacking and a linear
strapping line for finished
bundles with dimensions of up
to 800 mm by 800 mm.
The whole packing line, which
can reach a production of up to
4,000 kg per hour, is manned
by just three to four operators.
The plant is also equipped
with a Presezzi-developed
monitoring system to track the
service life of the entire press
line. This allows the service
department to check on the
current status of the plant via
the internet from anywhere
in the world, as well as make
comparisons to the plant status
from minutes, hours, months, or
even as far back as years ago.
The monitoring system makes
it possible for the service
department to advise the
operator or maintenance staff
as to what needs checked or
replaced in real time.
The completion of the new press
line at VIAS allows the company
to expand its manufacturing
capabilities and better serve
the European market.
A version of this article in a slightly
different format first appeared in
the August 2015 issue of Light
Metal Age.
For more information:
www.lightmetalage.com
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Aluminium Middle East 2015
Successful participation in Dubai!
Aluminium Middle East
in Dubai was really
successful for Presezzi
Extrusion Group!
It was a great pleasure for
us to greet in our booth
Mr Excellency Saeed
Mohammad Al Tayer and
Vice Chairman of Emirates
Global Aluminium during
the important exhibition Aluminium Middle East 2015.
They visited our booth and spoke with our sales manager,
they were interested in our activities and products and
they wanted to have information about our business in
UAE. We were proud to announce them that soon we
would open an office in Dubai, in order to improve our
relationship with our important partners and customers.
It was really encouraging for us to meet them the first
day of the exhibition!

Aluminium 2016
See you in Dusseldorf!

We are pleased to announce that we will be exhibiting at ALUMINIUM
2016 (www.aluminium-messe.com) from 29th November to 1st
December 2016.
At booth N° 14A30 we will present you all our latest news.

www.aluminium-messe.com
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Upgrade of plate stretcher and new plate shear

At the end of 2014 Presezzi
Extrusion,
particularly
its
“Special Machines Division”,
received the order for the
upgrade of a plate stretcher with
relevant auxiliaries to be installed
in a dedicated area and a new
plate cutting line to be installed in
line with the existing rolling mill.
The
machineries
will
be
installed in ELVAL plant in
Inofyta (GREECE) and will be in
operation by the end of 2016.
The main
following:

features

are

the

The plate stretcher was built
in the 50’s and has been in
operation for approximately 30
years in plant located in the USA.
The request by the Customer was
mainly focused on increasing as
much as possible the stretching
force to cover a very wide
product range.
Due to the request Presezzi has
made F.E.M. verification, during
the proposal stage, on the main
structures (heads, beams, main
and auxiliary cylinder, main
cylinder frame and tailstock
locking, jaws) and the result was
that the maximum reachable
force could be 35 MN from the
original 22 MN by changing the
main cylinder completely and
also the tailstock locking system
and in the same time keeping
safety margins on the structure.
This new value was considered
acceptable by the Customer
for their actual product range
and to be able to reach the new
hydraulic power the operating
pressure has been increased
from the original 180 bar to 275
bar.

Considering the status of the
existing equipment and in
order to have a machine that
could respond to the latest
requirements in the field of
product quality and traceability,
energy consumption, reliability
and productivity, the following
equipment is included into the
scope of supply:
• New complete stretching
cylinder and ram
• New tailstock locking system
with addition of docking holes
into the existing beams
• Completely new hydraulic
system including controls and
piping
•
New
electrical
system
(power and automation) with
SCADA system for production
management
• New transversal press with
automatic flatness feed back
with a capacity of 2,5 MN with
the possibility to install a second
press in the future
• New automatic loading and
unloading of the plates to/from
the stretcher with vacuum cups
three axis crane with a lifting
capacity of 8 tons
• Adjustable rolls inside the
stretcher and plate centering
on both stretcher heads for
complete automatic handling of
the plate inside the stretcher
For the hydraulic system, it has
been agreed to install Presezzi
Extrusion
patented
system
“Energy Saving” already in
operation for many years on

the extrusion presses, on
the main pumps taking into
consideration that the real
stretching cycle time is by far
lower than the handling time
of the plate thus assuring a
significant saving on energy
and cost.

Moreover both the hydraulic
and electrical system and
the rails system actually
used for the transversal
press are foreseen for future
implementation of a bigger
stretcher (up to 65 MN) without
further
foundation
works
and complete reutilization of
all the auxiliary equipment
(loading crane transversal
press, hydraulic and electrical
system).

The new cold plate shear will
be installed at the end of one
of the existing rolling mills and
is foreseen for the products to
be stretched with the possibility
in the future to cut plate with a
thickness up to 160 mm.
The cut will be done from the
bottom up with special cutting
angle on the knives which will
assure a very accurate cut
focused mainly on the ends
deformation to minimize the
scrap at the stretcher and for
this purpose the gap between
the shear blades is automatically
adjustable according to the
plate thickness.
At the entry and exit of the shear
are foreseen rolls, covered
with Kevlar to protect the plate
surface and in the same time to
stand the temperature, to hold
the plate during and after the
cut and to ease it down on the
roller conveyor.
The laeral vertical rolls are
foreseen to hold the plate in
centerline while cutting. This
rolls are automatically adjustable
according to the plate width.

scrap amount to a lower value
then the final trimming width thus
avoiding lateral scrap.

Since the shear is in line with the
rolling mill, the plates after the
cut can still have a temperature
that could reach 400°C not
allowing the use of vacuum
cups and considering the wide
range of width and thickness
with relevant moment of inertia,
a particular solution has been
adopted for the manipulator
to unload/stack the plates to
be able to clamp the plates in
all the conditions keeping the

The pumps and motor with
relevant frequency converter are
identical to the ones installed on
the stretcher for energy savings
and to minimize the amount of
spares in stock.

The plates cutting will be fully
automated and to achieve
this feature the following
characteristics are foreseen:
• New plate shear, with a power
of 8 MN for plate length up 13,5
meter, (future 19 meter width
2.800 mm and thickness of 127
mm (future 160 mm)
• New cut to length device
with management of the roller
conveyor and automatic thermal
retraction calculation of the plate
after the cut.
• New automatic two axis
manipulator to unload the
plates from the roller conveyor
and stack them in two different
position with a lifting capacity of
8 ton
• New hydraulic system with
“Energy saving” pumps
•
New
electrical
system
(power and automation) with
SCADA system for production
management

Our Ad on American Magazines

The electrical control shall
allow the complete tracking
of each plate data (alloy,
heat treatment, stretching
force, elongation, production
management etc…) and with
the jaws grip scrap length
optimization according to the
thickness of the plate.
The stretcher will be in condition
to operate most of the time with
one operator.

After the upgrade the plate
dimensions
to
be
fully
automatically handled will be as
follow:
• Max plate length13.500 mm
(18.000 mm in manual loading)
• Max plate width 2.800 mm
• Min plate width 800 mm
• Min plate thickness 3 mm
• Max plate thickness 127mm

PRESEZZI EXTRUSION GROUP: ONE COMPANY, MANY SPECIALISTS
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ALUMINIUM RECYCLING

MELTING TECHNOLOGY - Aluminium Scrap Decoaters

before and after decoating

The internal drum temperature
is controlled with the heat
exchanger exit temperature: the
gases that previously passed
through an afterburner are
cooled with a counter-flow heatexchanger.
Adjusting the refractory by-pass
valve position the internal drum
temperature can be controlled.
We can also control the internal
temperature with recirculation
gas flow rate (variable speed
fan).

Last December 2015 Reiter &
Crippa became part of Presezzi
Extrusion, with the creation of
a special division operating in
the melting technology sector,
in the field of the metallurgy
of non-ferrous alloys, and
particularly aluminium alloys.
Our products are engineered with
the most advanced technological
solutions for heating, insulation
and control, to reach the best
efficiency in terms of energy
saving and metal loss. Below the
products we proudly supply:
• Ingot pre-heating, melting and
holding furnaces;
• Charging and skimming
machines for melting furnaces;
• Homogenization, annealing
and ageing furnaces for semis;
• UBC and aluminium scrap
decoaters.
The
Melting
Technology
division is now manufacturing
complete foundry plants as well
as aluminium scrap decoaters.
The decoater machine is able to
process various types of scraps
like UBC (urban waste collection
or certificated type), extrusion

painted profiles, beverage the Best Available Technologies
caps, thermal breaks profiles dated February 2013.
and others aluminium scraps.
With our decoating technology
Decoating is the process by the scrap is heated in a rotary
which paint, plastic, oil, ink and drum where the organic content is
paper are removed from the removed via convective thermal
surface of aluminium scraps. All exchange. In our counterflow
coatings contain either organic rotary drum the hot gas from
or inorganic compounds and afterburner, heat exchanger and
very often both. When released de-dusting cyclone enters the
by thermal degradation and/ kiln at the metal discharge end
or oxidation they invariably and flows counter to the scrap
undergo chemical changes as movement. This ensures the
the complex compounds are highest temperature and oxygen
reduced to their basic form. are in contact exactly where it is
For example polypropylene is needed. Consequently counter
reduced to carbon monoxide, flow kilns produce very good
carbon dioxide, hydrogen and quality decoating.
water vapor.
Today there are two main
reasons
why
Aluminium
companies have to decoat
their scrap:
• Reduction of metal loss:
if we assume that the current
aluminium market price is
1.552 $/t (on February 22nd)
each 1% metal loss is worth
15,5 $/t in lost revenue.
• Environmental Emissions:
our
plants
ensures
the
emission limits according to

Presezzi Extrusion Group for social
Villa d’Este Golf
Presezzi Extrusion Group was the main sponsor of an important
event in Villa d’Este (Como - Italy), where the income was
donated to the Hospice “Santa Maria delle Grazie” Monza,
important center that helps terminally ill patients.

PRESEZZI EXTRUSION GROUP: ONE COMPANY, MANY SPECIALISTS

This kind of rotary drums
does not require an internal
refractory lining but only an
external insulation.
In the drum the oxygen level
and the gas temperature are
continuously controlled via
redundant
instrumentations
in order to minimize metal
oxidation and consequently
the dross formation in the
melting furnace and to obtain
the best decoating quality. The
oxygen level is fundamental
for final scrap quality and
emission (TOC concentration)
and it’s adjusted by adding
secondary hot air directly in the
afterburner.

Drum
internal
pressure
is controlled by pressure
transducers and the “zero-point”
valve adjusts the set point: the
exhaust gas flow is processed
in a second after burner strictly
to reduce CO and TOC followed
by a quenching unit to avoid the
dioxin formation.
With our aluminium scrap
decoating machine we can now
ensure a very high quality of
product, that allows to minimize
the melting furnace metal loss.
Some striking figures:
With UBC we can reach and
ensure the following results:
• Metal recovery in melting
furnace : 94-95%;
• Surface aspect: LIGHT;
• Temperature: 400-450°C;
• Specific fuel consumption: 3035 Nm3/t
• TOC emission: 3-6 mg/Nm3
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Our Melting Technology

Presezzi Extrusion (with Melting Technology division) is manufacturing furnaces for aluminium: melting, holding
and heat treatment furnaces, as well as aluminium scrap decoaters, automatic charging and skimming machines
at the highest technological level.
Besides a 70t Fixed DoubleChamber
Melting
Furnace,
featuring
two regenerative
burners (North American), one
oxygen/NG burner and laser
oxygen probe for control of
complete fume oxidation, a
complete foundry plant has
been realized, including: one
aluminium scrap decoater 7 t/h,
80t Fixed Furnace with LOTUSS
+ recirculation pump system +
OTS pump for metal transfer,
regenerative burners (Bloom)
and a complete dedusting and
fume treatment plant.
Moreover, an important complete
casthouse modernization for
the company Arzyz (Mexico) is
now in phase of commissioning,
including:
• Conversion of n°2 35t melting
furnaces to double chamber 50t
melting furnaces;
• N°2 dedicated automatic
charging machines;
• One dedicated automatic
skimming machine;
• N°2 Low Energy Consumption
stirrers for holding furnaces
designed by the R&D center of
Presezzi Extrusion Group;
• One complete supervision
system DATA MANAGER;
This new order comes from Arzyz
requirements to minimize specific
consumption and maximize
scrap metal recovering. The new
furnaces are equipped with the
new “cold chambers” that are
provided with two couples of
high velocity burners in order to
optimize with high turbulence the
“decoating” process. A special
fan (one for each furnace) brings
the unburned fumes with high
content of CO to the existent “dry
chambers” in order to recover
the heat amount resulting from
carbon monoxide oxidation
lowering the gas consumption
for sows and t-bar melting.

These furnaces and these
special machines have been
designed by our Technical
Department and we fully own
the know-how of furnaces at
the best state of the art, as the
ones described above.
Therefore for any kind of
furnaces we are able to propose
the right solutions in terms of
furnace design (stationary or
tilting), combustion system,
charging system or device,
melt transfer system (tap,
transfer pump), according to
the needs of the process and
of the layout.
Actually our internal R&D
department is developing
a new concept of doublechamber furnace. The calorific
value of “decoating gas” is
exploited in a special burner
(the CO content is controlled

with an advanced probe)
minimizing fuel consumption
(indirectly
heating)
and
oxygen level while a special
dumper valve controls the flue
gas flow through the opening
in the partition. In this way the
dirty scrap is processed with
low energy consumption and
very high metal yield.
The unburned fumes are
conveyed in the hot chamber
through a special fan in
which two Ultra Low NOX
regenerative burners operate
with a controlled stoichiometric
ratio (oxygen probe).

Further, we can supply
complete billet or slab casting
plants as well, thanks to our
internal expertise in the field
and to our cooperation with
primary
manufacturers
of
casting equipment.

Our projects manage complete
“turnkey” installations wordwide
as well as part supply contracts
whereby our customers may
only require engineering design
or critical components.

In the past years also a 30 ton
tilting holding furnace, to feed
an aluminium billet casting
line, and a 4 coil annealing
furnace for a strip plant, were
supplied.

Presezzi Extrusion Group for Social

Presezzi Eztrusion Group is partecipating in requalizing the whole area of the Hospice “Santa Maria delle Grazie”, in Monza where terminally ill patients are
nursed with love and patience.

PRESEZZI EXTRUSION GROUP: ONE COMPANY, MANY SPECIALISTS
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FOR COPPER

Our Ad on Magazines

Descaler System Special Device
In the extrusion plants of copper
billets (and some of its alloys), the
heating of the billet to elevated
temperatures causes the surface
oxidation which damages the
quality of the final extruded
products.
In order to keep a high quality of
the extruded products, a special
device with a high pressure water
system that removes the surface
oxides is used before the loading
of the billet into the press. This
device is called “DESCALER”.
The working principles of the
“descaler” device are the
following:
while the billet rotates on two
special rollers, the water by
means of a high pressure system
is sprayed on the outer surface of the billet by means of special
nozzles.
As an example we show photos
of the descaler unit and billet
before and after treatment with
descaler.

Before treatment

After treatment

FOR COPPER

Efficient Billet Heating for Tube Production

COIM’s R&D department has
been working for a lot of years
for a solution to this matter. The
result was the revolutionary
GAS FIRED BILLET HEATER
with CARRIERS.

comes out of the furnace, before
being cleaned by an automatic
system).

The billets cannot stick anymore.
Moreover, the rolls are now far
from the flames and they don’t
Not the billets, but the carriers touch the billet: this means lower
(with the billet on it) are pushed costs of maintenance.
one after the other, moving on
the idle rolls.
to introduce its revolutionary
solution for the billet heating for
copper tube extrusion.

Since 1978, the brand COIM
means worldwide excellence
and
expertise
in
energy
efficiency, accuracy of heating,
robustness and reliability. COIM
Gas-Fired Billet Heaters are
universally known by the most
important extruders of Brass,
Copper and Copper Alloys as
the most performing, efficient
and reliable on the market.
COIM exclusive heat recover
system allows to reach the top
level of energy efficiency and

the lowest gas consumption,
wide over the performances
of competitors. Meanwhile,
COIM heaters guarantee a very
good homogeneity of the billet
heating, both between surface
and core, and along the length.
The generous dimensions of the
equipment, the high quality of
the installed components and
a very well balanced heating
system allow also a drastic
reduction of maintenances’
frequency and costs, with
the longest guarantees about
lifetime of refractory, heat
resistant rolls, burners.
The high performances are
reached thanks to the continuous
investments in the Research
& Development department of
Presezzi Extrusion Group, and
today COIM is ready and proud

As known, until today the most
used available technologies
with gas heating were the
“Pusher type” and the “Walking
Beam”.
With brass, up to
920-950°C, COIM had always
preferred (and still prefers) the
first one. The “pusher type”
guarantees high efficiency
(COIM reaches up to 75%), low
oxidation, low maintenances
costs and few stops of the
press , with no need of cleaning
and substitution of the internal
components (rolls, refractory,
burners) for a lot of years.
But with Pure Copper for Tubes
extrusion,
some
pending
problems were still open:
more frequent cleaning or
substitution of the internal
parts, possible stick of billets,
frequent maintenances. All
these problems are very well
known by the extruders of
copper tubes.
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The immediate advantages are
that the copper oxide falls from
the billet into the carrier (and

Wire 2016
Presezzi Extrusion Group awaits you here

We are pleased to announce that we will be exhibiting at WIRE
DUSSELDORF 2016 (www.wire.de) from 4st-8th April, 2016 at
Dusseldorf Messe. Visit us on Booth N° 16B50
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AL TAISSER- MIDDLE EAST

Profile Automation is a leader as a supplier
in the Middle East Area
Profile Automation confirms
itself as a notable supplier in the
Middle East Area, for the packing
and handling sector. In fact,
another important order for a
complete packing line has been
delivered and already started up
for the customer Al Taisser, with
head office in Riyadh (KSA).
The packing line consists in an
innovative system of loading
and unloading of the baskets
that, thanks to its special 2 levels
layout, allows to optimize the
spaces and to reduce the waiting
time of the operators. The very
packaging part is composed
by a profile wrapping line for
high levels of production and
by a semi-automatic strapping
line, particularly effective for its
reduced dimensions and for its
functional simplicity.
The system of loading and
unloading of the baskets
is composed by 2 levels of
catenary, one higher and
movable and one lower and
fixed, by one hydraulic platform
for the lifting of the baskets
towards the upper floor and by
two more hydraulic platforms
that allow to keep the profiles
at an ergonomic highness, thus
facilitating and accelerating the
operators work.

The wrapping line is equipped
with a loading table that
automatically feed the wrapper
and the taping machine for the
front end and back end of the
packs. At unloading, a special
bundle stacking machine, is
able to form the packs with the
insertion of a cardboard that
protects the lower part during
the forklift grip.
At unloading of the wrapping
line the packs are weighed and
piled up before the final phase
of packing. An innovative
overhead
linear
strapping
machine allows, with just one
operator, to load and fix the
wood blocks.

The head of the strapping
machine is
programmed
to stop automatically in the
position of insertion of the wood
blocks where the operator, by
pushing a button, can switch on
the strap to later weld it with a
pneumatic strapping machine
fixed on the movable cart.
This kind of system, particularly
simple and easy to use, allows
to get great results in terms of
production, maintaining to the
minimum the initial investment
cost and reducing considerably
the labor costs.

Not only billet heaters for Coim

Not only billet heaters…
COIM is highly specialized in
strong, customized and fully
automatic vertical storages
for logs or pre-cut billets.
A long experience was
gained in many years of
working with the so heavy
weights of copper alloy
billets. Among other projects,
COIM had supplied to Eredi
Gnutti (Italy) a huge vertical
storage for brass logs with a
total capacity of 60.000 ton !
Several
custom-designed
vertical
storages
were
supplied in Italy, Swiss,
China, with particular care of
the software logics of stock,
connecting the Customer’s
ERP with the Data Manager
of the storage and of the
extrusion line.
Two main projects were
commissioned to COIM for
2016: G.JAMES (Australia)
will equip the new COIM
feeding line with a vertical
storage for Aluminum logs,
while Buntmetall (Wieland
Group) chose COIM’s vertical
storage and software to
manage their stock of pre-cut
billets, before the new COIM
gas billet heaters of their new
extrusion line in Amstetten
(Austria).

Our Technologies
Energy Saving System
Our well know patented
system reduces the energy
consumption of an extrusion
press by up to 30 percent
(average data according
to the different types of
production) compared with a
hydraulically operated press
equipped with a conventional
and modern drive system. The system basically reduces the
consumption of energy by switching off the hydraulic pumps
when the press is not in operation or when it does not need
them during a particular phase in the extrusion cycle. Unlike
the PE.E.E.S., all pumps are continuously in operation with
traditional drive systems, thus consuming energy when they
are not needed, thus wasting money. By contrast PE.E. S.
only uses the amount of energy that is really needed.
PE. E.E.S. system allows the press to generate only the exact
force and speed needed for the particular extrusion operation
as and when it is really required. Pumps that are not needed
during the extrusion phase are completely at rest.
The pump flow rate is therefore not controlled by servo valves
(as in conventional presses), which send excess pumped oil
to the drain. The pump motors are controlled by frequency
inverters; the volume of the oil delivered is exactly the one
required for the movement of the press during each operation.
The PE.E.E.S patent system can be installed also on existing
presses, in fact in the last years Presezzi has carried out
(with high result) a lot of this revamping, where after having
studied the press type, the old hydraulic plant has been
changed with the new PE.E.E.S. system, including all the
required modifications and integration of the new parts, such
as piping, electrical, electronic and software.
The advantages that these kind of motors offer can be
summarized as follows:
• reduction of the motors power and dimension,
• oil, pumps and motors have a longer life,
• reduced need for spare parts and maintenance,
• less space is needed for the pumps room installation
• reduction of noise generated during operation.

Our Technologies
EXTROLUB - ANTI-METALLIZATION TREATMENT
Found a modern and
highly efficient solution to
the problem, of metal billet
adhesion in aluminium,
brass or steel on contact
surfaces of the dummy block
during the hot extrusion
processusing a synthetic,
advanced product soluble
in water that produces a
delicate, dry, adherent and
white film on the hot surface
of the dummy block that
easily resists temperatures
up to 900°C.
This material offers very high detachment characteristics and
does not release harmful emissions: as soon as it comes in
contact with the hot surface of the dummy block, it releases
water that creates the solution to form the synthetic, white
deposit.
It differs from graphite and boron nitride due to a unique
characteristic: it returns to a water solution after the dry film
has formed. This exclusive property enables quick and easy
cleaning of the equipment and the machine, when necessary,
and eliminates the risk of build up on hot surfaces.
Using the Airless spraying method, Presezzi has integrated
the most efficient, economic and advanced means on its
machines to offer a truly complete and operational turnkey
solution.
For Information:
Nicola Locatelli - Technical Sales
n.locatelli@presezziextrusion.com
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DATA MANAGER SUITE
the Data Manager Suite by
the technical office where all
the technical data concerning
it will be declared (weight,
size, number of lights, type
of matrix, given supply, etc.);
the new matrix receives from
the Data Manager Suite the
default parameters needed for
pre-automatic operation of the
plant, these parameters will be
useful for the initial entry into
the machine; when the item will
be put in process, all data are
sent to the PLC.

Data Manager Suite is a
computer system born from
the twenty years expertise
of Presezzi Extrusion Group
in the field of plants for the
aluminum extrusion. Today
the Italian company is able to
provide complete extrusion
lines including the storage of
the finished product; from this
came the need to provide a
system of management and
supervision that was able
to manage all the machines
involved in the extrusion
process on a single data
platform.
The new born Data Manager
Suite is a technological
product designed for our most
demanding customers, who
now have the PE Group as the
only interlocutor both for the
part of PLC automation and
for the part of supervision and
database.
The product was developed
by the synergy of technicians
expert
in
programming
software engineering and we
believe this is the winning
formula for a modern product
of high quality that can meet
the needs of the end user, thus
giving access to an advanced
system easy to approach.
The Data Manager Suite is
a unique product that it’s
used both by operators on
production lines and by the
office staff.
The ERP system receives
the work order, from that

point on is able to process
the data, to set and optimize
the production until the filing
of the pack finished in the
warehouse, always taking
care the traceability of the
material in all process steps
and archiving the production
parameters used.
The extrusion of aluminum
profiles parts from billet that
can be classified by size
and different alloys, the Data
Manager Suite has a section
dedicated to the management
of the raw material.
It allows you to control all
the flows and enter the data
obtained from the analysis
performed with the quant
meter.
The module allows to organize
the levies for the production of
homogeneous lots according
to the type of product, thus
ensuring the characteristics
unchanged over the entire
production lot; the person
responsible for the load of the
billets can thus have real-time
availability of the billets in stock
taking care to select and load
in the oven the most suitable
casting for the production.

If during the initial startup of
the machine the production
parameters are improved, the
system is updated in real time
and save the new settings of the
process for future productions.
Data Manager Suite is able to
optimize the length of the billets
during the production and
guarantees the repeatability
of the process, thus avoiding
production waste, in addition
this tool is of fundamental
importance to have the correct
material traceability and a
necessary tool for those who
manage the quality of the
product.
Straightening and cutting are
also supported by the Data
Manager Suite. On the pc you
can have a table with all the
productions extruded; it is
therefore possible to select the
order that you want to put in
work and all machines can set
automatically .

A large part was developed
for the matrix management,
this section affects the
entire extrusion process and
therefore it is an instrument
of support for more figures
within the company. All new
matrices are inserted inside

During cutting, the number
of bars to be put in baskets is
declared, instead the bars that
will be discarded will be put into
a specific table where you can
specify the reason for rejection.
Each
basket
containing
one or more orders can be
automatically sent to the
aging furnace which can
set automatically time and
temperature on the basis
of a compatibility table of
treatments. At the exit from
the oven aging the baskets
can be sent to the packaging
workstations or to surface
treatments, such destinations
are established during insertion
order.
Even the matrices workshop is
supported by our system, there
is indeed a section dedicated to
the maintenance of the matrices,
inside you can enter descriptive
notes regarding corrections
made thus ensuring a clear
archive and divided by dates of
interventions, declare the state
of the matrix (maintenance, out
of use , etc.) so that the matrix
is 
always traceable within the
plant, is monitored in over the
state of the nitriding with the
possibility to use an automatic
calculator that avoids sending
in production a matrix over the
remaining capacity, this avoids
breakage and early wear. In
addition to these instruments
the manager of the workshop
can know in real time how many
productions the matrix has
already done, see the current

weight of the profile and then
figure out whether the tool is to
be replaced because it is worn
or if it can be used for other
extrusions.
There is also a section
dedicated to the locations of
the matrix in the warehouses,
this facilitates the search of the
tool, avoiding waste of time and
then have a clear mapping of
places available, in addition to
the locations you can place in
the table all the parts that make
up the matrix package (filler,
ring, etc. ); in the presence of
automatic warehouses the PLC
communicates directly with the
Data Manager Suite by keeping
updated positions in real time.
Data Manager Suite gives,
in addition, the ability to
create
production
reports
that allow you to learn about
the performance of the line
or the yield of a given matrix,
the downtimes are motivated
with its causals making it an
instrument that is very useful for
the department maintenance.
We can thus summarize the
potential of Data Manager Suite
in the following way :
• Production improvement and
higher product quality
• Repaetability of the process
• Traceability of the billet till the
finished product
• Possibility to search for
possible causes for production
problems
• Minimization of downtime on
company employee
• It supports the operators
on the machines, with the
automation of the plant on the
basis of previous data
• Flexible plan of production
• Clear traceability of the
progress of the order
• Evaluation of the efficiency

On 2-6 May 2016 we are participating at The 11th International Aluminium Extrusion Technology Seminar & Exposition
ET ‘16: Innovation for Tomorrow

where we show our new technologies.
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OUR LATEST NEWS
PRESEZZI EXTRUSION AGAIN IN THE USA!

BUNTMETALL (AUSTRIA - WIELAND GROUP) SELECTS COIM

Profile Precision Extrusion awarded Presezzi
Extrusion for the design and manufacturing of
a new 11MN front loading press with piercer.
The new press will allow to extrude more tight
tolerances and the piercer will allow to extrude
small seamless pipes for special markets. This
press will be the most technically advanced
machine, dedicated to the Precision Miniature
Extrusion market.

We’re proud to announce that Buntmetall
(Wieland Group) chose COIM for the supply
of the new gas-fired heating plant for copper
billets, to be installed in 2017 in the facility of
Amstetten (Austria).

Presezzi Extrusion was chosen over other manufactures for a number of reasons such
as:
• Long standing history between Presezzi and Profile.
• Superior forged construction of major components.
• Ability to maintain the precision tolerances of our extrusions.
• Technical innovations on die changing, shearing and energy savings.
• Capability to manufacture seamless tubing.
The company Profile Precision was founded in 1994 and acquired the Profile Precision
Extrusions in 1997. PPE operates from its 40,000 sqft. plant in Phoenix Arizona and it is
the leading manufacturer of small, precision aluminum extrusions and extruded tubing
for the medical, aerospace and industrial markets. In addition to extrusions, it offers also
CNC machining, anodizing and custom cutting fabrication services.

Buntmetall itself represents a new, important reference for COIM, but the new contract
gives continuity to the long-term relationship between COIM and WIELAND GROUP
(world leader in copper extrusion) which Buntmetall is part of and which had already
installed 5 billet heaters in their facility in Germany.
COIM will install two big heaters with a total capacity of 27.000 kg/h and the scope of
supply will include a vertical storages for pre-cut billet with a total capacity of 1.100
billets of different alloys and diameters. A custom-designed software will manage the
data of the heaters and storage, with direct connection with the Customers’ ERP.

PRESEZZI EXTRUSION AGAIN IN SAPA GROUP
Sapa Group, for its site of Suzhou in China, has confirmed again Presezzi Extrusion as
supplier for the installation of a 27 MN 8” Front Loading Press for the extrusion of micro
pipes.
The request perfectly matched with the
technical and technological level of
Presezzi Extrusion staff, who has also been
able to meet the specific requirements
thanks to the considerable experience in
such area.

SUCCESSFULL DRY TEST PERFORMED IN PRESEZZI EXTRUSION!
It has been carried out successfully the Dry Test of the 36 MN 9” Front Loading Press
purchased by Brazeway Inc.
The policy of the Group is to design and implement systems of excellent quality and
always in step with the most advanced technologies.
The machine is of excellent quality, characterized
by high performance and reliability, high level of
automation and low energy consumption.
The machine was completely pre-assembled in
Presezzi’s workshop to fully test each component.

AGAIN NETHERLAND, AGAIN LDM
Summer 2015 - Six years after COIM first
supply to LDM Brass in Drunen (Netherland),
European leader manufacturer of copper
based extruded products, they signed a new
order for a Gas-fired Billet Heating plant for
their 31,5 MN extrusion line.
The furnace is planned to be commissioned in
2016.
The new furnace will produce 12,5 ton/ of brass and copper alloys.
LDM confirmed their confidence in COIM competence to heat special alloys, such as
Aluminum-Bronzes and Brass with silicon, increasingly demanded by the market but at
the same time very difficult to be heated with accuracy and homogeneity.
COIM will also supply the complementary equipment to upstream and downstream the
furnace, including a vertical billet storage and the revamping of an existing billet saw.

All the machines made by Presezzi Extrusion are equipped with the most advanced
automation systems and the very tested Energy Saving System (PE.E.S.S) that allows an
excellent control of the extrusion speed also during very low extrusion speeds
The Presezzi policy is mainly focused on the design and the construction of top quality
machines, always in step with the most advanced technologies on the market. This is
the trump card that rewards Presezzi and his Customers.

MELTING TECHNOLOGY FOR THE FIRST TIME IN MEXICO!
The company Arzyz has entrusted to Reiter & Crippa, now Melting Technology division
of Presezzi Extrusion Group the casthouse modernization with the aim of minimizing the
specific consumption and maximizing the scrap metal recovering. The order includes
the conversion of two 35 melting furnaces to 50tonne, double chamber melting furnaces.
Each furnace will be equipped with a cold chamber for the pyrolytic process, with two
high-velocity burners able to operate with a large excess of air (300%). A special fan
will direct the unburned fumes to the “dry chamber” in order to recover heat and furder
reduce consumption for melting sows and t-bar melting.
The job also includes two dedicated
charging machines equipped with load
cells, a skimming machine and two Low
Energy Consumption stirrers designed
by the R&D center of Presezzi Extrusion
Group.

Presezzi Extrusion Group for social
ASD Vimercatese Oreno

Aluminium China
Presezzi Extrusion Group awaits you here

We have been supporting the local
football association since 2000 and
proudly we can announce that the
number of registetered children year after
year is increasing.

With commitment and enthusiasm we encourage children in sports, making
football and amazing experience!

We are pleased to announce that we will be exhibiting at
ALUMINIUM CHINA 2016 (www.aluminiumchina.com) from 12th14th July, 2016 at Shanghai New Int’l Expo Centre N1-N3 where
we will present all our latest news.

www.vimercateseoreno.it

Visit us at Booth N° 1F40
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Thanks to all our customers
S.C.M. SERVICE CENTER METALS

CUPRUM S.A.

SAPA GROUP

JORDAN

G.JAMES AUSTRALIA PTY LTD AKPA

EUROFOIL

BRAZEWAY INC.

ALU MENZIKEN IND. AG

TRAMETAL

HYDRO ST. AUGUSTIN

ALBERTO DA SILVA BARBOSA & FILHOS
LDA

BUNTMETAL

ALUTITAN S.A.

EURAL GNUTTI

HYDRO NORTH LIBERTY

GHIDINI TRAFILERIE

ALEX MACHINE INDUSTRIAL CO

NEUMAN ALUMINIUM

ASA Aluminio

SHANDONG NANSHAN CO. LTD

ALNOR S.R.L.

NOVELIS

EXTRUGASA

STEELMET S.A.

SAPA INDUSTRIAL EXTRUSION
CRESSONA

TO.MA. S.R.L.

EQUIPE

ALUTHERM

NOVELLINI INDUSTRIES SRL

SYNTES ALLOYS

HYDRO ALUMINIO LA ROCA

T.E.S.

FOSHAN JMA ALUMINIUM CO. LTD

ETEM S.A.

ABC ALUMINIUM

METALES DEL TALAR

ALLUMINIO SAMMARINESE

ABITHAL

ESTRAL S.p.A.

CVG ALCASA

ALMACO S.A

APS AROSIO

ALMO

P.R.I.M.A. S.R.L.

CONSTELLIUM EXTRUSION DECIN

PIKARON A.S.

KATO LIGHT METAL INDUSTRY Co. LTD

RIA

MI.PR.A. S.p.A.

ETNALL S.P.A.

ALDOCA

CECIL S/A LAMINACAO DE METAIS

ALUSET

PROFIL ALUMINIUM S.A.

RICHTER ALUMINIUM GMBH

FIRAT

JNMC GROUP LTD

NEDAL ALLUMINIUM

ALUMERO FINEX EXTRUSIONS B.V.

HYDRO ALUMINIUM ACRO

NINGBO POWERWAY ALLOY MATERIAL
CO.,LTD

EGYPTIAN METAL WORKS

IMET

REYNOLDS ALUMINIUM

HYDRO EUROASIA EXTRUSION CHINA

METALLI ESTRUSI SPA

SARBAK METAL

F.T. PROFILI ALLUMINIO

HYDRO ALLUMINIO ATESSA S.p.A.

EXTRUDEX ALUMINIUM INC.

LE BRONZE INDUSTRIEL

OEMME S.p.A.

CE.LL. S.p.A.

NANSHAN AMERICA CO. LTD

MUELLER COPPER TUBE PRODUCTS
INC.

ELEKTROSAN

NORDALL S.R.L.

FUTURE SCAFFOLDING AND
ALUMINUM INDUSTRIES LLC

CARDINAL

GINDRE DUCHAVANY

KME ITALY

CMF

KME France – Niederbruck

BODEGA

4 L LODETTI

METALLURGICA CIDNEO S.p.A.

EXALCO

P.B.S.

PEGLER YORKSHIRE GROUP LIMITED

S.E.F. ITALIA SRL

COEDIM

ORIENTAL COPPER LTD

AVALUMITRAN SL

NORDIC ALUMINIUM

OUTOKUMPU COPPER LDM B.V.

TRAFILERIE CARLO GNUTTI SPA

EXTAL

ALMAG S.p.A.

KROMOSS

SARAY DOKUM A.S CERKEZKOY

GINDRE DUCHAVANY

INDINVEST

COFER

NOURAL

JSC “Kamensk-Uralsky Non-Ferrous
Metal

ALGAL

NECE VERNICIATURA

GROUPA KETY SA

SWISSMETAL Werk Dornach

ALUMINIUMWERK BERLIN

ESTRUSIONE ROCCAFRANCA s.r.l.

METALIS EXTRUSION LLC

DIEHL STIFTUNG & CO. GMBH

SILMET

TRE VALLI ACCIAI

BEYMETAL

AURUBIS STOLBERG

ALTEC AUTOMATION CO. LTD (FENGLU)

NECE

APEX ALUMINIUM EXTRUSION LTD

PRYMETALL GmbH & Co.

ITALBACOLOR

COLORTEK S.r.l.

SCHLETTER GmbH

WIELAND WERKE AG

ALUTECH

AFOI ILIADIS

IMPOL d.d.

BOLTON (CERRO) METALS PRODUCTS
CO.

SARAY DOCUM

ALEUROPA S.A.

ARSLAN

NORDALU WERNAL GMBH

EREDI GNUTTI METALLI S.A.

AL TAISSER ALUMINIUM COMPANY

INEX

SAPA TIBSHELF

LA NOUVELLE SOCIETÈ BONMARTIN
S.A.

ANOXIDAL

PONZIO

ALUMINIO NORDESTE

FITCO S.A.

VIV DECORAL PIEMONTE

FEAL

FUJIAN NANPING ALUMINIUM CO.LTD

POLARIS S.p.A.

MARCEGAGLIA

TECH SYSTEM

ORRVILON INC

REALIT

NUOVA SAMIM S.p.A.

TIFTON ALUMINIUM EXTRUSION

VERCALL

JORDAN ALUMINIUM EXTRUSION
COMPANY

EURAL GNUTTI

SAPA PROFILES Kft

ALUPCO (JEDDAH)

METALLBAU GLURNS GMBH-SRL

METALBA

HAMMERER ALUMINIUM

ANICOLOR

ITESAL S.A.

ALCOA

CONSTELLIUM SINGEN GMBH

EXTRAL TECHNOLOGY

ALL.CO. S.p.A.

IMALUM

THE ALUMINIUM COMPANY OF EGYPT

UNIFORM S.P.A.

PROFERAL

NISSAL

TREFIMETAUX

PRIMA - ALUMEC

ALUBIN

PASTURI S.r.l.

CBA COMPANHIA BRASILERA DE
ALUMINIUM

ALU-K

NORAL

BLYWEERT

SEF ITALIA

JOSEF GARTNER

SAPA PUGET

EXLABESA ES

FEINROHREN

KURTOGLU

VERNICIATURA LODOLA SRL

EXTRUSAL

LLC TECHNOCOM

FIMET

ALUSUISSE ALUMINIUM SUISSE SA

DELTA HOLDING

VIBA

WHIRPOOL ITALY Srl
.
OFF. MECC. DE PIERI SNC

OXICOLOR

PREDIERI GROUP

METALES EXTRUIDOS

SLAM

FIRCO METAL WORKING S.A.

GASTALDELLO SISTEMI

FRESIA ALLUMINIO S.P.A

ELVAL S.A.

ALUMINYUM SAN

FROMM

PROFILE PRECISION EXTRUSION
HALCOR METAL WORK S.A.

ALUMINIO TEXCOCO SA DE CV
EXTRUDER CONSULTING
PRIMA - ALUMEC
ASAS
H.T.A. S.p.A.
EXTRUSION DE SAX SL
PONZIO SUD
E-MAX
ALUMINIUM DU MAROC
HYDRO BIRTLEY
MUSKITA
BERNA ERNESTO S.R.L.
M.LEGO
AKFA GROUP
VITEX
ALEXANDRIA INDUSTRIES
VIAS LTD
FUJIAN XIANG XIN ALUMINUM GROUP
Co. Ltd.

INTERNATIONAL EXTRUSION INC
PENNEX ALUMINIUM COMPANY LLC
KLIL INDUSTRIES Ltd
ALUKLER SA
LLC VMK
ELITE EXTRUSION
TAWEELAH ALUMINIUM EXTRUSION
COMPANY LLC

JEWEL
PROLIND
TATPROF
PROFILE EXTRUSION
WESTERN EXTRUSIONS
ANODALL SPA
SAPA GHLIN

ALEX SPA
ASTAS

LDM BRASS
TRAFILERIE ALLUMINIO ALEXIA SPA
TECNOGLASS

HENAN BORAN ALUMINIUM CO., LTD

FEAL

BON L MANUFACTURING COMPANY

PRESAL EXTRUSION D.O.O.

HYDRO ALUMINIUM NENZING GmbH

NIGALEX

CEDAL

TUNA ALUMINIUM

FUTURA INDUSTRIES CORP.

BOAL

ALUVAL S.A

GEALEX
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