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Intelligent Line Management
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What do we do?
What was the task?

Film production, e.g. separator film, one of the key components of
a lithium-ion battery used in electric vehicles, has become a
nighly complex task for operating personnel due to the high
performance

and quality requirements.

The changing market demand for a huge number of different
products, small lots, which only run a few hours instead of days
and on-time delivery, no longer suited the increasing speed and
performance of our production machines.

The efficiency of the production and the film quality depends
strongly on factors, such as operator skills and quality fluctuations
of raw materials.
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What’s the idea behind?

The newly developed software suite “Easy Operation” reduces complexity of operation by a paradigm shift.
The focus is shifted from the usual machine view which typically uses 5000 parameters to a simpler

process based view. This new, patent-pending approach allows easy operation over just 50 process

parameters.
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The navigation concept.
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Reduction of information.

The process parameters are machine independent regardless of width or age of any stretching line.
The same Ul can be used on any machine and works the same way. This is a great advantage for the user

when learning or operating.
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Intelligent assistants.

The Operating Point Assistant (patent pending) o) smucken o

SCHINENBA

provides comprehensive assistance in plant
operation and guides the operator using predefined,

Operating Point Assistant
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A fast, intuitive and safe tool, that can save up to 26.000 € energy
cost, 290.000 kg of waste and 60 hours downtime in a year *

* Estimation for a standard BOPP production line
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The design system.

The design system created is very complex and is
intended to represent complex processes as simply
as possible. Accordingly, the design language is
restrained and reduced with clear surfaces and
edges, both in the controls and in the icon language.

Screen-optimized typography is used, which can be
flexibly applied in terms of size so that important
parameters can be quickly identified by the user.

The user is supported during the production process
by a wide variety of individually developed
iInfographics to ensure a seamless process and
reduce errors.

4 o & A B B M &
A a & 7 +— & &
o o6 - =

@ 2 O @ = H F

Clear and easy-to-understand icon language for
individual processes and functions

ROLL STATES

VALUES AND GRAPHS

\ I l |
0 R L S LT R

GENERAL

— MATERIAL —

Comprehensive and flexible color system

30.06.15 10:27 — 30.06.15 10:27

BUTTON BUTTON BUTTON O n <) @
Q -‘ 5°C 9 5 5 N/mm? @
£ MENU ITEM O  Rounded Dropdown @ Dropdown v

150701-02-ABC12

M OO0

150701-02-ABC12

Simple and intuitive control library

93.6. &&93.6. 93.6°

THICKNESS
Description Description Description ) m/min - HM

— 60 — —[po —
™ = -+ = |
— 50 T150|— ||
— 40 — —401— L I | |

__ r‘! e J — 30 — [ ‘lj3m —] W

1 — 20 — — 20— I |
III’II|IIIIIIII|II|I"IIIIIIII|IIIIIIIIlll||II.
14.01.19 15.01.19 16.01.19 17.01.19

Concise typography for important production values and
consistent visualization of histories




Web technology.

We developed our front end with standardized
web technology. This allows us to separate
design, content and functionality and quickly
test and prototype.

The presentation is uniformly browser-based,
platform-independent and can be adapted

to numerous monitor sizes and mobile
devices. Web technology has a worldwide
network

of experts that makes it easier to integrate
new functions.
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