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In person

Dear business associates,

We have news for you: Hatebur and Carlo
Salvi are continuing to grow together. Learn
about our expansion with Carlo Salvi. The
new CEO Federico Uslenghi and CFO Federica
Aurora will step up the cooperation between
Reinach and Garlate and throughout the
Group, strengthening our standing as a cor-
porate group.

The title story explores how a long-standing
Turkish customer has increased its capacities
in the fastening elements sector. In doing so,
ILGEN VIDA in Istanbul is relying on quality
Carlo Salvi machines from our plant in
Garlate —a real demonstration of trust.

And we, too, are developing further: We are
innovating to make our machines fit for the
electric future of the car industry. Here you
will learn about how the new Hatebur
HOTmatic HM 75 XL servo-controlled transfer
offers even more setting options. With its
decentralized drive technology, you can now
form even larger components.

Moreover, you will learn about how digital
services ensure greater efficiency and how
training and production support in processes
and tools can improve your work. What’s
more, the process for overhauling a transfer
unit without shutting it down will surprise
you.

And, last but not least, this issue includes a
look back at the trade fairs Fastener Fair Italy,
Auto Expo India and Fastener Fair Global,
which highlight just how thrilled we are to
finally have face-to-face contact with our
customers again.

Enjoy the variety of topics — we look forward
to hearing your feedback and ideas.

And without further ado, | wish you happy
reading!

Thomas Christoffel, CEO
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04 From the world of Hatebur

Latest news

Finalist for the CSEM
Digital Journey Award

Great success for our online tim-
ing tool: Late last year, the digital
planning tool was one of six
finalists for the prestigious
“CSEM Digital Journey Award”.
The prize specifically promotes
Swiss SMEs in which the expert
jury recognizes the potential to
advance the country’s economic
development through innovative
digitalization projects.

The finalists were announced
to the public during the CSEM
Business Day at the Wankdorf
Stadium in Bern. With a fascinat-
ing presentation, our product
managers Stephan Leibundgut
and Martin Fassbender got the
jury and the audience of industry
experts excited about the online
timing tool. Though it didn’t take
home the ultimate prize, the
entry into the finals represents a
clear endorsement of our strate-
gy: Under the label Hatebur Con-
nect, we will keep on developing
and expanding our digital ser-
vices.

New management for
Carlo Salvi

Name: Federico Uslenghi
Role: CEO Carlo Salvi S.p.A.

Federico Uslenghi has been CEO
at Carlo Salvi in Garlate since
February 1 of this year. He has
more than 20 years of industry
experience and has held mana-
gerial positions for a number of
international companies. With
his keen analytical skills, Federico
Uslenghi strives for continuous
development at an operational
and strategic level.

Name: Federica Aurora
Role: CFO Carlo Salvi S.p.A.

Federica Aurora has been CFO at
Carlo Salvi since December 1,
2022. Before then, she had
worked in the company as a
controller for a number of years,
and now heads up the Finance
and Administration  depart-
ments. The two new managers
will strengthen the local organi-
zation while developing and pro-
moting the Hatebur Group’s
holistic strategy.

New Head of Operations

Name: Sandro Ryf
Role: Head of Operations

We have further personnel news
at the Hatebur Headquarters in
Reinach: Early this year, Sandro
Ryf became Head of Operations.
He began his career at Hatebur in
2007 as a Technical Project Man-
ager. From 2016 he held manage-
rial roles for business process
optimization and then procure-
ment. With this extensive know-
how and broad understanding of
the different departments within
the company, Sandro Ryf is the
perfect appointment for Head of
Operations.

Customer service
reorganized

From now on, Hatebur Umform-
maschinen GmbH will be provid-
ing the customer service for
Carlo Salvi machines in Germany
and Switzerland. The former
partner Stéckinger Maschinen-
bau has stepped back from the
service business. Hatebur Um-
formmaschinen GmbH is taking
over its former tasks and will
handle all inquiries for service
engineers and spare parts. The
associated legal transactions will
be handled directly by Carlo Salvi
S.p.A.. This step means further
expansion of the cooperation
within the Hatebur Group and
simplified processes for Carlo
Salvi customers in Germany and
Switzerland.

Showroom in Reinach
opened

A newly fitted showroom in
Reinach is welcoming visitors
from around the world. On dis-
play is a comprehensive range of
sample parts, which illustrate
the tremendous possibilities of
the Hatebur and Carlo Salvi
machines. A special “Technology
Tower” informs interested visi-
tors of the latest technical inno-
vations. A special highlight is the
COLDmatic CM 725 transfer unit,
which enables precisely repeat-
able forwarding and exact posi-
tioning of the parts.

40 years at Hatebur

A big milestone: In February 1983,
Rolf Senn started his apprentice-
ship as a mechanic at Hatebur,
and has stayed loyal to the com-
pany ever since. The only inter-
ruption was an extended trip
around South America after he
had completed his apprentice-
ship. After working in Tool Manu-
facture, Rolf Senn first moved to
Production Planning and then to
IT, where he shaped the develop-
ment of our IT from the ground
up — from the invention of the
CD-ROM in the early 1990s to the
present day, with remote main-
tenance, digital simulations and
innovative online tools.
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Facts and figures

Where we excel

Top results at Hatebur and Carlo Salvi

formed parts produced per minute by a years is the longest ongoing working life machines produced by Carlo Salvi and
CS 001 from Carlo Salvi —that’s more than of a Hatebur AMP 70 that we know of. Hatebur in total since 1930.
10 parts per second.

0.015 grams © 200 tonnes n
. Weight of the smallest Weight of the heaviest
15 kilograms formed parts, manufactured Hatebur machine, the
Weight of the heaviest on the Carlo Salvi CS 001 § HOTmatic HM 75 XL,
forged parts produced on using 0.6 mm thin wire. including main drive and

the Hatebur HM 75 XL
with standard methods.

control cabinet.

© 20,000 kilonewtons
Pressure produced by the
Hatebur HOTmatic HM 75 XL
during forming. That’s
equivalent to the weight of
1400 cars!

Our machines on the road

The forming machines of Hatebur and 16,386.07 kilometers to Australia is the greatest

Carlo Salvi are true globetrotters and distance traveled by a Hatebur machine to reach

have made their way to five continents. a customer —and that’s only as the crow flies.
The shortest distance traveled —also as the crow
flies — measures no more than 7.09 kilometers
across the border to France.

At Carlo Salvi, the furthest

distance traveled has been logged

as 16,277.62 kilometers to Melbourne.

But the locals around Garlate, too, know to

appreciate the CS quality: The distance to the Fun fact: If you feel like having a coffee

closest customer was a mere 9.02 kilometers. in Garlate and Reinach on the same day,
you'll have to plan in around 4 hours of
travel.
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ILGEN VIDA and Carlo Salvi:
Sharing the path to success

Text: Carlo Salvi
Images: ILGEN VIDA

Garlate When ILGEN VIDA ordered
its first Carlo Salvi header in 2003, the com-
pany laid the foundation for growth, innova-
tion and a partnership that has flourished for
more than two decades.

The relationship between Carlo Salvi and
ILGEN VIDA is based on longstanding mutual
respect. The Turkish company has been in the
fasteners industry since 1976, producing a va-
riety of different types of screws. ILGEN VIDA
has a total of nine high-tech Carlo Salvi hea-
ders in its machinery range. Launched 20 ye-
ars ago, the ongoing collaboration is testa-
ment to the company’s enduring trust in the
Italian firm based in Garlate for its supply of
cutting-edge and technologically innovative
equipment.

“Providing our products and services interna-
tionally makes us very proud, and ILGEN VIDA

is the perfect example of a long-lasting colla-
boration that keeps evolving thanks to the
continuous trust towards us. ILGEN VIDA's
main goal has always been to significantly
increase production, so we are the perfect
partner to provide them with innovative ma-
chines to modernise their machinery range,”
says the Carlo Salvi sales team.

Impressive product range

ILGEN VIDA produces parts with small diame-
ters from 2 mm to 80 mm length, such as fas-
tening metric screws (M2 to M10), triangular
screws (M3 to M10), plastic thread screws
(@2.5 to 10 mm), self-tapping screws (©2.2 to
8 mm), semi-tubular screws and special bolts
and rivets. The fields of application are the
automotive industry, electronic and electrical
devices as well as household items. Some
parts are ready for use after heading, while
others need secondary operations to be fini-

© “AtILGEN VIDA we consider Carlo Salvi the perfect partner to innovate our machinery range in order to increase our production.
Carlo Salvi heading machines reflect our vision and help our company provide excellent products.”
Tulay llgen, ILGEN VIDA Founder and General Manager.
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ILGEN VIDA produces high-quality parts and exports them to

countries all over the world.

shed, such as heat treatments and coating.
Different raw materials are formed on the
machines, including steel, stainless steel,
brass, aluminium and copper.

From 1982 to 2003, the company moved their
headquarters several times to increase pro-
duction before settling in Silivri-Selimpasa,
near Istanbul, with a factory of 3600 m2 The
team currently consists of 60 people, with a
production and logistic area (also designed as
a warehouse) located 3 km away from the
main manufacturing area.

Constant technological advancement

The parts produced by ILGEN VIDA are sold all
over the world. They are used by many re-
nowned companies in the electric-electronics
and automotive industry, including Siemens,
Volkswagen, Panasonic and Seger, to name
but a few. The ILGEN VIDA motto is “Quality
above all” — all while keeping up with the
times by following the latest advances in
technology. With his credo in mind, the com-

pany has chosen to increase its annual pro-
duction to up to 1.3 billion units. The first
Carlo Salvi header, purchased in 2003, was
the perfect asset for raising the overall capa-
city. Today, ILGEN VIDA relies on six CS 332 DL,
one CS 003 and two CS 002. Thanks to
the high-performance headers, a total of
400 million pieces were produced last year,
equating to 50% of the overall output.

“Our choice to count on Carlo Salvi for the ex-
pansion and the improvement of our machi-
nery range was driven by our need and desire
to rely on new technologies, so as to increase
our productivity and position ourselves at the
cutting edge within Industry 4.0. Carlo Salvi
headers help our company constantly evolve,
so that we stay relevant in the industry and
always remain one step ahead of our compe-
titors,” says Tulay ligen, Founder and General
Manager of ILGEN VIDA.
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Customer story

A perfect match

The speed, short changeover time and easy
adjustments that distinguish Carlo Salvi ma-
chines make them the ideal tool for increa-
sing productivity. At ILGEN VIDA, the technici-
ans also benefit from the load monitoring
equipment mounted on the machines, which
enables detection of any problems during the
heading process. In the event of failure, the
monitoring system automatically stops the
machine to prevent damage. Once the ma-
chine has been stopped, the operator is infor-
med immediately.

@ The Carlo Salvi manufacturing site is located in Silivri-Selimpasa near Istanbul.

“The most recent ILGEN VIDA project was cer-
tainly very complex, as it took six months to
implement and involved four people, but we
were able to reach our goal of providing as-
sets currently used in 1.5 shifts per week, and
facilitating their usage through continuous
training plans for staff,” says the Carlo Salvi
sales team.



Name: Florian Kassner
Role: Spare Parts Specialist
At Hatebur since: April 2022

As an employee in the Spare Parts Service,

you are in daily contact with our customers

and suppliers. What training and experience

is necessary for your job?

Originally | trained as an industrial sales repre-
sentative, and then did advanced training in
mechatronics. Sales and technical skills are an
advantage in this job. It’s important to be able to
interpret technical drawings. The drawings are
often very complex, as the spatial representa-
tions are illustrated without perspective. With
time and experience, though, you develop your
spatial awareness and perception. Communica-
tion skills are also required for the contact with
customers.

What are your day-to-day tasks, and what
projects are you working on right now?

My main tasks include receiving customer inqui-
ries and developing solutions. That includes
technical clarifications for machine parts, issuing
quotes and processing orders, and preparing
order confirmations and prepayment invoices.

I 'am currently working on a project for setting
sales prices. My supervisor saw special potential
in me as | have both a technical and a commer-
cial background. This is the first project | have
been given the lead on, so right now it’s the task
that particularly fires me up and brings me a lot
of joy.

You are in contact with customers all over the
world by e-mail or by phone. What languages
do you speak?

I speak German and English. | mainly communi-
cate with our customers in English.

Profile

Interview

What inquiries pose a particular challenge for
you?

It is particularly challenging when the customer
calls without any details about the spare part, so
no dimensions, no image or even the wrong
item number. Then you really have to put your
detective’s hat on.

What do you enjoy most about your work?

| most enjoy the cooperation with colleagues
from a variety of departments and the daily con-
tact with customers from different countries.
Also, the work is very varied: No two days are the
same, which | really like.

What do you enjoy doing in your free time?

In my free time | like to draw and photograph
landscapes and portraits. | also like doing DIY,
like building furniture or painting. To balance
out the office job, I'd like to take up fitness soon.

How would your colleagues describe you?
Friendly, helpful, open and funny. I'm always up
for a laugh.

Did you always want to work in an
international company?

Yes, | have always been interested in working
internationally so | could come into contact with
other cultures. It’s exciting to communicate with
people from other parts of the world by e-mail,
phone or video call. The communication styles,
and therefore the nature of the exchange, vary
depending on the country.

In your opinion, what is special about Hatebur
machines?

For me, it’s the fact that our machines are very
long-lasting. But also the jump in dimensions
from an AMP 20 to an HM 75 XL, and their speed
once they are in operation, is simply incredible.
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10 Machines & accessories

HM 75 XL: Even more flexible
with servo technology

Text: Christoph Pergher
Images: Hatebur

Reinach Hatebur coldformers have
already been using servo electric transfer sys-
tems for a number of years. With the intro-
duction of this technology to the Hatebur
HOTmatic HM 75 XL, we are writing a new
chapter in horizontal hot massive forming.

Servo-electrically driven machine functions
have a long tradition in Hatebur systems. The
foundation for widespread use of this tech-
nology was laid more than 20 years ago with
the introduction of the servo-electric material
infeed in the HOTmatic HM 75 XL. Until then,
all the functions necessary for the forming
process were coupled and synchronized by
means of a mechanical drivetrain.

By contrast, servo-electric drive functions are
synchronized with the press movement in
milliseconds via a machine control system
and follow it with great precision. The selected

setting values and movement profiles are
specified by the control system for each press
stroke and implemented by the drives with
excellent repeat accuracy. This opens up com-
pletely new opportunities for a quick and
easy response to changing process require-
ments. Key process parameters can be conve-
niently adjusted using the control panel on
the control desk, even when the system is
manufacturing.

Technology proven millions of times over
Nowadays, Hatebur machines are fitted with
servo-electric material infeed systems almost
without exception. The process reliability
brought about by the 100% reproducible set-
ting values, flexibility in production, and ease
of operation and maintenance are now indis-
pensable. But Hatebur would not be Hatebur
if we didn’t keep working to make our prod-
ucts even more efficient and flexible to use.

® Tool area of the HOTmatic HM 75 XL with built-in servo transfer unit module (schematic diagram).



Front view: o

Four servo motors for
individual control of the
gripper units (schematic
diagram).

The introduction of the Hatebur COLDmatic
CM 725 was the first time the enormous po-
tential of the servo-electric drive was consis-
tently used for a transfer system, the core of
every high-speed forming machine. Since its
market launch, this system has successfully
demonstrated its reliability over many mil-
lions of formed parts. This technology can be
used to retrofit new functions and further
developments as required, even after a ma-
chine has been delivered.

Building on the positive experiences from the
production use of the CM 725, the time is ripe
for the next step in the use of this technolo-
gy. With the development of a servo-electri-
cally driven transfer system for the HM 75 XL,
a completely new chapter has been opened
in the efficient implementation of challeng-
ing forming processes on this high-perfor-
mance hot former.

Your advantage:

New pressed part geometries

In the servo transfer unit module, the func-
tion of the workpiece transfer is split into
three basic movements: Gripping the work-
piece, transporting to the next forming sta-
tion, and lifting the gripper for the idle return
over the punch tools. Each of these move-
ments has a linear trajectory and is driven
independently by its own servo motor. These
individual linear movements are cleverly
superimposed to provide flexible overall
movement sequences that go beyond the
kinematic limits of conventional transfer
systems.

The increased flexibility opens up new possi-
bilities for targeted optimization of existing
processes while simultaneously setting the
course for the expansion of the pressed part
geometries that can be produced on an
HM 75 XL. In particular for large flange parts
or extruded parts (HFE), where simultaneous
gripping of the flange and shank parts is
necessary for process-reliable transfer, new
solutions can be developed through opti-
mized movement profiles.

Optimization of existing processes and tool setups

Flexibility to expand the range of formed parts

Fast retooling using recipe data from the machine control system
One gripper type for the whole range of parts

All gripper shoes grip the workpiece at the same time

® Fast correction of setting values using the graphic operator guidance

Transport monitoring via motor data

e Gripping force adjustment using the graphic operator guidance
e Low maintenance costs due to simple construction

n
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Machines & accessories

o Stationary drives for transfer unit and return movement

inside the module (schematic diagram).

Because all the movements are provided
directly from the compact servo transfer unit,
complex mechanical drive units are elimi-
nated and maintenance costs are signifi-
cantly reduced. During production, the mod-
ule is clamped in the machine and can be
swiveled up in a continuously variable man-
ner for adjustment and changeover pro-
cesses.

Digital customer orientation

With the introduction of the servo transfer
unit module, Hatebur is consciously taking
another step towards an even more digital

Our performance:
Upgradeability for existing machines

future, in which more and more position and
force data from process-relevant functions is
combined to form a broad overall picture and
offer completely new insights through clever
use. This fast-growing base of networked in-
formation on current operating conditions
and important process parameters is becom-
ing increasingly important for the successful
use of production resources. Hatebur is ac-
tively working towards the future by develop-
ing customer-oriented solutions and services
and will gradually make these available on-
line to interested customers.

Function extensions can be retrofitted as required

Easy maintenance due to consistent use of standard components

Fast fault location due to remote access to drive operating data

Position can be adjusted before the forming stations by referencing the servo drives

® Fast troubleshooting due to easy replacement of components

Fast replacement of a complete module by means of defined interfaces

e Wear detection by means of comparing actual/target data of the drives
Use of motor data for qualitative conclusions about the parts transport



ESA600 now with
mirrorless light gates

Text: Carsten Sieber
Photos: Hatebur

Reinach A new type of
light gate makes it possible to
detect bar ends in the machine
even closer to the shearing area.
This reduces the impact of the
elongation effects of the infeed
rollers to a minimum. For operat-
ing companies, this means sig-
nificantly less material waste at
the bar ends.

Elongation of bars

All  Hatebur HOTmatics are
equipped with an infeed roller
that feeds in the heated bar mate-
rial. To pull in the bars in time with
the machine, the rollers have to
press hard on the hot material.
This leads to deformation — mak-
ing the bars longer. The deforma-
tion also affects how precisely the
automatic bar end elimination
system (ESA600) can track the
transition, because some parts
are still forged between the last
detection of a bar transition and
its processing.

Between the last heating coil
and the infeed rollers

The new light gates offer advan-
tages specifically with the dis-
tance between the last light
gates and the infeed rollers. As
mirrors are no longer required,
the light gates can be placed
directly between the infeed roll-
ers and the coil exit of the heat-
ing system. This significantly re-
duces the distance at which the
rolling influences the measure-
ment.

Saving materials

The main purpose of the ESA600
system is to reliably eject bar
ends. Owing to the uncontrolla-
ble and inconsistent rolling, this
reliability could previously only
be guaranteed with additionally
dropped cut-offs. As the light
gates can now be fitted shortly
before the infeed rollers, the ef-
fective elongation is significantly
reduced. As a result, the system
calculates much more precisely
and can determine the position
of the transition with greater
accuracy. This means that fewer
cut-offs are dropped due to elon-
gation (so-called purple V sec-
tions).

Preventing shards

Particularly with very thin bars,
the elongation effect can lead to
shards despite the servo feed.
The new system brings consider-
able progress here too: As the
elongation only takes place over
a very short distance following
the last detection, the transition
is dropped without the genera-
tion of slivers with a servo feed.

Retrofitting

The new light gates can be fitted
to existing ESA600 systems
(from V5.00) with little effort.
With a software update, opera-
tors can immediately benefit
from the advantages. Contact us
for more information.

13
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Digital services for
greater efficiency

Text: Stephan Leibundgut
Images: Hatebur

Reinach Hatebur Connect is synony-
mous with the point where data, expertise
and personal contacts meet. Our first digital
service is the “Online Timing Tool” applica-
tion. This enables easy configuration and
management of setting parameters. Togeth-
er with the servo main drive, this opens up
brand new possibilities.

“Clever solutions for sustainable metal-form-
ing, which enrich people’s lives:” Inspired by
our vision, we are constantly working on new
digital services, which we market under the
label Hatebur Connect.

But Hatebur Connect is much more than just
a clever name. It embodies our philosophy,
our expertise and our many years of experi-
ence in making our forming technology avail-
able to all customers quickly and easily. In
addition to the new digital applications, our
customers can continue to count on personal
advice and support from our specialists.

Customer portal as a central entry point

The new customer portal serves as an entry
point into the online world of Hatebur. Here,
our customers will be able to find all the rele-
vant information for their fleet of Hatebur
machines. Users can also book and manage
our new digital services within the portal for
more convenience.

Modeling without CAD models

The software solution “Online Timing Tool” is
now available as a primary service. The appli-
cation runs in the browser and helps users to
manage and design machine setting param-
eters. As a result, not only can new tools be
added to the machine faster, but existing
processes can also be optimized. With the on-
line timing tool, our customers benefit direct-
ly from our know-how.

© lllustration 1: Hatebur Connect customer portal showing Machines Overview.
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lllustration 2: Online Timing Tool.

The online timing tool has an integrated
modeling system to create stages even with-
out a CAD model. The workpiece is displayed
in the path-time diagram and can be posi-
tioned anywhere in accordance with the cur-
rent process step. Furthermore, the diagram
has a zoom feature, a measurement feature,
and also allows users to adjust the view to
suit their requirements. The user therefore
has all the necessary tools in one application
to design a collision-free process.

Once the design has been completed in the
online timing tool, the machine setting pa-
rameters are made available in such a way
that they can be copied over to the machine
in a recipe.

The improved design of the forming tools sig-
nificantly reduces tool costs while also in-
creasing process reliability. There is no longer
any need to manually draw up the sequence
of movements on paper. This optimizes the
user experience and produces better results
much faster. Furthermore, the set-up time is
shortened because fewer readjustments (if
any) are required on the machine.

Since the application is run in a browser, it
can be accessed easily from different places.
This means everyone involved in the process
has access to the same pool of data.

15
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New possibilities with the servo main drive
When combined with the servo main drive
and the locally driven parts transfer, the
Hatebur COLDmatic CM 725 opens up new
possibilities. The parts transfer comprises
two components: The grippers, which hold
the workpiece, and the transfer unit, which
conveys the formed parts from one forming
station to the next. The movement of the
press can be modeled, with the option to run
various speeds in one cycle. During the part
transfer, adjustments can be made to the
start and stop angle of the transfer unit and
the speed for opening and closing the grip-
pers.

The online timing tool gives users the perfect
support to make the best possible use of
these new opportunities. All adjustment op-
tions are displayed in the online timing tool,

lllustration 3: Modeling of a stage without
a CAD system.

making light work of designing the timing
even for complex applications. What’s more,
entire projects can be copied using the online
timing tool. This allows users to display and
compare different variants with ease.
Adjusting the kinematics for the main drive
means that significant improvements can be
made in terms of the tool life or production
quantity without having to adapt the tool.

We have optimized the pressram movement
for an existing tool, which was already in pro-
duction with the standard function and was
delivering good process reliability. We main-
tained the forging speed in the process.

This means that the punches enter the dies
just as quickly as with the standard function.
If the tool is not engaged, the pressram will
accelerate to the maximum speed and decel-
erate before the next forming process.
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lllustration 4: Modified pressram function with the servo main drive.

This ensured the process reliability remained
the same as before. However, the output was
increased by around 14 percent. Consequent-
ly, after one hour, the customer has 1000
more OK parts in the container than they
would have with the standard pressram
movement.

Remote support: Faster, more targeted,
more efficient

For years now, our new machines have had
remote maintenance solutions integrated
into them. This feature can also be retrofitted
onto older machines. We rely on a tried-and-
tested, safety-certified solution. Plus, we
have built in a switch so that the customer
can purposefully activate and deactivate the
connection as required.

Once the connection is activated by the cus-
tomer, our specialists can access current
machine statuses in the event of a problem,
and thereby provide tailored assistance. We
quickly analyze measured values using the

tools provided. If needed, technical special-
ists from different departments lend their
expertise to jointly finding the best solution
for the customer.

To keep the machine up to date, remote
maintenance can also be used to run soft-
ware updates and, in the case of conversions,
to implement changes to control technology.
Remote support helps to minimize travel and
maintenance costs and, as a result, machine
availability can be improved.

Digitalization award finalist

Our online timing tool was among
the six finalists of the CSEM Digi-
tal Journey Award. You can find
out more about this on page 4 of
this magazine.
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18 Processes & tools

On site with our customer:
Training and production
support

Text: Sotirios Andriopoulos, Kim Weber
Photos: Hatebur

Reinach — Your cooperation with
Hatebur does not end the moment an or-
dered machine is delivered — on the contrary,
we attach great importance to ensuring that
our customers’ production runs smoothly
and cost-effectively. That is why we support
you with a selection of tailored services.

If our customers are to achieve maximum
output with our extraordinarily durable ma-
chines, they must be able to rely on smooth
production. One of the essential conditions
for this is regularly trained specialist staff
who are familiar with the operation and ad-
justment of the machine. The know-how
acquired makes the machine operator an im-
portant contact person in the production

company. They support Tool Design with their
knowledge and help shape the future design
of the tools.

We train our customers’ employees

We offer our customers a variety of training
courses, from one-week machine operator
courses to individual courses that are precise-
ly tailored to the company’s needs. Such
training courses can take place at our head-
quarters in Switzerland or directly at our
customers’ premises, at their discretion.
Whether for one day or more, employees re-
ceive practical training on the machine to
keep process reliability as high as possible
and set-up times as short as necessary.

@  Cooperation of experts from different departments to find optimal solutions in the

forming process.



To ensure successful performance, our spe-
cialists get an overview of the tool and the
machine. Building on this, they train and ad-
vise customers on processes, tools, timing,
adjustment and machine issues. The differ-
ent setting options are played through and
practiced on the machine. Tool design can
also be integrated into this process. If neces-
sary, we discuss timing issues using the
path-time diagram and reinterpret the tim-
ing along with the tool design. The in-depth
training of the responsible employees con-
tributes significantly to the prevention of
process disruptions and setting errors. This
not only prevents unnecessary downtime,
but also significantly reduces machine wear.

“Tapping” in to Hatebur’s concentrated
know-how

As part of the debriefing, our application en-
gineer can access the various specialist de-
partments if required, and obtain the neces-
sary information. Drawing on our knowledge
and almost 100 years of experience, we guar-

antee that we will find the optimal solution
for any problems that arise in a training
course. This is how we create methods and
optimizations that lead to long-term process
improvements. We explain these methods
and their correct application in detail to our
customers’ employees: Well-trained staff ef-
ficiently prevent and detect process errors
and take the right measures, which has a pos-
itive impact on the production volume.

Our offer in this area expressly includes the
development of new tools. Our customers
can lean on us, for example, in designing
complex stations or simulations of all kinds.
With our expertise, we accompany you all the
way to the point where the new tool reaches
production maturity.

©  Practice-oriented training for more process reliability and efficiency.
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Service & support

AMP 50-9: Transfer unit
overhaul without shutdown

Transfer unit before
and after overhaul

Text: Can Cay
Images: Hatebur

Reinach We support our customers
in increasing their efficiency and productivi-
ty. To that end, we continually develop not
only our machines, but also the processes in
our cooperation — such as component over-
hauls.

At Hatebur, we consider it one of our core
tasks to reduce downtimes as much as possi-
ble. For the Hatebur HOTmatic AMP 50-9
transfer unit, we have therefore developed a
special exchange program. If an overhaul is
due, we send the customer an already over-
hauled unit. The customer installs this in
their machine and sends us the unit that’s in
need of repair, which we then process and
store until the next exchange — be it with the
same customer or a different one.

No more waiting for a replacement

The exchange program has various advantag-
es. Because there is no downtime, the cus-
tomer does not have to suffer significant in-
terruptions in production. Even for overhauls
announced at short notice, we can immedi-
ately provide ready-to-use transfer units. The
fact that we can carry out the maintenance
work without any time pressure has a posi-
tive effect on the quality and the costing: The
next customer receives a unit that is practi-
cally as good as new and all companies in-
volved benefit from a low fixed price.

Would you like to find out how you can take
part in this exchange program, and which
other machine types we offer it for? Your con-
tact at Hatebur will be happy to provide you
with information.



Trade fair roundup

Milan,
November 30—December 1, 2022

Fastener Fair Italy

Location: Milan, Italy
Company: Carlo Salvi

Text: Daniele Zucchi
Images: Carlo Salvi

The Fastener Fair Italy is a national and international
trade fair for fastener and fixing technology that takes
place every two years in Milan. Carlo Salvi had its own
booth at the third edition of the Fastener Fair Italy from
November 30 to December 1, 2022. It was two days jam-
packed with interesting encounters and new business
opportunities, as well as an opportunity to meet up with
old customers and friends.

With more than 200 exhibitors from 18 different coun-
tries and over 3000 visitors, the fair was an important
meeting point for business activities in one of Europe’s
leading industrial sectors. It was the perfect event for
Carlo Salvi and all the other industry professionals to
catch up on the latest updates and innovations in the in-
dustry. Carlo Salvi thanks the many visitors to the booth
and looks forward to seeing you again in 2024.
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Trade fair roundup

New Delhi, January 12—15, 2023

Auto Expo India

Location: New Delhi, India
Company: Hatebur and Carlo Salvi

Text: Reinhard Biihrer
Images: Hatebur

For the first time, Hatebur and Carlo Salvi shared one
booth at the “Auto Expo Components” trade fair in New
Delhi. The leading automotive supplier fair in India, which
was able to take place again in a physical format after a
three-year break, met with an overwhelming response.
With more than 800 exhibitors and well over 100,000 vis-
itors from 65 countries, this year’s Auto Expo was the larg-
est trade fair since 1986.

Exhibitors from all areas of the automotive industry pre-
sented their products and innovations at the new exhibi-
tion venue in central New Delhi. The fair has shown that
sustainability and digitalization are the key issues for the
future of the industry — and that is exactly the direction
we’re headed in at Hatebur and Carlo Salvi.

During the four days of the fair, we were able to welcome
many guests to our booth and had fascinating discus-
sions with experts and interested parties. This shows that
Auto Expo is very successful in bringing together profes-
sionals willing to take initiative and push their businesses
further. Our technological solutions and wide range of
forming machines for cold and hot forming generated a
great deal of interest.

We thoroughly enjoyed meeting our customers, partners
and prospective customers in person and talking about
the latest developments.



Stuttgart, March 21-23, 2023
Fastener Fair Global

Location: Stuttgart, Germany
Company: Carlo Salvi

Text: Daniele Zucchi
Images: Carlo Salvi

The ninth Fastener Fair in Stuttgart, the international ex-
hibition for the fastener and fixing industry, ended on
March 23, 2023, following three successful days for Carlo
Salvi. As of this year, the fair is called Fastener Fair Global,
and it was visited by more than 11.000 trade visitors from
83 countries. Because the event enables new contacts to
be made and successful business relationships to be
established between manufacturers, dealers, end users
and the entire industry, Carlo Salvi has been exhibiting
there since the very first one in 2005. What’s more,
Germany has been the primary market of Carlo Salvi for a

number of years — machines from Garlate have been sold
there since the 1960s. That’s why the Fastener Fair Global
represented a great opportunity to strengthen good rela-
tions with German businesses and find some new poten-
tial customers.

The employees on the booth, together with their Hatebur
colleagues, also presented the many visitors with some
new products that are currently in preparation and will be
presented at next year’s Wire exhibition in Diisseldorf.
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See us
live!

July 1215, 2023
MF-Tokyo

Location: Tokyo, Japan
Company: Hatebur and Carlo Salvi

July 19-22, 2023
MetalForm China

Location: Shanghai, China
Company: Hatebur

November 22-25, 2023
Thai Metalex

Location: Bangkok, Thailand
Company: Hatebur

We look forward to seeing
you there!

All dates are correct as of June 2023 —
please check the latest dates online
before attending an event.

Headquarters

Hatebur Umformmaschinen AG

General Guisan-Strasse 21, 4153 Reinach, Switzerland
T: +4161716 2111, F: +41 61716 2131
info@hatebur.com, www.hatebur.com

Locations

Hatebur-Lumag Services AG

Birchmatte 9, 6265 Roggliswil, Switzerland
T: +4162 754 02 63, F: +4162 754 02 64
inffo@lumagag.ch

Hatebur Umformmaschinen GmbH
Bahnhofstrasse 18, 51674 Wiehl, Germany
T: +49 2262 761 65 68, F: +49 2262 761 65 69
sales@hatebur.com

Hatebur Metalforming Technology (Shanghai) Co., Ltd.
Rm B1, 7th F, Juneyao International Plaza

No. 789 Zhaojiabang Rd., Shanghai 200032, P.R. China
T: +86 216417 84 28, F: +86 216417 84 22
info.cn@hatebur.com

Hatebur Japan K.K.

Kowa Shibakoen Building 5F, 1-1-11 Shibakoen, Minato-ku
Tokyo, 105-0011, Japan

T: +813 5843 7445, F: +813 5843 7446
infojp@hatebur.com

Carlo Salvi S.p.A.

Via Tommaso Salvini, 10, 20122 Milano (M), Italy
T:+39 02878897 F: +39 02 86 46 17 88
carlosalvi@carlosalvi.it, www.carlosalvi.com

Carlo Salvi S.p.A.

Via Ponte Rotto, 67, 23852 Garlate (LC), Italy
T:+39 03416546 11, F: +39 0341 68 28 69
carlosalvi@carlosalvi.it, www.carlosalvi.com

Carlo Salvi USA Inc.

4035 King Road, Sylvania, OH 43560, USA
T: +1419 84317 51, F: +1419 8431753
sales.usa@carlosalvi.com

Carlo Salvi UK Ltd.

Unit 4, Cedar Court, Halesfield 17,
Telford, Shropshire, TF7 4PF, Great Britain
T: +44.1952 58 77 30, F: +44 1952 32 71 80
sales.uk@carlosalvi.com

Carlo Salvi (Guangzhou)

Machinery and Equipment Co., Ltd.

Room 1404, West Point Center,

No. 65 Zhongshan Qi Road,

Liwan District, 510140 Guangzhou City, P. R. China
T: +86 20 8173 46 72, F: +86 20 8123 93 59
gm.china@carlosalvi.com
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