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AUTOMATION SOFTWARE  

Ushering in Industry 
4.0 at HEGLA-HANIC  HEGLA-HANIC  
all in small, 
fast-working steps

With the advent of smart factories, the future of glass processing is one that’s fully-

digitalised, networked and highly-automated. Here the team at HEGLA-HANIC identifies a 

key priority in the reduction of costs whilst improving or automating processes - even 

                                                     if the big solution needn’t come all at once.

Networking and automating offcut 
optimisation with production planning 
software, handling and machines also 
holds the promise of additional cost 

savings. For example, the glass can be 
held ready in the ReMaster for access 

by the cutting system without handling 
time - thereby reducing waste.
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ing step can be documented 
for product traceability or 
evaluated for production 
planning at the same time. 
Depending on the extent to 
which the company drives 
its data integration, the ID 
or marking code can be 
used to trigger processing 
steps without any risk of 
mix-ups. The data for pro-
cessing a previously set-up 
pane are directly available 
to, say, a double edger. And 
information as to whether 
RF-transparent or bird pro-
tection glass is to be pro-
duced can be transferred to 
a laser processing system as 
well. If the end of a process 
is also acknowledged via 

scan then this creates valu-
able production data - mak-
ing it available for capacity 
and production planning.

REDUCE OFFCUT 
COSTS WITH 
DYNAMIC 
CONTINUOUS 
OPTIMISATION
Offcut optimization is cer-
tainly one of the perennial 
concerns of glass processing 
companies. But the increas-
ing cost of glass today has 
made the topic even more 
relevant. Depending on the 
product portfolio and level 
of automation in handling, 
the use of dynamic continu-
ous optimisation holds the 
promise of additional ben-
efits. “With this approach, 
optimisation is applied to 
multiple batches and is 
continuously adjusted: for 
example, when panes are re-
made or new orders are cre-
ated in the ERP,” explains 
Jan Schäpers. This increases 
the utilisation rate and re-
duces resource consump-

As Managing Director 
of HEGLA-HANIC 
Jan Schäpers said 

recently, when considering 
today’s much-needed ad-
vances in software and auto-
mation for the glass industry 
it often pays to take a closer 
look at individual steps. 

WHERE IS PAPER 
BEING USED?
If prioritisation or analysis 
is difficult at the beginning, 
Schäpers recommends a 
topic for initial reflection that 
regularly proves its mettle: 
“Where are we still work-
ing with paper? Which pro-
cesses are being controlled 
without software or manu-
ally triggered?” He goes on 
to explain why: “The work 
steps where information is 
transferred manually or by 
routing slip are more prone 
to error and typically slower 

than system-controlled se-
quences.” 
In the ideal case, the data 
required can be integrated 
into the MES and produc-
tion planning software via an 
interface - or even better, be 
centrally-inputted there for 
all needs. Making the data 
automatically available from 
a central location excludes 
errors and enables compa-
nies to leverage their entire 
potential. If the technical ef-
fort required to compile the 
data is too great then trans-
ferring information via scan 
is a viable alternative. When 
a machine-readable sticker 
or laser marking is used for 
scanning then the process-

Depending on the product portfolio and level 
of automation when handling, the use of dynamic 

continuous optimisation promises additional 
benefits. Optimisation is applied across multiple 

batches and is continuously adjusted for, say, 
remakes, new orders or prioritised orders.

A cockpit displayed 
on monitors at central 

points in production can 
improve communication 

and transparently involve 
the employees, who 

understand sequences 
better and can see the 

interdependence of 
processes. Data selection 
can be configured freely 
and across departments.



tion. Additional potential 
can be created by an auto-
matic remnant system that 
is linked to the optimisation 
software and holds usable 
panes ready for access by 
the cutting system.

TRANSPARENT 
INFORMATION
The large quantity of data 
made available as a conse-
quence of digitalising and 
automating systems and 
process steps offers a start-
ing point for getting em-
ployees even more involved 
and on board with regard 
to their daily tasks. First, 
collecting this information 
improves their knowledge 
of production. Second, it 
has often been shown that 
implementing a cockpit in a 
company improves commu-
nication and understanding 

among employees. Depend-
ing on the data selection 
and storage mode, moni-
tors in the production area 
display the current stock 
levels and indicate whether 
or not cutting or insulated 
glass production is still on 
schedule and which batches 
should be prioritised on a 
given day. If desired, an in-
tuitive traffic light system 
with a target/actual com-
parison can provide infor-
mation as to whether or not 
production is still in sync or 
action is required. 

THE SHOP FLOOR 
AS THE SUM OF 
THE PARTS
Alongside the many small 
and medium options, the 
comprehensive network-
ing and digitalisation of 
the ERP to production 

planning software and the 
machines ultimately of-
fer further starting points. 
Here as well, Dr Schäpers 
recommends first looking 
at areas that are not directly 
integrated into a process or 
are manually controlled via 
paper. Depending on the 
portfolio, optimisation of 
the ordering process in the 
ERP can be worth consider-
ing in order to automatically 
import the customer order 
and run a plausibility check 
or request missing informa-
tion. And depending on the 
configuration, the stock level 
is immediately checked and 
a control code for the vari-
ous systems is generated. 
For some companies, trig-
gering shipping document 
creation via automatic or 
manual scan at the system is 
ideal. The more the various 
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systems and departments 
communicate with each oth-
er directly or are controlled 
by software, the less prone 
the overall system is to er-
rors and delays. “In recent 
years, the dynamics within 
the economy have shown 
that alongside the major goal 
of Industry 4.0, the smaller 
intermediate steps are also 
valuable when the aim is to 
improve processes, minimise 
errors or flexibly adjust to 
changing requirements,” 
says Jan Schäpers.

A cockpit displayed 
on monitors at central 

points in production can 
improve communication 
and involve employees 

with transparency. They 
understand sequences 
better and can see how 

processes depend on each 
other. Data selection can 
be configured freely and 

across departments.

Comprehensive 
networking and 

digitalisation promises 
additional starting points 

such as an optimised 
order process that takes 

place either directly in the 
ERP or is networked with 

the customer and then 
imported with a plausibility 

check and without errors. 
If required, the back office 
can subsequently approve 

the orders. 
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