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ALMOST A CENTURY OF EXPERIENCE, FORGING
OUR WAY INTO THE FUTURE

Through a conlinuoos devefopment which began over S0 years ago, we have Deome,
i largest producer in the workd iodoy of sutomsted systems for the fabrcation of
strictural steel and gne of the most recognized prodicers of equipment Tor the forging
imdustry, Our extensive product Tange of innovative products and their agpressive
penetratiaon of the world market have been achieved by the oeation and Tollowing
consalidation of mary subsidiaries all ower the world

1930

Dur missign 5 {0 sstisfy the demamnd of mochinery and systems for the high guality
b processing of metal profiles in the most profifable markets on-g giobal basis, promoting
|-l the Firep brand and trademark with prestige

Thanks to our innovstive products, attention to service, highly qualified staff. and
capabifity to understand the osinmer proesses, weare the leading manufaciurer and
cupplier of complete coluticns, providing a complete range of high-technolegy systems
for the struciural steel construction, metal Tabnication and forging indusiries

STEEL THINKING




MANUFACTURING
UNITS

Casale Litta

ANGLE LINES ASSEMBLY PLANT

The Casale Litta plant covers an area of 122000 square meters and §s
focused on the assembly of our CNC lines for the processing of 2ngles
and plates

SAWING LINES ASSEMBLY PLANT

The Castronpo plant, with its- 22000 square meters arsa, is entitely
dedicated o the assembly of sawing equipment

WORKING CENTER

tn'Crosio defia Valle, in an area of 6.000=quare meters, to which today
we added a brand new area of 35000 square meters, our soper moderm
working centers-for the production of =small and mediom mechanica
components are warking nan-siop seven days a week.

STRENGTH
POINTS

Education, geality and full-service: there are different strategies to
become o winner

ACADEMY

Ficep Acsdemy represents the tangible symbol of our educational
philosophy: we have always been committed to the sharing of
compeenees and know-how, and with this over 2000 square meters
structure can affer 2 truly unigue experience for the users af Fcep’s
technology. Ficep Academy aims at providing constant updating in the
5i% training roams and in the fwo conference rooms at disposal, where
fraining courses are organized.

SHOWROOM

Thanks to our permanent showroom of 2000 m™ within the Ficep
Acadeny, ot our headquarters in Gazzada, we can mzke machines of

all sizes available 1o all our dients. To define it dynamic is not just
an expression but a real fact the insialied 'machines, in fact, are
fully oberating and can execute all the main operations requested
by costomers in this secior, starting directiy from the drawing of the
pieces to be produced and carrying oul real iests on the machines on
display

it Is then possible to perform punching, drliing, marking, soribing
milling, shotblasting, thermal cutting (plasma and oxygen cutting
and shearing operations, all on the typical workpiecss processed in
madern siructural works, such as angular-and fiat profiles, plates,
beams and tobes :




Castronno Crosio della Valle
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ANGLES & FLATS

Our CHC angle anid Nzt fine sohsion h:whlﬂv
hmmmmﬂﬂmm fats The
Tange incluces CNC fine=s able o perfomm high pericnmame
mmﬁmmmmmmiﬁm

BEAMS & PIPES

O beam processing range incixies CNC beam driffing
machines wnih omne, beo, res samiies or meee. They @n
perform as stand alone uniis a5 well & combined in line with
n-zi:mﬂyru!’mmgrmfm ﬂtmuﬂw

PLATES

We offer the widest range of (ML solufions for plate
fﬁm&dmmWMM|mm

punching systems, to fully integrated CHC working cells
sitable tn start with rew materia! and e with the findshed

mmmwdﬂtmm_ﬂ.ﬂIm

SURFACE TREATMENT

Wmmmm
in mﬁmmmnﬂm

ROBOTIC WELDING

Fmaﬂmrﬁﬁﬁxh‘ﬂumdﬁ:'mm:
and robolic proo=cdng sobdions. The FICEF SABRE and

SOFTWARE &
AUTOMATION

Togethey with our soifware company  Sieel Projecis we
have developed a sophisticeted software o analyze [he
efieciive produchon apacity el on each EojEd’s
requiremments and different plant leyout proposais. All our
oustomers woridhwice can berefit from FICE intelligent Sieel
Fabrication capability o oplimize thewr production!
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XPR

CNC punching and shearing lines for the processing of angle

XP-i

o anghes.
Angie stz -
(410 MM Tk T 30w 303 E e e ] 3303 30u30n3 HIxEIRT 30303 FHNIONF
Angie 5|z 100X 100 1D0xI00 120x7120 12000120 1e0x150 1e0N1ED 160160
L4750 Nmm A [max, mim) ¥13 €13 xi3 x13 gl 48] xig
Ciameter por flanga fia) 1 2 2 3 1 3 3
Fumching foree W] B50 E50 650 E50 i BGO EDG
PATIITITE (immeter o 3 3 3 T
[, mm) 32 un 32 3 i 32 )
Ehearing fore [KN] 1BDO 800 1850 1800 2200 20 2200

A F_N

Processes Q q i ° 2o ﬂmers;mr; I I =
-—



XPT

High performance CNC punching and shearing lines for angles

XP-T
e i — XPHIT2 XPIOTA XP1IT4 HPLITG EPiGT4 XPIGTE

Amgee-siza (410 NimY) fminmm] 308303 30w 0303 A3 I0x30%3 30x30%3
Angie size (410 N/ fmakmm]  HIDODONIZ  I0OMIDONTE  120wiZONIE  1PONIZONIZ  WGOOEDOE  TEORIEDNID

Disimeter por flange [na] 1 2 2 3 2 3
PUniChing rarce [kN] B50 e50 650 250 E00 8O0
-PUnCing Qimedar [mss mm] 2 iz 32 33 P 32
Shearing rore (kM) B0 1800 1800 1800 i ZHD

- Q@ QT iz L -



W AcHP

Angie stz (430 Nmma) fmin mm}
Angie Sz (410 MMM (mascmim]
Diamater per flange o)

Pumicning force (kN]

PUTCHING JImaser [mas i)

Shearing foroo (K]

— @

A
Ethmjid!ngaulshslwqgnauhr Hﬂylpmimmsltntlt|mlntlm[auuﬂmswmgln!5ﬁu

G e =

200X FIOXIS

z

oo

T

4500

DIverse Solutlons for Large Angle Fabrication

40x40ns

200K200 5

3

000

£ 73

4500

Alealmd
200x200%35
z

1000

3=

A500

Alndlxe

200x 200325

3

1020

&P

4500

Alwalkeg
250 250875
3

L EE]
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ABOD
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_RN\PID

Automatic CNC high-speed drilling and
cutting lines Tor angles

Angie sire (470 N/mm) [medne mm] A0y A0 Adxdind BXEING BORE0NG
Angie-size (90 Nmm®) (s mm] Te0x1e0K20 200 20035 FONFSONED 3HM350xA0
Driiting s inod F 2 F K]

Orliing 1ools per head noj 310 3 16 3186 3 &

Drlinmg dlameter fmak. mim) ao a0 40 &0

Smindie speed (M RPM)] 3500 E=1E IO 3EE]

Spindie power W] m L =] 19 (77 1L ET
Spindke sb-axis stroke el 200 200 200 200

Cutting unit i;‘_i;sl (circukar FS!IEIE;IEIF AW 135::;.;.;:3[ W SCIFTLIAT S3Wh

u Diner saction f—
Procecses shapas



TIPO pa

Automatic CNC punching, drilling, shearing &
thermal cutting line for flats

m::xmm;m Fine foor flars | TIPO D4
Fiat stre fminomm) SONE
FIEL SEIe [N TTTm] SIS
Punching tools fno 4 8
Punching forme: ki) 1100
PuncTimg Q@meter e mim] 4k
SHoanng torie kM) 2200
Driling heaos ] 1
Driling t0ols per fesid o 4

D liing Qiameter [mas mm) 40
Spinaie speed [max FEM] 3500
SpandiE power [kwl nas
Fiasma fro [nd.) 1

e QDG ED Q @ T o



| TIPO pso-£
Automatic CNC hlEh SIJEEU E'I'llﬂl'lE & SHWlI'Iﬂ lIne
for MNats, EI'IE.lE‘S. channels and |1||:I'E5

TIFD DS0-F

ﬂ;{m@mmimmhmm TIPO DSOD-F

Flat sizo [minyfmai mm) COEE/S00KIS

Angde size [minmax mimj SxSnia B0 1B0K1E
Crasinet Si2o |FmInAmas meT LIPS BOSLEPN 300
Sure (ube siFe [minfmsa mm)] Blxe01E0ED
ReClangsar 1UDe SI76 [milm/mas miml E0xA000KI00

D illing heads no) 2

Eriing toos pon e nol B

DFJII.‘-I'IE oiamaler [may mmj 40 (5

Spinitle speed [max REMT 3500

SPINEs poWEr [NW] 18 [ZA

CLeting unit ST saw [ 50 mitering

— 00y i = L O
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EXCANLIBUR & VICTORY

Automatic CNC single spindle drilling lines for sectlons

a e

ih_-
Excnusua | &'ﬂ

EXCALBUR- VICTORY VICTORY EXCALIBUR
Aurtnmaic CHC SINEe Spime ariiing nes for sectmes 1061 EX 1201 EX
Frofiie sirs [miln. fmEm) =11 =0

Profie size imax mimj 10400 1204
Drilting haaos o | 1 1

Drilling tools per nead [no 1 1=

Dring diameater [max mm] 40 40

Spintie power (K] 17 19

Spinitle sposed [max RPM) Sooh S00d
Spindie sub-axis stroie imm] 0

~- UL =52 L= 1 O



ORIENT

Automatic CNC drilling, driiling & band
sawing, drilling & coping lines for sectlons

H

e SR SR |Pms o [Bwess
MEMEpIE TRINE e

Ferton Siro fmim.mim] E0rxI0 BOEI0 BN 10 BOX10 BOx 0
Section size fmax.mm] dadE0 BixdaD 1015x450 THExS10 122t0iE%0
Drling Moot imn 1En 13 105 100 118
Drifing tools par fezd ino] E (13 R | 61D ENA E (13
dritimg giameter [imax mmi 40 40 an a0 40

Spmdie power [RW)] E | £y Eil E 2| N

Spinoie spocd [mxd RPM] 5000 5000 5000 SO0 S000
Machine welent [Rgl 8500 5500 S500 10000 10000

"AMEles, SOUEIT and recionguiar Ietes with min. side-of S0 mm only on camiage and pincher Peding moces

m i ‘ 451088 601 ORE 1001 ORS 1101 ORR
BADIN POt [WAW] G 2 -] 15 s

Band saw Biafe gead fmax mit/min) 170 70 1768 70 170

Band smw Mace size fmm) S0 3aF2R0 At 37250 AT 3N 7250 SAX1 EXS020 EFN1 EXDS00
Machine wekght kgl 12000 400 14000 21500 15400

m s &02 ORFRC 507 ORAZ 1202 OBIFRC | 1202 ORAZ

Oy Tusil torms frg ] i i

Plasmia torch [ne.] i L] i i

WETERE 'ﬂﬂﬁi‘f ] 18500 VRS0 Lt E ) 1EIG

- @OV T L0 ) — 10



) VANGUARD

& coping lines Tor sections

Sariion size fminrm

Saction HEs [mas ]
Emiiiing heats o

I:Ir|II|r||_=; oods per head {no.)
Orilimg alEmetor fmai. mm|
Spindie power [KW]

Snindie spsed) fma. RPM]
Macnine walghi Mgl

Automatic CNC drilling, drilling & band sawing, drilling

B0H B
4E0ARD EHIx4ED
3 3

6 B

44 4l

3t E ]

5000 5000
8560 25040

S500

2013

TS0

80X10
122050

‘Angles, squRre and rectanguiar iubes with min side of S0 mm oy on carriage and mncher feeding moaels

VANGUARD
CHENE & b S

Wb powes [oN]

Bl s biiarie spoed e LT
Bani saw Dlade size [mm]
Marhine wedpnt kgl

VANGUARD
Deifling & copimg

Chcy-Tused (o (il
Pizsma torch [na
Msirtuing waciight D

-~ UL

5

170

DX TEXERI0 B LEXSOOD

VNB | 603 VNB | 1003 VNB | 1903 VNB

9 a a 15

7o o 170 170

41137250 4TI 307200 A1 3xTES0

13000 14000 14000 2E500
[

1 1

1 1 1

18500 18506 o000
. o

- Dther section
-' J — Snﬂm

16400



VAUANT g

Automatic CNC drilling, driliing & band sawing,
drilling & coping lines for sectlons

| MBVL | TEVL

PRIt CHC T e crig e | 453 VLR WO3VER |TO3VER | et
Secilon S fmibn. mm§ S ] (=% 4i1) B0 a0 BDEHD FOOETS 200X TS
Seclion sire fmam. mm| A60x 460 6ilx4E60 T SEABD 115510 T2HEE0 IN30EI0 PO3I0KBEI0
Drliling Meads rad 3 3 3 3 3 3 3

Orilling toois per head o B4 E/ua a4 6/14 B4 B/ 5/14
Drilling oRmeter fme. mmj £D a0 40 a0 &0 Eli] 40

Splrdke pOMES W] n E | A EL | s E | A

Spinie spoed fmal FPA] cone SEOG Son0 SR cone SEOG Son0
Spindie sub-0is troke [mim] 360 300 300 300 360 300 300
Maciine wWedEnt Mgl 00D 1000 100 11500 TI500 14500 15006

"Angles, SQUAre and reCianguiar woes wilth min side of 50 mm only on Camiage and FEncncr fesding models

VALIANT

o Rt L ‘E\\‘I.l GI3VLE HO3VIE (THEVLE |THIGVIE |M‘EH.I MN03MBWVLE
MOotoF power [KW) 9 a g 15 15 18 14

Band saw biaoe speed : == o 5

R, T i 7o 70 T 17 70 70 Ll

Band =rw biaoe size fimm| A1 TS0 M HUFS A TrE ShAGrEE  EESODN GriENN00 Sfxlieton
bafme welmnt [ket 14500 15500 15500 23000 Trand 3000 32500
VALIANT

g, 504 VLFRL :mm 104 VLFRC 1204 VLRAT
Dney-Tued torch fno 1 - 1

Piasmea forcn (o] 1 1 1 1

Mathing wolgnt gl 20000 20000 20500 20500

— Q00QOTZ00 ~= L -0



) ENTERPRISE

Automatic gantry CNC drllling line for bridge girders
and welded structures

e sl —
T g}u | G0 GDo GO @ | GO
Peefibe stre fmin mm| 200D SOE06 2000100 00 20 1 HHEI00 SO0 IED)
Froiie sime (max mr 1500 800 OB 2500x3000  I0OOx1200 3000wiA00  ADOMIXDD  AOODXTBO0
Oring heans mod 1 3 3 3 3 E 3
Oriliing 1oois por nead [no ] E = L B [ B &
Driffing gueneter fmax mm| &0 40 40 a0 &0 &0 40
Spindle power KW k1] E | k| E | E] & 5 E |
Spindle speed jiran RPL So00 SO0 S000 S0 SO0 SEOG SG00
Spindie sub-axis sirole [mmj 150 250 50 200 250 200
KASEnine walpng (ks 15006 F3500 24300 25060 25500 293040 30008

~- ULUOY



KATANN g

Automatic CNC band sawing lines Tor sectlons

KATANA
AutmeTEaiic CHC tand KE0EL KCHOEL KTEL KTISEL K126E. KZ06L
sawing nes for i | [

Seriion Sere-af 507

et En1G Z0x10 5Gx10 sl =0v30 /N0 200%%0
tﬁrgglfﬂ!ﬁim R Ei0x4E0  10ISYAED MIDOMSI0  1IODNGI0  12SONEI0 2000XEND  FOO0XET
ﬁg““‘"m"'ﬁ L e EOw4En  SESxde0  7I0MSIN BSONET0.  BSOWEND 1330MEN0  1320xE0
frﬁ';ﬂ“ﬂﬁ;n:“ 41 &I SGDNAS0  AGOXAGD  MGONSTO  SBONGI0  SBONGID JBBOXEID  18BOMBID
MDior powes W] g % 5 15 15 I8 8

Band =xw bizde S'F'E‘Ej 7 - 17 - -

s 170 170 170 70 70 170 170
mm DEORSEDS ey yoon | ANIETED SeIEWODD Sl Ee0N GENE0  EPLENTINN STNLEXTX)
Machine walght [ke) 3800 4500 11500 400 £400 16500 {7500

e g o =110

23




w) FLEX

Automatic CNC thermal coping robot for sections

FLEX
Asbrursats CHL fhimmial copkig robot

Setipn =Fe {min mimj
Sertion size max. mm]
(Cidey Tl By )

Plasma torch ]

Processes 9 “
.

BlwH)
1220610
1

Oiner seciion
shaps




Nozomi g

Automatic 9 axes CNC thermal coping robot

AanrEERtic S aes ONC thermsal ooping mibot | EOIRAZ 201RAZ
Sectlon size [min. mm] BO0x10 Box
Soction size [max mmj B0 AS0 12205610
Plorsra I e i 1

Oiner seciion I I I
Processas 9 snapes = D



) LEXINGTON

Automatic CNC 4-sldes scribing lines for sections

Em“ srihing fines for sechms 203 V1S
ZaCTion 528 i mm] BORI0
Sertion size [max. mmj [FRE1I0
Serinimg Mesns f [l

Srritiing tnols per hoad ina E

Spiniie specd Tmax. RUW) SN0
SN sub-2xis stroke fmm] 350
MaCTine welgnt Mg 11500

Diner sacion I I I
Processes 9 st p— ] u



PLATES
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KRONOS

GEMINI
ENERGY

TIPO A
TIPO B
TIPO G




P2/7E

CNC plate drilling line

ﬁ:m;u Tiing BnE FZTE

Piato <izro mak. mim) 000 ¥ reoositdoning
Brilfng noads (N 1

Drilling tools per nead [no | |

Deiliing dizmeter fma. mmi 48 =0

Driliing INiCknEss [max. mim| BO

Spiingile power [k 7

Sl Speed Tmas. REM) 3500

b g u 9 “ = DSt tion
DLesset 112
shapes



P83E = P113E

CNC plate punching lines for heavy plates

Plaio iz [mak. mirr)]
Funcrm farce M|

Puncnes fniod

PUmChire tarmetor (i mm]
BunCEng hikckness fmas mmj
D itline RE3 i)

H II.|:II'I§ Lo0ks per head [nod

DR dimetes (maK. mi
O [HInE thickness max. mmyj
Spindte powes kW]

Spirke Speed [max AP

e @) & 4D

200 x reposiioning

58

(B

L ¥ |

440 |50y
40
B
3500

b

Y s

800 ¥ repasitioning
700

&

1

25

1

B

4G {501
a0

18 &N
3500

Otner sactlon
shapes




KRONOS

Automatic gantry CNC high definition
plasma & oxy cutting system for plates

Plate si7e [ mm] FoACoB000 3T0E000 B E000 2SAeelin Z100wE000 3E00uE000
PRaiE {nlomess WHT flasmE max mmj 50 = 5 B0 =8 B
Plasma Siralght Torones Imay no.j 1 1 1 2 2 F.
Masma Dot [oTCnes [max no | 1 1 ¥ | F) 2
Plaf fhcimess With oxy [max mm) 150 150 150 150 158 150
Giey-fuse| torchies st o & 4 4 ] & a4
OrfHmRE Meads fma no.) 1 1 1 1 | 1
orilling tooks par head [mas o £ ] ] B B =
DIrfking CHEmetar [T | 40 40 40 &0 a0 £0
Spingis powsl (K] 15 15 15 13 15 =
Spingle speed fmax RPM] 6000 000 SO00 6000 &an0 50060
MR wi2dgnt Mg 500 JA0G 3060 25F 2800 3000

Fisle Sire [max mimj 150023000 204000 TONDE000 OO RO
Piate thickness Wil pianma [msn | 5 b S 0
Plasma-stratghs toarhes fmak no] 1 1 1 1

Mzziing waaght (vl ACKDO 5000 biti i 10000

— 00LO00VE



GEMINI

Automatic gantry CNC driliing, milling and
thermal cutting systems for large plates

Plate Sire [ mim] IGANNE000. 3100000 I540k5000 0 FID0x6000  ZE00E000 360006000
FLe TiCEness W plesma [max. mmi B0 80 B BO B Ba
Plasma stralght 1orcnes max mo. 1 1 1 1 2 Z
Plasma Deye lorines [max. i) i 1 1 1 2 i

Plate ickmess With oxy [max. mmj 100 100 100 100 127 150

Oy Tl porTies e ol 3 3 3 3 3 3
Diriffing neads ine. 1 1 1 1 F. F.
Driifirng toals par faad [ho.) & & 24 24 24 15

D |EITRE iameder [rms, mim) 40 40 A0 [250) A0 250) 7o {400 BO {400
DrMiEmng TICkRess [Ma mim] B0 B0 B0 BO T& 305
Spindie powes (W] 5 15 15 0 30 SH
Snindle zpeed [max. RPM] TOED TOD TOOE TO00 5000 2500
Machine wagni [kgi 450 4800 A5080 4500 2500 5000

- OO LG

L
=



ENERGY

CNC gantry working center for plate edge
milling

mmwm&rnmm 3502 GOX DD 5002 GOX DD
Piate size [, T 350ft w up o 50000 SO00 1 Up o 50000
Piate hicimiess fmax. mm) 1607250 160250
Independant milling boads ino] 2 F

MUNDE tools per et mog . .

(6 tools peT DoaHE are SviaiHe BN FECHHNSE)

MAlEHIF G0N b e ] 368 &l

Spindle power [N 7013 10113

Soindie speed [maw fFk) 00000 15001008
MaCnine Welgnt [kE) TEOO0 3000



TIPO a

Automatic CNC drilling & thermal cutting
systems for heavy plates

Erfmr CHE arilling & Mermal CEting systems ‘ TIPD AZSLG
o heavy piates |

Pigie sire [, ) FRA0xR000
Drilfing neaos o] s

Orilfing tmols per nead [no.l [Pl

CIr e EEmetaT [ma, mmi 40 &

O g thickmess [mai. mam] 1040

Spiridie powkear W) 13

Spingle speed Imas. RPM] OO
Masma forohes max, no. 2

Diy-fum| tmnches jmak. nog

fud

Wi welght kgl =000

Y Y Y Y =



TIPO & S

Automatic CNC punching & thermal cutting - N
systems for heavy plates

F&atmmmammmmmm |mm ‘mm
Piate sizo fmaxmm] 1600000 ISANNED0D
pomching force o) 100 M0
PumcCihing looks fnog d e
Punching diametar fmas.mm] 33 12
ElE"I'TF"ITIE thilckmiess [ mmij 25 L

Drilking neens nod 1 1

Drifing tools per head (nad 4 4

U‘l'||lfrrg GrEmelor [rmax ) 40 A0

DOrilEing mickness [max mimi 100 L]
cpinie Power [RW] 201 2001
SpincHe spindle fmae R ADGD 4000
Plasmm forches: [mao! o] 7 3

Oy -fued Terchas [max no 2 2

Macine Wesiznt Mgl BOGD 24000

— 0800800



TIPO ¢

Automatic CNC drilling, milling and thermal

Aerbomatic CHU diifling, mifling and Mhermal outting systsm TIPD GISLG

for farge plaes

PEie SEre [,

Orimng neads [ma. no)

DI 1iods por tean (s, na)
Griliing gizmeter [max mml
Brilling {Hcmess [k mm]
Spindle power W)

Spinie speea s RPM)

Plasma stratghi torches fmas noJd
MEEme ovel torThes [ma nod

Oy Toel THThes [ nmj

2540 BED
1

14

&0 (250
100

e

TOOg

cutting system for large plates

SIS0

24

24 a0 (470}




L]
L]
- - a
. »
. ’ e
-
] = o~ : ’
b °
L]
* »
-
[ ]

) :

w
]
-
[ ]
dﬁ
rF ®
JY -

2 S

www.ficepgroup.com -

-
-
L]
.
-
-
-
w - .
L ]
» L -
.
-
5
.
" = » .
L |
8 v L e
w
B . -
L [ -
. *
¥ - » 8 .
L]
. L
- “w
-
r
.
.
-
- - L



i SURFACE
TREATMENT

RB GL
RB G
RB HD




_RB L

Shotblasting systems

Re “-55-;'“ | BTS00 41
P TVrES BT T SETE T TGEDRSD0
Whagts fno | 4

Iyt fesd A hg CapsaCity 1

max kWi

Turbines glameter fmam) 380

Blaaes Whath [rmm) a5

PI3iES WIDTH fmax mimj 1500

Braam sia Jmax] HEB DGO

e H L =110



eB G

Shotblasting systems

&M B &S

MaciNg eniTance stze Jmmd 1600550 JISONISD ZESONSS0  ZESONSS0 JIS0aSS0 S150KSS0
Whiogls o] 8 B B 8 5 8
Emmvrrgmmw i s 185 15 185 5
Turnines diametar fmm) 380 380 50 380 g1 380
Siaties Wit fmm] & & &= & & &

Plates width fmax mmj 1500 2000 2500 2500 3000 3000
Heam size priax HEEWO0  HEPWOO  WEBIOO0  HESWG0  HEG0GD  HEBNO0O

e H L= 110
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Shotblasting systems
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RE HD
Shothkasing sysems | |

Marhing enty ariee st fmm 16004550 PESOKSED EONEED
Wheois [na 4 8 8
fﬁ:*ﬁlm""“ﬁ Aepinciy 185 0 30
Turtines crameter Jrm) 380 3m0 280
Bianes wigm | &5 &5 =2

Piatos wioth [max mim] 1500 2500 x0ea
Beam stz fmax] HEB1650 HEBADGO FER1D00

e H L= 10
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Robotic welding




. www.ficepgroup.com

-
J‘F‘
oy L]
t -
» L
- " .-
-
- ®
- I
L] "l
[ ] . L 3 )
# W e -
¥ ™ i y ]
; N - L] L] .
- » i
E: -
-, - L
o -
oE e .
. . R ¥
"1_
-
e s by . *® /|
- ]
" L] L] a J
.
- "= #1
L]
"
= W
»
" i .
.
'
-
9 L
™ -
-
L]
y L] [ : ;
- -
.I
s
.
-
'. -
= -
.
-
"
L3
- . o ¢ B
- L ]
L] & 2 .
» )~
-
N -
- & s Bty .
; - '- 1
. - -5 L]
. i )
. . .
' L]
»
= Ll
C 5
L -
.
.
- -
- 1 .
L]



Steel Projects PLM

5 Drive your production

OUR FIRST GOAL

i5 t0 automate and optimize the link between the defailing office and the workshop
by converting drawings into programs for:CNC machines, aking into account the
consraints in real time In addition, we develop nesting algorthms {bars and
platec) to aptimize the use of steel and the capatities of the workshop. Finally, our
digiial solutions allow a total conirol of the shop floor: from the ophimization of the
wiorkflows, through the live menitoring of production ([CNC machines and manual L
stations), then the advanced amaly=is of prodoction, ending with the omplste and
digitalized management of traceabifity

Our software Steel Projects PLM Includes a set of modular
solutions to respond more precisely to every customer's
needs. Our range consists of the following features:

Imports from the detalling office
Feasibllity checks

Project management

sectlon nesting

Plate nesting

stock & purchasing management
Interraces with external systems
production planning & preparation
Automation: automatic CNC data creation
Management of manual workstations
shipping management

Erectlon site rollow-up

Live production monitoring
Production analysls

Traceabllity management

oo0oOo0O0OCOOCRQROOOOE

Tomaks sure not o mesawonanyof
our tatest developments and bensfit
from the suppwrt of ow t2am of SMART
experis, we also offer 2 maintenance
coniract: the SMART Program
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SOFTWARE SOLUTIONS
FOR STEEL FABRICATORS

@ Steel Projects
STEEL PROJECTS

is a French company that has been editing and marketing software solutions for steel
fabricators since 1994.

We offer acomplete, digitalized and optimized management of steel fabricators' workshops,
Industry 4.0 compatible!

Today, our ambition is ta remaln one of the world leaders in this field.

A WORLDWIDE COMPANY!

Steel Projects 1s a global company- our head SINCE 1994, MORE THAN
office is based in France, south of Lyon, and we 2,000 CUSTOMERS IN OVER
also have offices in the United States, Canada, 90 COUNTRIES HAVE PLACED

Brazil, Italy and Spain. In addition, we are close THEIR TRUST IN US!
to our customers all over the world thanks to the
Ficep's network of subsidiaries.

1111

www.steelprojects.com
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SUPPORT FOR
THE CLIENT, FAST,
EFFICIENT, FOR LIFE.

SERVICE

The secretof extelitnce is the sbifity to maintain it over time
For our dients, after-sales services Wraining and technical
assistance are ot jeast asimpactEnt a5 the products we produce
in order o keep a high tevel of availability during the prodoct
life cycle:

Ficep Costomer Services are managed by an accurately trained
feam to respomd in real time to requests from all over the warld.
Professignalism, know-how and communication skills are
essential reguirements for all the pecple invalved in the
technical assistance and after-sales service

With over 90 years of experience in the feld, we can rely on a
team of profesional techricians specialized ' recognizing,
anafysing and diagnosing a techinical and/or appliication issue
remately thanks to their special training.

Support i offered through our Help-Line Service, active from
Monday 19 Friday, and through Fieep Tele-Service, a felemetric
assistance used to resolve software related or configuration
issises, which enables anytime the remote interaction with the
maChine

For mare complex technical situations, our proximity to the

client is guaranteed by & worldwide network of engineers and

cperialized technicians, ready to intervene on-site, to analyse
e eachesitustion and define the most appropriate sofotion

Problem detection

Tele-assistance and
sotitware update

L[]'s Do Oom

Visit our website
WWW.HEEHEI’DUD.CDM
for mare information abodt
our Customer Service, Spare
Parts and Consumabies

Spare parts
deteclﬁ:rn

On-sie
. . technical visits

Training session
at FICER Spa

Instalkation and
asspmbly at
astomer site
Trial test
Integration with

costomers
mianagement system

45

AN

Dreventative
mEinieEnance

Extra-ordinary
mainienance

Suppiy of
Spare parts

CUSTOMER
SERVICE

Tool & consumabies
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Service Centers

Agricuitural & Earth
Moving Equipment

Bridges

Commercial & Industrial
Structures

Transmission Towers

Onshore & Offshore
Wind Industry
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