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Feed factories are sort of establishment where raw
materials brought into the factory, are turned into feed
processed and packed without human intervention in
different production processes. Automation is the most
important element which increases efficiency of this pro-
duction made without human intervention and ensuring
the stabilization of system.

We can handle and review the production line of feed
factories as raw material intake, dosing, grinding &
mixing, pelleting and packaging sections.

Feed Production

Processes and Automation

Yem Uretim
Prosesleri ve Otomasyon

Yem fabrikalar, fabrikaya giren hammaddenin, farkli
Uretim proseslerinde, insan eli degmeden islenip paket-
lenmis yem haline getirildigi isletmelerdir. Otomasyon ise
insan eli degmeden yapilan bu Uretimin verimliligini artti-
ran ve sistemin stabilizasyonunu saglayan énemli unsur-
lardan biridir.

Yem fabrikalarinin Uretim hattini, hammadde alim, do-
zajlama, 6gutme & karistirma, peletleme, paketleme
bolimleri olarak ele alip inceleyebiliriz.

Intake Section
Hammadde Alim

Micro & Macro Dosing
Mikro & Makro Dozajlama

Grinding & Mixing
Ogiitme & Kanstirma

Pelleting
Peletleme

Packaging
Paketleme

Figure 1: Feed production process - Resim 1: Yem Uretim prosesi

RAW MATERIAL INTAKE PROCESS
In a feed factory, production starts by receiving raw
materials. In raw material receiving, process starts with
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HAMMADE ALIM iSLEMi
Bir yem fabrikasinda Uretim, hammaddenin alimiyla
baslar. Hammadde alim isleminde ise proses, ham-
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the entrance of truck
bringing raw materials
into the factory. Within
this process, samples
are taken according to
the type of raw materi-
als brought to the facility
and these samples are
passed through qual-
ity control in a labora-
tory. Therefore, compli-
ance of raw materials in
standards is controlled.
Then, raw materials
which are in compliance
with the standards are
unloaded by hydraulic lifts into the intake bunkers. Dur-
ing this process, potential dusting is absorbed by aspi-
ration fans and regained by cyclone. Then, raw materi-
als are carried into relevant silos through transporting
equipment.

Raw materials pass through the magnet while be-
ing carried. Possible metal particles in raw materials
are separated here. Magnets may be in various types
and features such as single and multiple layers. In ad-
dition, raw materials are separated from foreign parti-
cules such as thread, paper, nylon etc. by being passed
through waste sieve before being transferred to relevant
silo. Raw materials brought into the factory are stored
in storage systems which have different properties in
various places. Liquid additives such as oil, molasses
are stocked in tanks. Some raw materials are stored in
flat storages, and some of them are stored in concrete
or steel silos. This may vary depending on structure,
capacity and functioning of factories. Raw materials
stocked at high capacity are stored in raw materials
steel silos. Capacity of horizontal and steel silos may
vary depending on the density of raw materials.

Figure 2: Image of process automation mobile application
Resim 2: Proses otomasyon mobil uygulama gérseli

maddeyi  geti-
ren kamyonun
fabrikaya  girisi
ile baglar. Bu
slrecte once
tesise gelen
hammaddeden
cinsine  uygun
sekilde  numu-
neler alinir ve
bu  numuneler
laboratuvarda
kalite kontrolden
gegcirilir. Boylece
hammaddenin
standartlara uy-
gunlugu kontrol edilir. Akabinde standartlara uygun
hammaddeler, hidrolik liftlerle 1zgarali alim bunkerleri-
ne bosaltilir. Bu sirada meydana gelebilecek tozlanma,
aspirasyon fanlari ile emilerek siklonla geri kazandirlir.
Ardindan hammaddeler tasima ekipmanlari araciigiyla
ilgili silolara tasinir.

Hammadde tasinirken ilk 6énce magnetten gecer.
Burada hammaddedeki olasi metal pargalar ayristirilir.
Magnetler tek ve gok kath gibi ¢esitli tip ve 6zellikler-
de olabilmektedir. Ayrica hammadde, ilgili depoya sevk
edilmeden ¢op eleginden gecirilerek olasi iplik, kagit,
naylon, vb. yabanci cisimlerden temizlenir. Fabrikaya
alinan hammaddeler, degisik yerlerde ve farkl 6zellik-
lere sahip depolama sistemlerinde stoklanirlar. Yag,
melas, vb. likit katkilar tanklarda stoklanir. Bazi ham-
maddeler yatay ambarlarda, bazilari ise ¢elik silolarda
depolanirlar. Bu durum fabrikanin yapisina, kapasitesi-
ne ve isleyisine gore degisiklik arz eder. Yiksek kapasi-
tede stoklanan hammaddeler, dékme olarak hammad-
de yatay ambarlarinda veya celik silolarda depolanirlar.
Yatay ambarlarin ve gelik silolarin kapasitesi hammad-
denin yogunluguna gére degismektedir.

Figure 3: Truck offloading lift - Resim 3: Kamyon bosaltma lifti

FEED PLANET MAGAZINE

D "X"A’

A

i\ / \ Loy

HAL,)
FiZa Fa r—a r

Ra ateria 0 Re 4 adde silola

September-October ® Eyltl-Ekim 2017 33



I COVER STORY * KAPAK DOSYASI

Raw Material Intake Automation

Firstly, quality contro
ratory.

| analysis of raw materials in labo-

Hammadde Alim Otomasyonu

ilk dnce gelen hammaddenin laboratuvarda kalite kont-

rol analizi yapllir.

After quality control process is completed, raw materi-

als are transferred into

Kalite kontrolden sonra hammaddenin istenilen siloya

the relevant silos. transferi baglar.
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Figure 5: Algorithm of raw material acceptance - Resim 5: Hammadde kabul iglemleri algoritmasi
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DOSING PROCESS

Dosing is the operation
where main raw materials such
as particle feeds, oil seed pulps,
milling by-products which con-
sist the majority part of total
dosage used in feed produc-
tion are dosed in. Dosing pro-
cess is done in the main dos-
age bunker located on a central
point under the raw material
silo through screws straggling
back from each silo according
to relevant formulation.

Macro Dosage: It is the unit where macro level addi-
tives (salt, marble powder, DCP etc.) to be dosed more
accurate since usage in feed and mixture participation
rates are less than the main dosage materials.

Micro Dosage: It is the dosing unit where weighing
which participates in feed processing at micron level is the
most sensitive. It is the unit where premixes such as vita-
mins and minerals are dosed in.

Dosing Automation

Recipe is determined according to desired ration, and
manufacturing plan is created. According to determined
manufacturing plan, main dosage, premix and liquid addi-
tives are mixed depending on contents of prescription. To
ensure that mixture elements are received at accurate rates,
elements are carried onto the scales located under the dos-
ing unit from silos through transport equipment speeds of
which are adjusted, thus amount failures are minimalized.

All stages of the dosing process are recorded and
stock and production information are reported in details.

Figure 7: Dosing unit - Resim 7: Dozajlama Unitesi

DOZAJLAMA iSLEMi

Dozajlama, yem yapiminda
kullanilan toplam dozajin bu-
yUk bir kismini olusturan tane
yemlerin, yagl tohum kispe-
lerinin, degirmencilik yan triin-
lerinin, vb. ana hammaddele-
rin - harmanlanmasi islemidir.
Dozajlama islemi, hammadde
deposunun altindaki merkezi
bir noktada bulunan ana dozaj
bunkerinde, ilgili formulasyona
gore her depodan ayri ayri ge-
len helezonlarla gerceklesir.

Makro Dozaj: Yemde kullanilan ve karisima katiim
oranlari ana dozaj maddelerinden daha az oldugu igin
daha hassas dozajlanmasi gereken makro seviyedeki kat-
kilarin (tuz, mermer tozu, DCP, vb.) dozajlandigi Unitedir.

Mikro Dozaj: Yemlere mikron seviyede katilan, tartimin
en hassas oldugu dozajlama unitesidir. Vitaminler ve mi-
neraller gibi yemlere mikron seviyesinde katilan premiks-
lerin dozajlandigi Unitedir.

Dozajlama Otomasyonu

istenilen rasyona gére recete belirlenir ve imalat plan
Uretilir. Belirlenen imalat planina gére ana dozaj, premiks
ve likit katkilari recete icerigine goére harmanlanir. Karisim
elemanlarinin dogru oranlarda alinmasi igin elemanlar, hiz-
lar ayarlanan tasiyicilarla bulundugu depolardan dozajla-
ma Unitesinin altindaki kantara alinir ve bdylece hatall alim
miktarlari minimalize edilir.

Dozajlama isleminin tum asamalari kaydedilerek stok
ve Uretim bilgileri detayli olarak raporlanir. Rasyonlar-
dan gelen bilgileri direkt olarak harmanlama programi-
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Figure 8: Homepage screenshot of mixing program - Resim 8: Harmanlama programi ana sayfa ekran gorinttsu
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Brill file format integration is also available in order to give
information from rations directly to the mixing program.
Production reports are integrated into the ERP systems
and production department is connected to the other de-
partments of the factory.

GRINDING & MIXING PROCESS

Grinding: After dosing process in feed formulation is
completed, raw materials weighed in the main dosage
are carried into the rotary sieve through over the mill
transporting equipment and sieved here. The reason
why raw materials are sieved is that particles are sent to
the dump-bunker of mill without milling needed. Thus,
both electricity saving is ensured, and nutrition loss aris-
ing from high temperature depending on high circulation
in the mill is reduced. Large particles combine with the
other sieved part in the lower bunker of mill after being
broken with suitable sieve in hammer mill.

Mixing: While grinding process continues, feeding
units on the mill adjust amount according to the cycle of
the mill. Thus, weighing and breaking processes for that
batch are completed. Then, mixing process is started.
The most sensitive point to be paid attention to and the
most important stage in feed factories, is the mixing pro-
cess. Density of mixture varies since each formulation
has a different content. Feed with different density has
a diverse mixture time in the mixer. This time varies de-
pending on type and capacity of the mixer.

na verebilmek icin Brill dosya formati entegrasyonu da
mevcuttur. Uretim raporlari da ERP sistemlerine entegre
edilerek Uretim bolimu fabrikanin diger departmanlari ile
baglanir.

OGUTME & KARISTIRMA iSLEMI

Ogitme: Yem formUlasyonundaki dozajlama islemi bit-
tikten sonra, ana dozajda tartilan hammaddeler tasima
ekipmanlariyla degirmen Ustl ddner tava elege tasinir ve
burada elenir. Elenmesinin sebebi partikillerin degirmen-
de kirmaya gerek duyulmadan degirmen alt bunkerine
gonderilmesidir. Bu sayede hem elektrik enerjisi tasarrufu
saglanmis olur hem de degirmendeki ylksek devire bagli
yuksek i1sidan kaynaklanan besin kaybi azaltiimis olur. BU-
yUk partikuller, gekicli degirmende uygun elek kullanilarak
kirldiktan sonra degirmen alt bunkerinde diger elenen ki-
simla birlesir.

Karnistirma: Ogitme islemi gergeklesirken degirmen
Uzerinde bulunan besleme Uniteleri degirmenin devrine
gore miktari ayarlar. Boylece o partideki tartma ve Kkir-
ma islemi gerceklesmis olur. Sira karistirma islemine gel-
mistir. Yem fabrikalarinda en hassas olunmasi gereken
nokta, prosesin en dnemli yeri karistirma islemidir. Her
formulasyon farkli bir icerige sahip oldugu icin karisimin
yogunlugu da buna bagli olarak degismektedir. Mikserde
(kanistinci) farkl yogunluga sahip yemin farkl bir karisim
suresi vardir. Bu sure, mikser tipine ve kapasitesine gore
degismektedir.

Figure 9: Hammer mill - Resim 9: Cekicli degirmen

Grinding & Mixing Automation

General operation principle of the system is to ensure
maximum performance in minimum period by keeping
the current of mill between aimed lower and upper cur-
rent values. Program increases and decreases cycle of
feed engine according to read current value.

Inverter speed starts with entered value for operating
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Figure 10: Fast mixer - Resim 10: Hizli karigtirici

Ogiitme & Karistirma Otomasyonu

Sistemin genel calisma prensibi, degirmen akimini, he-
deflenen alt ve Ust akim degerleri arasinda tutarak mini-
mum zamanda maksimum performans saglamaktir. Prog-
ram, okunan akim degerine goére besleme motorunun
devrini arttinp azaltir.

Inverter hizi, ilk olarak baslangi¢c hizi igin girilen degeri
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speed first. Then, there is no change
in the inverter speed if current of
the mill is between lower and upper
current limits. If current of the mill is
higher than the upper current limit,
the inverter speed decreases. If cov-
er of the silo is not closed and cur-
rent of the mill is lower than the lower
current limit, the inverter accelerates.

Mixing times of the mixer can be
adjusted from the system, mixing
process continues until determined
time limit ends. Needed liquids are
added to feed at this point of pro-
cess through dosing system.

PELLETING SYSTEM

Feeds to be in pellet form are car-
ried into the dust silos in the pellet
press after grinding process is com-
pleted and liquid additives are added.

COVER STORY * KAPAK DOSYAS| IS

Figure 11: Mill and mixer in process
Resim 11: Prosesteki degirmen ve karigtirici

alir. Daha sonra degirmen akimi alt
ve Ust akim limitleri icindeyse inverter
hizinda degisiklik olmaz. Degirmen
akimi Ust akim limitinin Ustundeyse
inverter hizi azalir. Silo kapagi kapali
degil ve degirmen akimi alt akim limi-
tinin altindaysa inverter hizi artar.

Karistiricinin karistirma sureleri sis-
temden ayarlanabilir durumdadir, be-
lirlenen sure kadar karistirma iglemi
devam eder. istenen likitler, dozajla-
ma sistemiyle prosesteki bu noktada
yeme katilir.

PELETLEME iSLEMi

Pelet formunda vyapilacak olan
yemler, 6gutme islemi gergeklesip
likit katkilar katildiktan sonra pelet
presindeki toz depolarina gelir. Pelet
pres hatti besleyici, sartlandirici ve
presleyici olarak t¢ bolimden olusur.

Pellet press line consists of
three section as feeding,
conditioning and pressing.
Pellet disc at required size is
mounted on the pellet press
machine for relevant feed.

Water steam is highly
important in pellet forma-
tion. Pellet quality depends
on the steam quality. Pel-
let press is a machine
which allows dust feed to
be mixed with steam, me-
chanically pressed through
disc and roll and produced
in different diameters.

Figure 12: Pellet press - Resim 12: Pelet presi

Pelet pres makinesine ilgili
yem icin gereken ebattaki
pelet diski takilir.

Pelet yapiminda su bu-
hari ¢ok dnemlidir ve pelet
kalitesi, buhar Kkalitesi ile
iliskilidir. Pelet presleri, toz
yemin buharla karistirima-
sini, disk ve rulo yardimi ile
mekanik olarak sikistirilip
farkli caplarda Uretilmesini
saglayan bir makinedir.

Pelet presi makineleri-
mizde bakim kolayligr sag-
layan otomatik rule ayari

In our machines, have
automatic roll adjustment
specification that gains to
system easy maintenance
operation. In addition, this
specification is effected on
pelletizing time.

Pelleting Automation

Press machinery can be
locally controlled or oper-
ated in process automation.
Automation regulates steam
valve and feeder speed and
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Figure 13: Screenshot of pellet press automati

Resim 13: Pelet presi otomasyon ekran gérintisu

bulunmaktadir. Bu 06zellik
peletleme isleminin zaman-
lamasini da etkilemektedir.
anug
Peletleme Otomasyonu
Pres makineleri, proses
otomasyonunda lokalde de
kontrolU olan, ayr bir ope-
rator ile calistirlan makine-
lerdir. Otomasyon, buhar
vanasini ve besleyici hizini
iy regUle ederek makineyi blo-
ke etmeden en kisa sirede
hedef degerlerine ulastirr.
Akim kalibrasyonu vasita-
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reaches the machine to the target values within the short-
est time without blocking it. It can be adapted to engines
with different powers through current calibration.

It is possible to use automatically and manually de-
pending on values of current, steam and temperature.
Graphics and reports of current and temperature trend,
capacity and efficiency reports and automation shows
the efficiency of the machine.

PACKAGING PROCESS

slyla degisik guclerdeki motorlara adapte edilebilir.

Akim, buhar ve sicaklk degerlerine gore otomatik
olarak kullanildigi gibi istenildiginde manuel kullanim da
mumkundur. Akim ve sicaklik trend grafikleri ve raporlari,
kapasite ve verim raporlari ile otomasyon makinenin ve-
rimliligini géstermektedir.

PAKETLEME iSLEMI
imalati yapilan ince, pelet ve granil yemler, mamul de-
polarina sevk edildikten sonra torbalama kantarlarinda

Fine, pellet and granule feeds
manufactured are weighed on
bagging scales and packed af-
ter being dispatched to product
silos, then stitched bags are
sent by being loaded to trucks
through conveyors. Bagging
scales are machinery which
weigh sensitively for packag-
ing of dust feed or pellet feed
in bags of 20-50 kg. They are
manufactured as load cell and

Figure 14:Bagging scale
Resim 14: Torbalama kantar

tartiip paketlenir ve aka-
binde agz dikilen torbalar
bantli konveyodrlerle kam-
yonlara yuklenerek sevk
edilir. Torbalama kantarlari
ise hammaddenin, toz ye-
min ya da pelet yemin 20-
50 kg'lik torbalarda paket-
lenmesi icin hassas tartim
yapan makinelerdir. Load
celli ve elektronik denetimli
olarak imal edilmektedir.

electronic control system.
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Figure 15: Screenshot of operator panel of bagging scale

Resim 15: Torbalama kantari operatér paneli ekran gérintisu

calisan makinelerdir. Urlin
tipine gdre ayri calisma re-
ceteleri ile makinenin pa-
rametreleri degismektedir.

and sensitive weighing have

three modes as fast, medium-fast and slow. Feed speed
adjustments vary depending on the product type. Product
reporting is made by comparing raw materials sent to the
system and number of bags coming out of the scale.

AUTOMATION EQUIPMENT

Automation equipment consist of various hardware
and software. These hardware and software may vary
depending on preferences and requests of technology
companies and feed factories. Therefore, we preferred to
explain the subject over hardware and software that we
use or prefer as Yemmak.

HARDWARE

PLC: Tracking the system equipment fast is highly
important in process automation. Therefore, we prefer
Mitsubishi Electric PLC. Because Mitsubishi Electric CC-
link responses the needs of communication protocol and
process automation.
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Hizli ve hassas tartim icin
kantar besleme hizlarinin hizli, orta ve yavas modlari var-
dir. Besleme hiz ayarlar Urln tipine goére degismektedir.
Sisteme giden hammadde ile kantardan ¢ikan ¢uval sayisi
karsllastirilarak mamul raporlamalari yapiimaktadir.

OTOMASYON EKiPMANLARI

Otomasyon ekipmanlari, ¢esitli donanim ve yazilimlar-
dan olusmaktadir. Bu donanim ve yazilimlar teknoloji fir-
malarinin ve yem fabrikalarinin tercihlerine ve taleplerine
gore degisebilmektedir. Bu yUzden konuyu Yemmak ola-
rak kullandigimiz ya da tercih ettigimiz yazihm ve dona-
nimlar Uzerinden anlatmay! uygun bulduk.

DONANIM

PLC: Proses otomasyonunda sistemin ekipmanlarini
hizli takip edebilmek ¢ok dnemlidir. Bu ylzden bizim ter-
cihimiz Mitsubishi Electric PLC’leridir. ClUnkU Mitsubishi
Electric CC-link, haberlesme protokolU ile proses oto-
masyonun gereksinimlerine cevap vermektedir.
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PC: We use 2 programs in process automation. One of
these programs is scada that controls the whole flow and
the other program is blending program that controls the
dosing system and the reports.

HMI: There are operator-machinery interfaces that op-
erators use at pellet presses and packaging machinery.

Frequency Inverters: Thanks to frequency inverters,
we can control equipments in the processes sensitively.
At this point, we prefer Mitsubishi Electric brand since it
has CC-link communication support.

Weighing Indicators: They are used to transmit weight
information to the automation.

Energy Analyzers: They are used to transmit en-
ergy consumptions in the processes to the automa-
tion, so energy consumption in the processes can be
reported.

COVER STORY * KAPAK DOSYAS| IS

PC: Proses otomasyonunda 2 program kullanmakta-
yiz. Programlarin birisi tim akisin kontrol edildigi scada
programi, diger program ise dozajlama sisteminin kontrol
edildigi, raporlarin izlendigi harmanlama programidir.

HMI: Pelet presleri ve paketleme makinelerinin basinda
operatorlerin kullandigl, operatér-makine araylzleri bu-
lunmaktadir.

Frekans invertérleri: Frekans invertorleri sayesinde
proseslerdeki ekipmanlarl hassas bir sekilde kontrol ede-
bilmekteyiz. Bu noktada CC-link haberlesme destegdi ol-
dugu icin Mitsubishi Electric markasini tercih etmekteyiz.

Tartim indikatérleri: Agirlik bilgilerinin otomasyona ak-
tariimasi igin kullanilir.

Enerji Analizorleri: Proseslerdeki enerji tuketimlerini
otomasyona aktariimasi icin kullanilir ve bu sayede pro-
seslerdeki enerji tUketimi raporlanabilmektedir.
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Input-Output {LEME ONU === EKLEME SALC -~
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Figure 16: Automation configuration of feed factory - Resim 16:Yem fabrikasi otomasyon konfigurasyonu

SOFTWARE

Scada: There is flow diagram on the PC screen. Op-
eration status of all machinery and equipment is moni-
tored through this flow diagram on the PC screen. All
machinery and equipment are operated through START-

YAZILIM

Scada: PC ekraninda akis diyagrami bulunmaktadir.
Tum makine ve ekipmanlarin calismasi, PC ekranindaki
akis diyagramindan izlenir. Tum makine ve ekipmanlar,
PC ekranindaki START-STOP butonlariyla ¢alistirlir. Sis-
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STOP buttons on the

Lo )

R teme ait ekipmanlar,
af o] = I W of of o] a] s «lw]|

PC screen. Equipment o | e |G e | s |
of the system change
colors according to
status as gray during
stop, green during op-
eration and red during
error. Parameters of
equipment and ma-
chinery are reviewed
through set values
page. For example;
mixing, parameters of
mil units, min/max op-
erational values...

Current and circula-
tion values of elevators
can transiently be mon-
itored, and recorded for previous reporting. In addition,
failures in instruments within the factory can be reported.

Mixing Program: For all dosing scales within the sys-
tem, digital indicators are used, and load-cell is preferred
according to the scale capacity. Automatic dosing program
programmed according to the properties of the system au-
tomatically ensures operation of dosing scales through com-
puters in accordance with the prescription entered in line
with the properties of feed to be produced, and reporting.

Mixing control system controls weighing equipment in
dosing units and prepares reports (Main dosage, liquid
dosage, micro dosage and macro dosage).

) ittt | £ i | ) sstiieas |

re 17: Screenshot of Scada program for feed factory
m fabrikas| 6rnek Scada programi ekran gorinttsi

ey durma esnasinda gri,
calisma sirasinda yesil
ve ariza durumlarinda
da kirmizi olarak renk
degistirmektedir. Ekip-
manlara ve makinelere
ait parametrelere, set
degerleri  sayfasindan
girili. Ornegin; karis-
tirma, degirmen Unite-
lerine ait parametreler,
min/max ¢alisma de-
Gerleri...

Elevatorlerin akim ve
devir degerleri, anlk
olarak izlenir ve gec-
mise yonelik raporlama
icin kayit altina alinir. Ayrica fabrika icerisindeki enstru-
manlarda olusacak arizalar raporlanmaktadir.

Harmanlama Programi: Sistemdeki tim dozajlama
kantarlarinda dijital indikatér ve kantar kapasitesine gore
load-cell kullaniimaktadir. Sistemin 6zelliklerine gére prog-
ramlanan otomatik dozajlama programi, Uretilecek yemin
Ozellikleri dogrultusunda girilen receteye uygun olarak bil-
gisayar vasitaslyla dozaj kantarlarinin ¢alismasini ve ra-
porlamayi otomatik olarak saglar.

Harmanlama kontrol sistemi, dozajlama Unitelerindeki
tartim ekipmanlarini kontrol eder ve raporlar hazirlar (Ana
dozaj, likit dozaj, mikro dozaj ve makro dozaj).
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Figure 18: Screenshot of mixing program for feed factory - Resim 18: Yem fabrikasi harmanlama programi ekran gorint
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YEMMAK 1Q

With Yemmak 1Q mobile application, you will be able to
control process automation of your feed mill by monitoring

over mobile phone, tablet
or computer, and report
all process. Allowing you
to take the decisions to
increase production ef-
ficiency in any place, at
any time, and to control
your factory.

Errors of equipment
are listed, and contin-
ue to be listed until the
problem is solved and
confirmation is received
by the operator. Produc-

COVER STORY * KAPAK DOSYAS| IS

YEMMAK IQ

Yemmak |Q mobil uygulamasiyla, yem fabrikanizin
proses otomasyonunu cep telefonu, tablet veya bilgi-
sayar Uzerinden izleye-
bilir, yénetebilir ve tum
sureci raporlayabilirsiniz.
Uretim verimliligini arttir-
manizi saglayacak ka-
rarlari istediginiz yerde,
istediginiz zaman alabi-
lir ve fabrikanizi kontrol
edebilirsiniz.

Ekipmanlara ait ariza-
lar listelenir ve ariza gi-
derilip operatdrin onayi
gelene kadar listelenme-
ye devam eder. Uretim

tion details (batch, code, prescription etc.), raw material  detaylari (parti, kod, recete, vb.) ve hammadde kullanim
usage reports can be monitored. Current and voltage val-  raporlari izlenebilir. Istenilen motorlarin akim ve devir de-
ues of engines can transiently be monitored, and reports  gerleri anlik olarak izlenebilir ve gecmise yonelik raporlar

of previous periods can be received. alinabilir.
Yemmak IQ mobile application is available on Windows Yemmak IQ mobil uygulamasini Windows Magaza, App
Store, App Store and Play Store for your experiment. Store ve Play Store'dan indirip deneyimleyehbilirsiniz.

YEMMAK |
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YEMMAK | Q)

ot

i_Inventery Raw Metarial Report |

i_Production Report

'::. Batch Detail Rc.purl.- :.'
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