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3 repairs had been done and 

no way of monitoring the actual 

output of PM1.”

Stragliotto explained the 

background to ABB’s involvement 

with the line’s improvement. 

“Firstly I have to say that it 

was not just the solution that 

made us select ABB,” he said. 

“Ezio Vercelli is more than just 

a representative of ABB. He is 

known to the Favini family and 

often just calls in to discuss 

things like the mushroom season.  

“Our need was two fold. Firstly 

we needed a system that could 

monitor the mill and be user 

friendly. 

“With some of our more 

senior staff retiring or nearing 

retirement age we needed a 

system that was easy to operate 

while giving us the data and 

feedback from the mill needed 

to ensure consistent results 

and minimise waste and energy 

consumption. Secondly we were 

aware of the need to improve 

the reliability of product quality 

by some form of automated 

system.

“Having discussed this with 

ABB at length and reached a 

decision in mid 2009 on what 
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was best for us, we selected a 

complete ABB QCS with a new 

server & engineering station, new 

operator station, control network 

with TCP/IP, frame and sensor 

network with TCP/IP, plus the NP 

reflection platform and HPIR high 

performance infra-red moisture 

measurement.”

Despite the limitations of 

space around the PM1 line, it was 

shut down for just a week over a 

ABB provided a user-friendly system that could monitor the mill. The network structure  
is detailed below



Pulp Paper & Logistics

October 2010

Flavio Stragliotto, plant director at Rossano Veneto since 2008, 

joined Favini in 1997 after working as a technical assistant 

in another mill, and covered various roles such as that of 

responsibility for plant operations, research and development, 

quality and environment systems. 

Prior to that, he worked as researcher for CNR. In 1994 he 

graduated in Chemical Engineering from Padua University, with a 

specialization in environmental chemistry, going into industry as 

researcher for CNR. When Flavio gets free time he likes nothing 

better than Nordic Skiing during winter months, and during the 

summer he has a passion for mountain biking.

Who is Flavio Stragliotto?
Another benefit to us is 

with no continuously-

moving parts and no 

requirement for liquid 

cooling,  the sensors’ 

modular design allows 

our mill personnel to 

easily replace modules 

on-site

Christmas holiday. “The start up 

and the set up of the system took 

only a few days thanks to all the 

pre-planning and went extremely 

smoothly,” said Stragliotto.

He goes on to detail the results 

and how performance matched 

expectations for the NP reflection 

platform.

“As you can see from the 

results, the correlation is 

excellent and HPIR has proven 

to be an invaluable tool,” he 

said. “Moisture measurement is 

critical because it enables us to 

maximise both energy and  

fibre costs while having the 

ability to manage the paper 

grade’s quality.

“HPIR has also meant that 

our system operators have a 

far better insight into exactly 

what is happening on the mill. 

With measurement data being 

constantly fed back to QCS 

system profile displays and 

contour maps, we now have 

a system that can help our 

engineers define a better process 

model for improved CD control 

performance. 

“Another benefit to us is with 

no continuously-moving parts 

and no requirement for liquid 

cooling; the sensors’ modular 

design allows our mill personnel 

to easily replace modules on-

site. As a result, we can  

avoid factory repairs and 

eliminate having to stock 

complete spare sensors.

“The bottom line is that the 

ABB system reduced wasted 

production and enabled faster 

grade changes. Waste reduction 

is one area where it’s made a 

difference,” said Stragliotto. 

“Our photo album board is a 

key example of how the ABB 

installation has helped reduce 

waste from around 15 per cent to 

4 or 5 per cent. 

“This reduction in wasted 

production is a direct saving 

but we also have to recognise 

customer satisfaction as being 

equally important. HPIR has 

also let us achieve faster grade 

changes and quicker start-ups, 

this in turn helps us produce 

more paper.”
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To view the HPIR video go to 
www.pulppaperlogistics.com




