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The Company DESMA

Seite 2

Location Bremen/Germany = Machines, Automation and Molds
founded 1946 for the industrial footwear produktion
225 Employees EE L

53 mio USD

Global sales (average 5 years)
= Exportrate over 92 %
= 34% Asia
» 31% Europe (incl. Germany)
» 15% USA/Canada/Mexico/Caribbean
= 9% South America

5 % GUS

6 % Oceania, Japan, Afrika, near East

www.desma.de
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Trends and Key Facts in the Footwear Market
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DESMA
Global Footwear Production and Consumption
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Seite 4 Sources: DESMA market analysis 2016; based on numbers of WTO, UN, Footwear organisations, Material supplier www.desma.de



DESMA
2016 Production in Countries and Regions

Billion pairs/year
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Seite 5 Sources: DESMA market analysis 2016; based on numbers of WTO, UN, Footwear organisations, Material supplier www.desma.de
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Development of the Footwear Industry over 60 years
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Order lot Size Warehouse Inventory Product Variation Customer Influence
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DESMA Projekte der vergangenen 2 Jahrzehnte

ProShoe
EvaPro
Komsolv
Prowis
Fasamos
HiMicro
Quaminet
Selflearning

Proseco

Diversity
Kamiso
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Entwicklung neue Produktionssysteme

Optimierung Variantenreicher Produkte

Komplexe Produkte prozeldtechnisch abwickeln
ProzefRorientiertes und integriertes Wissensmanagement
Flexibel automatisiertes Zweikomponenten Mikrospritzgul’
High precision micro-production technologies

Adaptive quality control of y-technology via neural networks
Self-Learning production systems with context aw. services

Design of personalized product services to production
process in collaborative environment

Cloud Manufacturing for global distributed Enterprises

Digitale Methoden zur diversifizierten Produktentwicklung

1997-2000
1999-2002
2009-2012
2006-2008
2007-2010
2012-2015
2009-2012
2009-2012
2013-2017

2014-2017
2017-2020

Brite Euram

BMBF Produktion von Morgen
BMBF Produktion von Morgen
BMWI

BMBF Produktion von Morgen
EU 7th Framework Programme
EU 7th Framework Programme
EU 7th Framework Programme

EU 7th Framework Programme

EU Horizon 2020
DFG AlIF

www.desma.de
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Hochschulkooperationen

= University of Applied Science Bremen ®
" Mechatronik, Automation N POSRSERILEREREEE
= Economic Engineering
= University Bremen it —
y @ Universitat Bremen ~ Fraunhofer

= Production Engineering, Economic Engineering
= Fraunhofer IFAM Materialtechnology, Adhesive, CFK Technology

= TU Braunschweig

IFAM

= Maschinenbau, Wirtschaftingenieurwesen il Technische - ‘ ]

= |WF Fertigungstechnik Mikro m Ik

= KT Konstruktionstechnik '
= TU Aachen INSTITUT FUR

= |KV Kunststofftechnik KUNSTSTOFFVERARBEITUNG
= Universitat Magdeburg -

» Fraunhofer IFF Wissensmanagement [ UNIVERSITAT — Fraunhofer
= Universitat Berlin MAGDEBURG i

= Fraunhofer IPK Wissensmanagement —
= Jacobs University Automatisierungstechnik ﬂﬁ = FraunhOfﬁz
= KUZ Leipzig Kunststofftechnik Techaische Universirar Berin
u DTU KO enha en/DK MlkrOfertl un Technical University of Denmark DTU

P g gung D | SﬁizN%;srhEENN |?‘ — ‘7 JACOBS
FORSCHUNG b - UNIVERSITY

LEIFZIG
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Ergebnis ProShoe: DesFLEX Technology

DESMA
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Layout of operations at a polyurethane plant with a conveyor system

cyele time: 5 sec Weight of the mould camier (ncl, mould and adapter constry ctior) 550kg Dimensions of a mould carrler,

First injection to produce ihe outsole
with the reaction injection unit RGE 1
The system is designed for 3 Synchro-
nized mavemeant of the mixing head
together with mould carrier a thig
stretch. (Reversible movement)

The egquipment for material and ¢olour
suply will be stationary

Apply release agentlomould
pleces. 0-
Checkthe mould, set insate——"

Magazine ta stare mould
pieces wilh turning units
1o Insert and sort our

mould parts.

Casling e shoes sole

Willing of njection fas \
Gualiy control oftun Jayer solé
nd

aflsrwards
coupling pairs and packaging
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Gne Layer Shoes B}
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Walting €ug forincam.
plete pairs of shoes
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Check fas
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/ caners for one layer produstion,
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&

fea0o mens]
dapth

Al 3 cure time of 80 sec the first mould
cafrierwich is filed up with sole malsrial
must go on 169 posilions by a § sec
cycle, untl mould opening

The distance for ransporing the mould
2 carrler per cycle amounts to 800 mm

(width of a mould carrier - 800 mm
i 100 rom safety disiance between ihe

Coupling of pre- heated lasts to. moud TR anees

= Sorting outof bad outsoles
"+ Taking off of runring solos whildne.
Iawer production after qualiy contral

=l
One Layer Soles

Bypass function for the mould

\nm!rw\lh 3 bad outsole. The

o, %) moving process is done on 3
tming unit

NS

Coupling of pre-heated last with
upper to the mould cartier

Injestion of the midsole S%—_Roughing and burning
in connection with the proceeding 4 the pre- heated uppers.

at RGE 1 Is this part of stretch
similarly designed to realize 3
movement of the mixing hea
simultangous with the mould
cartier

The equipment of material- and
colour suply will be stationary.

Quick tempering
lasted uppers up
{0 @ process tem-
perature of 130
.

Ata cure time of 120 sac the first mould
camier wieh i filled up with sole matenial

ust 9o on 24 posilions by 3 5 sec Tempering lasted

uppersupioa
temperature of 50
*C for a long- term

w14 o= 1 w9 8 _j“
—_— The tempering is equipped
with 3 intemal bypass 10 take

the accassory last out of

= r a higher tempering {130 *C)
= A i back Into lower tempering
O —— (50 "C) i there is appearing 3
) [

Fixing stabilizer on the upper
Blowing steam an the Upper to ad-

Quility contral of

Justihe upper exactly on e tast

@
-u

upp ers before their T
manufacturing \ L1,

Upper magaz n

T ———Tuming down bootlegs 16 maks easie the autoriated fastharing

size ,1 pair”
roduction mix of large variety

Seal slilch holesin he upper with glue to avoid a penetrating of poly:
uretnane.

Lasting

These at of

process.

= Target was order production “just in time”
= vision is lot

= economic p
iIn small ord

www.desma.de
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Ergebnis FasaMos: Micro-Spritzgu mit Automation

= Kleinste Bauteile in hochster Prazision
produzieren und montieren sowie

| vermessen
Anwendungen Linsen, Laser, LED, Bio-
Chips, . I — ._
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we like to support you on the way into the future %\

= =DESMA

278 Desmastrasse 3/5
D-28832 Achim
Germany
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+49-4202- 990 -0
+49-4202-990-210 &=
info@desma.de
www.desma.de
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