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is a leading international manufacturer, marketer and
distributor of wood and wood composite panel products.

he Client:

Norbord IndustriesInc. isawholly owned subsidiary
of Nexfor Inc., headquarteredin Toronto, Ontario. Norbord
They employ over 1,300 people worldwide and operate

OSB, MDF and plywood millsin Canada, United States
and Scotland. KinardsisNorbord’ ssixthOSB plant with
operations currently in production at Bemidji, Minne-
sota; Tupelo, Mississippi; Val-d' Or, Quebec; La Sarre,

Kl'he Requirement:

TheKinardsplant hasadesign capacity of 500 million
squarefeet (3/8inchbasis) annually. Itemploysa8x 181
foot continuous pressline and conveyor drying technol -
ogy. Norbord commissioned a design team with exten-
sive experience in the Oriented Strand Board industry.
Industec (adivision of UMA Industrial) was selected as
the process/mechanical consultant and Hinz Automation
was selected as the electrical/controls consultant based
on our single discipline specially nature coupled with
specific OSB industry experience.
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Quebec and Inverness, Scotland.

Hinz Automation’ sresponsibilitiesincluded the de-
sign of the electrical and control system configuration.
This design had to be flexible enough to accommodate
multiplevendors, but also needed to keep the number of
vendors (and therefore spare partsinventory) to amini-
mum. Process equipment vendorswere from Germany,
Canadaand the USA, requiring regular communication
during the project design.
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/rheD%ign Solution:

Hinz Automation provided complete electrical and
control sengineering servicesincluding sel ection of major
electrical and controls hardware, power and electrical
design, instrumentation design, specification and super-
vision of control systems provided by others, HMI con-
figuration, programming of PL C systems, documentation,
on site commissioning and installation supervision.

The control system configuration necessitated the
need for individual PLC’s in stand alone process areas
based on process independence and vendor supply.
Plant control for each areawas achieved using an Allen
Bradley PLC5/20C, 5/40C or 5/80C processor depending
on the control requirements. Some of the PLC’s were
supplied by the process vendors because of the concern
over performance guarantees. Communication between
the PLC’ sandthe HM I’ swasachieved using an Ethernet
network. A dedicated ControlNet network was used for
PLC to PLC, PanelView and 1/O communication. The
Human Machine Interface (HMI) is based on Allen
Bradley’ sRSView software package operating on Texas
Micro Industrial computers. One control room was dedi-
cated for control of the energy and dryer systems with
three RSView stationsfor control of thisarea. A second
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and blending areas of the plant. Four RSView stations
wereused for the press(by Siempelkamp) and onefor the
blending and dust systems. In addition to the HMI
stationsinthecontrol rooms, Allen Bradley Panel Views
with touchscreens are used in the field.

The Kinards plant has over 800 motors with a con-
nected horsepower of 26,000. The main plant power is
suppliedfromal00kV - 4160V utility substation. 4160V
- 480V unit substations distribute power throughout the
plant to provide feeders to electrical equipment and
motors. MCC layouts were structured according to
processareasallowing for fast start-up and check-out of
all components as each process area was completed.
Thisapproach providedincreased flexibility and minimal
impact on construction occurring in other areas. All
motor control I/Owasinstalled and pre-wired withinthe
M CC’ sby theM CC manufacturer to minimizeerrorsand
expedite the installation and commissioning process.
Field/Owasenclosedinremotel/O cabinetsand distrib-
uted throughout the plant as needed.

@ntrol room was used for control of the press, forming
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éystem Specifications: \
e Over 800 Motors- 26,000 HP Connected
* 9 RSView Stations (some by vendors)
» 14 AllenBradley PLC 5's(some by vendors)
» 4AllenBradley PanelViews
e EthernetLAN for HMI/PLC Interface
e ControlNetLANfor PLC, /O & PanelView
Interface
4 N
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P. 306-373-5555 P. 204-942-5580 P. 403-235-5305 P. 780-489-8880 P. 604-521-2233 P. 636-936-0401 P. 303-740-7555 P. 612-432-7555
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