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(54) System and method for a plant for working natural stones

(57) The present invention concerns a system for
managing a plant for working natural stones. The system
(10) comprises a server (12) configured for processing
data and managing a central data base, and terminals
(32, 41) distributed over the plant, connected to the server
(12) and comprising respective antennas (30, 40). The
system further comprises RFID labels (20, 24a, 24b) that
are readable by the antennas (30, 40), are applicable to
blocks (51) or slabs (52) obtainable from the natural
stones (50) and comprise information identifying the
blocks or slabs. Lastly, the system comprises working
stations (15a, 15b, 18a, 18b, 18c) comprising at least
one respective terminal (32, 41) associated with the
working station. At least a first working station (15b) in
the system (10) comprises at least two RFID labels (24a,
24b) applicable to opposite sides (54a, 54b) of a carriage
(54) provided to transport the blocks (51). The two labels
(24a, 24b) have stored therein a code identifying the side
where the label is applied to the carriage (54), so that the
terminal (41) associated with the station (15b) is arranged
to determine, by means of the antennas (40), the posi-
tions of the blocks on the carriage as a function of the
identifying code read from one of the labels. The invention
also concerns a method of managing plants for working
natural stones.
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Description

Technical field

[0001] The present invention generally relates to a sys-
tem architecture arranged to control and manage working
of natural stones in a plant.
[0002] The present invention also relates to a method
of managing and controlling natural stone working proc-
esses.
[0003] The present invention also relates to devices
specific for the construction of the system and the exe-
cution of the method.
[0004] More particularly, the present invention relates
to a system for and a method of managing working of
natural stones within a plant.
[0005] In the present description, however, the refer-
ence to the working of natural stones or marble is not
limited to the working of such materials, but it generally
includes also the working of blocks or slabs of natural or
artificial material, such as for instance granites, marbles,
onyxes, marble- and/or quartz-based conglomerates,
and so on.

Prior art

[0006] Working of natural stones, such as for instance
blocks of marble and similar materials, generally entails
the availability of particularly wide areas as well as of
specialised working equipment.
[0007] For instance, the surface area of a plant for
working marble may amount to 200,000 m2, and the
workings by respective equipment may include: sawing
the blocks in order to obtain slabs or plates of predeter-
mined thicknesses, resin finishing, polishing or flaming
of the slabs, and so on.
[0008] The most general problems of plants working
natural stones (marble) include the ability to know:

- positions of the blocks and slabs inside the plant;
- kind(s) of working performed on the blocks or slabs;
- working parameters associated with the equipment

(hours, expendable materials, etc.), so that a pre-
ventive maintenance thereof can be provided.

[0009] More particularly, since natural stones have pe-
culiar characteristics of size, kind of surface, etc., the
most general problems are converted into problems spe-
cific for the kinds of materials, which problems cannot be
solved by trivial adaptations of known techniques.
[0010] Actually, in the specific field of the plants work-
ing natural stones, it is necessary to effectively and reli-
ably solve problems related to:

- processes for block and slab recognition;
- processes for block and slab location;
- processes for the definition and organisation, by

means of suitable protocols, of the information con-

cerning blocks, slabs and workings.

[0011] Generally speaking, the Applicant has noticed
that in the field of natural stone working, apart from some
attempts of partial automation, no solution exists ensur-
ing effectiveness and reliability in the management of
natural stones in a plant.

Description of the invention

[0012] It is an object of the present invention to effec-
tively and reliably solve the problems mentioned above
of the prior art.
[0013] The object is achieved by the system for man-
aging a plant for working natural stones as claimed here-
in.
[0014] The present invention also concerns a method
of managing a plant for working natural stones, as well
as an information technology (or computer program)
product that can be loaded into the memory of at least
one computer and comprises software code portions for
carrying out the above method, when the product is ex-
ecuted on at least one computer. As used herein, the
reference to such an information technology product is
meant as being equivalent to the reference to a computer
readable medium containing instructions for controlling
a computer system or device in order to coordinate the
execution of the method according to the invention.
[0015] The reference to "at least one computer" is di-
rected to highlight the possibility that the present inven-
tion is performed in distributed manner on a plurality of
computers.
[0016] The claims are integral part of the technical
teaching provided herein in respect of the invention.
[0017] In accordance with a feature of a preferred em-
bodiment, the system includes at least a working station
where it is intended that: a plurality of natural stone blocks
are loaded onto a carriage; an RFID tag or label is asso-
ciated with each block; at least two RFID labels are as-
sociated with the carriage on opposite sides thereof, so
that, by means of antennas connected to respective ter-
minals and by reading the label associated with the block
and one of the two labels associated with the carriage,
it is possible to determine the position of each block on
the carriage.
[0018] In accordance with a further feature of the
present invention, it is intended that the labels have a
first face covered with a printable material, and a second
face on which alternating strips of adhesive are deposit-
ed, wherein the first strips include an adhesive arranged
to removably hold the labels on a support, and the second
strips include an adhesive, for instance a two-component
adhesive, arranged to firmly secure the labels to the nat-
ural stones.

Brief Description of the Figures

[0019] The above and other features and advantages
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of the invention will become apparent from the following
description of a preferred embodiment, made only by way
of non limiting example with reference to the accompa-
nying drawings, in which elements denoted by a same
or similar numerical reference correspond to compo-
nents having the same or similar function and construc-
tion, and in which:

- Fig. 1 diagrammatically shows an architecture of a
system for plants for working natural stones accord-
ing to the present invention;

- Fig. 2 shows a general flow chart relevant to the
workings performed in the plant shown in Fig. 1;

- Fig. 3 shows a flow chart of a first step of the chart
shown in Fig. 2;

- Fig. 4 shows a flow chart of a second step of the
chart shown in Fig. 2;

- Fig. 5 shows a preferred embodiment of labels for
natural stone blocks or slabs.

Description of a preferred embodiment

[0020] Referring to Fig. 1, a system architecture (sys-
tem) 10 for a plant working natural stones 50, preferably
in the form of blocks 51 or slabs (plates) 52, includes a
central processor or server 12 connected to working sta-
tions 15a, 15b, 18a, 18b, 18c in the plant through a local
area network 14, for instance an Ethernet network or a
wireless network of known type.
[0021] The stations may include, for instance, block
entry stations 15a, block loading and sawing stations
15b, polishing stations 18a, resin-finishing stations 18b,
flaming stations 18c etc, and in the present exemplary
embodiment reference is made to such stations for sake
of simplicity of description.
[0022] Server 12 includes an operating system of
known type, e.g. Windows 2003, and is arranged to man-
age one or more company data bases (central data base
or DB) 16, for instance relational data bases, by means
of management programs of known type, such as for
instance the program or system SQL Server of company
Microsoft, or system Oracle 10g of company Oracle.
[0023] Server 12 is preferably connected to a printer
25, e.g. a serial printer Toshiba TEC BSX5T equipped
with an RFID reader SKYTEK M9. In particular, in the
preferred embodiment, printer 25 is connected, by means
of an interface device of known type, to local area network
14 so as to optimise its use by several stations and is
arranged to print and store information on RFID labels.
[0024] The server further comprises programs devel-
oped when designing system 10 and arranged to ex-
change information with stations 15a, 15b, 18a, 18b, 18c,
as it will be disclosed in detail further on with reference
to the general flow chart of the workings performed in the
plant.
[0025] Generally, the stations can be stationary or
movable and, according to the present exemplary em-
bodiment, one or more electronic devices are provided

or used at each station. A list of such devices, to which
reference will be made below in order to describe the
structure and the operation of the different stations, is
included here for sake of simplicity of description. In par-
ticular, the devices preferably used in system architec-
ture 10 of the present invention are listed here, such de-
vices being anyway referred to again in the description
of the different stations.
[0026] Such devices are:

- RFID (Radio Frequency IDentification) labels or
tags 20 (Fig. 5), preferably for blocks or slabs.

[0027] The tags are generally associated with blocks
51, marble slabs 52 and preferably with carriages or trol-
leys 54 or storage stations, and they comprise informa-
tion items encoded, for instance, with a limited number
of bytes and related to the object they are applied to.
[0028] According to the present exemplary embodi-
ment, tags 20 are passive tags, operate in the UHF band
and store information that can be read and modified from
the outside.
[0029] The tags are preferably aligned on supports
(ribbons) 29, e.g. paper supports, from which they can
be removed for being secured for instance to the blocks
or the slabs.
[0030] The tags are sealed within respective weather-
resistant plastic containers, for instance of PE HD, and
they have a first face 21 covered with a printable material,
for instance paper, and a second face 22 on which, in
the preferred embodiment, alternating adhesive strips
are deposited, namely:

- first strips 22a including an adhesive arranged to
hold the tags associated with support ribbon 29;

- second strips 22b including an adhesive, for instance
a two-component adhesive, arranged to secure the
tags to the natural stones.

[0031] The preferred arrangement of adhesives 22a,
22b in alternating strips allows optimising the function of
each kind of adhesive or glue.
[0032] An RFID circuit is included in tag 20 and, since
it operates in the UHF band, it can be read or written at
a distance in the range 10 to 50 cm.
[0033] Such a feature seems particularly important to
the Applicant, since it allows an effective reading from
and writing into the tags without the need of operating in
contact (as is the case for bar codes) or at a distance of
few centimetres (as is the case of RFIDs operating in HF
band).

- RFID (Radio Frequency Identification) labels or tags
24a, 24b (Fig. 1), preferably for carriages or stations.

[0034] Tags 24a, 24b for carriages or stations, in the
preferred embodiment, are generally associated with
carriages 54 or with supports provided in the working
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stations and, for instance, they are metal tags model On-
Metal Tag Ironside of company Confidex.
[0035] Such RFID tags are deemed preferable espe-
cially when there is the need for applying them to station-
ary or moving stations, especially if the latter are provided
with metal surfaces. According to the present exemplary
embodiment, also those tags 24a, 24b are passive tags,
operate in the UHF band and store information that can
be read and modified from the outside.
[0036] As the skilled in the art can readily understand,
there is nothing to prevent that, in other embodiments, a
single kind of tag is used in the plant, without thereby
departing from the scope of the invention as claimed.

- Antennas 30.

[0037] Antennas 30 can be stationary, if they are as-
sociated with equipment in the working stations, or mov-
able, and they are arranged to read data stored in the
tags secured to blocks 51 or slabs 52 and/or to write data
onto the same tags 20.
[0038] The antennas are for instance antennas model
ISC.ANT.US250/250-EU of company FEIG ELEC-
TRONIC Gmbh and are controlled by readers LRU2000-
A-EU UHF Fixed Long Range Reader of company FEIG
ELECTRONIC Gmbh.
[0039] In the preferred embodiment, the antennas are
connected to local processors 32 provided in working
stations 15a, 15b, 18a, 18b, 18c through fixed connec-
tions (this being the configuration deemed preferable),
or to server 12, through network 14.

- Local processors 32.

[0040] Local processors 32 are connected in known
manner to antennas 30 and server 12 and are arranged
to read, by means of antennas 30, status information
relevant to the workings (start of working, working phase,
end of working) and to supplement such information with
specific information items through suitable masks.
[0041] The local processors are for instance personal
computers ASEM OT1200 17"/T or possibly "thin-
client" terminals, for instance terminals model T5545 of
company H.P. The latter are deemed preferable since
they are particular suitable for being used
in "hostile" environments.
[0042] Indeed, "thin-client" terminals, when connect-
ing themselves to the server via local network 14, operate
as remote terminals and are capable of mapping again
the keyboard, the monitor and the mouse based on the
instructions received from the server, so that the whole
management logic is resident on the server, with obvious
greater advantages from the safety and the resource
management standpoint.

- Hand-held devices 40 with cradles 41.

[0043] Hand-held devices (palmtops) 40 are config-

ured for being used by the workers concerned with the
management of blocks 51 and slabs 52, and they include
antennas arranged to read/write information or codes
from/onto tags 20.
[0044] Cradles 41 are connected to network 14 and
are configured for being used for both electrically re-
charging, in known manner, palmtops 40 and exchanging
information with server 12.
[0045] In accordance with the preferred embodiment,
palmtops 40 are arranged to read/write information from/
onto tags 20 and to transfer the information to server 12
when they are placed on their cradles 41.
[0046] The preferred configuration ensures that only
at the end of the operations of information exchange with
tags 20 located on blocks 51 or slabs 52 the information
is transmitted to server 12 in order to update database 16.
[0047] Advantageously, such a choice also allows en-
suring that the palmtops are electrically recharged with
a periodicity determined by the operations carried out.
[0048] Palmtops 40 and cradles 41 may be for instance
palmtops model WorkAbout PRO Colour G2 of company
PSION TEKLOGIX.
[0049] As it will be described in detail below, the de-
vices described above, along with the software programs
developed when designing system 10, allow managing
the working in each station in the plant and automatically
and reliably keeping company DB 16 updated.
[0050] Thus, the flow of the workings performed in a
plant for working natural stones 50, the kinds of stations
provided and the electronic devices provided in such sta-
tions are described hereinafter by way of non limiting
examples.
[0051] In general terms, it is to be pointed out that the
main object of the present invention is to configure all
workings and all stations so as to make them automated
and free from possible human errors of the workers, so
that a sure picture of the natural stones present, of their
working stages and of their locations in the plant is avail-
able at any moment.
[0052] Actually, it is to be kept in mind that workers
operating in the plants for working natural stones often
are of a culture and provenience that does not guarantee
a sure readout of information stored on labels or the like,
and hence it is important to solve the problem of provid-
ing, for each working and associated station, tools suit-
able for avoiding any possible error in the overall data
necessary for keeping DB 16 updated.
[0053] According to the present exemplary embodi-
ment, the flow of the workings in a plant for working nat-
ural stones 50 comprises the following procedures:

- 100 (Fig. 2): Block entry and labelling.

[0054] Such a procedure is performed in block entry
station 15a and comprises labelling the blocks arriving
at the plant with tags 20 onto which one or more of the
following information items or codes are stored by means
of palmtop 40:
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- unique block code;
- measures of the block;
- overall block size (related to the more or less regular

block shape);
- working of destination or depot of destination;
- a drawing representing the block and/or particulari-

ties thereof (defects, breakages, etc.).

[0055] The above information items are automatically
stored into DB 16 (Fig. 1), for instance by placing palm-
tops 40 in respective cradles 41 connected to server 12
through network 14. This eliminates the need for the
workers to actuate specific commands for data storage
into DB 16.

- 200 (Figs. 2, 3): Block loading onto sawing carriage 54 
and block sawing.

[0056] Such a procedure 200 is performed in block
loading and sawing station 15b and it includes:

- step 210: blocks 51 having been labelled with tags
20 and whose data have been stored in DB 16 are
loaded onto carriages 54, preferably made of metal
and about 4 - 6 m wide; in the preferred embodiment,
the carriages are so sized that they allow loading a
plurality of blocks, for instance 5 blocks, and are pro-
vided on opposite sides 54a and 54b, respectively,
with carriage tags 24a and 24b storing, for instance,
one or more of the following information items:

- data relevant to the carriage (code or number, type);
- data or codes relevant to the carriage side (conven-

tionally, Front or Back) on which tag 24a or 24b is
located;

- step 220: the carriage code and side are identified
by means of carriage tags 24a and 24b; once the
carriage has been identified, one of the blocks is se-
lected by means of palmtop 40 and the concerned
worker commands the reading of tag 20 of block 51.
During this step, for instance, the program stored in
the palmtop:

- illuminates the selected carriage and block;
- reads the block tag by highlighting the reading

for instance by means of a red point.

[0057] Of course, such a step is repeated for all blocks
loaded onto the carriage or for part of them. Indeed, car-
riage loading may be performed in different times and
needs not to be such as to completely fill the carriage.
[0058] By highlighting the different blocks 51 by means
of palmtop 40 and by reading every time block tag 20
and carriage tag 24a or 24b, it is possible to detect the
carriage content without risks of errors.
[0059] Indeed, as the skilled in the art can readily un-
derstand, even if the carriage content is read from a side
different from the one where the blocks have been asso-
ciated with the carriage, the different coding of the tags

of carriage 54 results in the "inversion" of the block se-
quence, depending on whether the carriage is read from
a first side, for instance, the front, or a second side, for
instance the back.
[0060] It is therefore evident that, independently of the
moment at which the carriage is loaded, the positions of
the blocks on the carriages are known at any time thanks
to the provision of the carriage tags identifying the car-
riage sides.

- step 230: step of actual sawing of blocks 51 into slabs 
52.

[0061] In such a step, carriage 54 is "loaded" onto a
sawing frame, it too provided with a code, so that the
frame can be associated with the carriage; at the same
time, palmtop 40 is placed onto its cradle 41 in order to
transmit the data relevant to the frame, the carriage and
the blocks to central database 16.
[0062] In such a step, a suitable program, preferably
residing in server 12 and named, for instance, "Sawing"
program, allows:

- modifying/updating the data concerning the different
blocks loaded onto the carriage;

- preparing, in particular, the data necessary for sub-
sequently printing the tags to be associated with the
slabs generated during the sawing step; and

- printing, by means of printer 25, the first face 21 of
the tags of all blocks in a frame, or of the individual
blocks on the frame, and storing the information rel-
evant in particular to the slabs into tags 20 according
to predetermined protocols.

- step 240: the blocks are sawn by a sawing machine
55 into slabs and washed, so that the workers can
attach labels 20 to slabs 52 resulting from sawing,
by removing labels or tags 20 from ribbon 29 and
applying a second adhesive component, or "slab ad-
hesive", to the second tag face 22. More particularly,
the second component adheres on the tag portion
(strips) where the adhesive keeping the tag joined
with ribbon 29 used for printing is not provided.

- step 250: the labelled slabs are read and associated
with the respective block through a procedure similar
to that described in connection with step 220, for
instance by:

- illuminating the sawn block on the laptop;
- reading the slab tags and associating the slabs with

the block illuminated on the laptop.

[0063] Once the reading and the slab association with
the respective blocks have been completed, palmtop 40
is placed on a cradle 41 so as to store the code of each
labelled slab into DB 16.
[0064] During this step, the concerned workers, before
placing the laptops on the cradles, also input for each
slab, for instance, the thickness, possible size modifica-
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tions (since seldom the blocks have a perfectly squared
shape) and possible indications on whether a specific
slab is broken and hence is to be eliminated.
[0065] Such a step 250 completes block loading and
sawing procedure 200 at block loading and sawing sta-
tion 15b.

- 300 (Figs. 2, 4): Possible working procedures subse-
quent to the sawing procedure.

[0066] Such procedures 300 include:

- step 310: individual slabs 52, independently of the
blocks they belong to, are loaded on a working line,
for instance a line chosen out of polishing stations
18a, resin-finishing stations 18b, flaming stations
18c.

[0067] During this step, it is intended that each station
has preferably an antenna 30 at both the station entrance
and the station exit, the antennas being connected with
a respective local processor 32 in the station, so that,
when a slab enters the station, tag 20 of slab 52 is read
by entrance antenna 30 and the information contained
in the tag is transmitted to local processor 32.
[0068] In this case, an operator at the local processor,
by means of suitable masks displayed on a screen of
local processor 32, may input information items supple-
menting the information read from slab tag 20, start the
working and transmit to server 12, for storage into DB
16, information items such as:

- data or codes associated with the slab (such data
preferably include information about the last working
the slab has undergone);

- data or codes concerning the working in progress;
- data or codes indicating that the slab is being worked,

for instance, "slab working begins";
- step 320: server 12, based on the received informa-

tion, checks whether the working is such as to entail
destruction of tag 20.

[0069] Actually, as known, workings in polishing and
resin-finishing stations 18a, 18b do not entail destruction
of tag 20, whereas workings in flaming station 18c entail
destruction of tag 20.
[0070] As a result of the check, if workings in stations
like polishing and resin-finishing stations 18a, 18b are
concerned, the server waits for the transmission of the
"working completion" information.

- step 330: if the working does not entail destruction
of tag 20, station exit antenna 30 transmits to server
12, for instance, a "worked slab" information. This is
followed by:

- step 360: server 12 transmits slab status change
instructions to the local processor, which in-

structions are stored onto tag 20 of slab 52
through exit antenna 30.

[0071] In the preferred embodiment, it is intended that
tag 20 of each slab 52 contains an information item or
code identifying the last working the slab has undergone,
and DB 16 contains information or codes relevant to all
workings the slab has undergone.

- step 340: if the working entails destruction of tag 20,
like in the case exemplified for station 18c, server 12
stores the tag content and generates and prints by
means of printer 25 a new tag, while storing the in-
formation previously read from the tag destroyed.

- step 350: the new tag 20 is applied onto the worked
slab, a new association of the tag with the slab is
performed by means of palmtop 40, the "worked
slab" information is inputted and the information is
transmitted to server 12, for instance by means of
cradle 41.

[0072] Once step 350 is over, the slab can be marked
as leaving the station, in order step 360 is performed;

- 400 (Fig. 2): Procedure of storage in a depot.

[0073] Such a procedure 400 includes:

- step 410: slab displacement by means of conveyor
devices in storage areas 19.
In accordance with the preferred embodiment, stor-
age areas or depots include regularly distributed
supporting poles 19a, each equipped with a tag. In
the preferred embodiment, the pole tags correspond
to the tags secured to the carriages, are denoted
here as tags 24a and have stored therein information
or codes relevant to the position of supporting pole
19a;

- step 420: positioning of slab 52 in correspondence
of a given supporting pole;

- step 420: reading tag 20 of slab 52 and tag 24a of
supporting pole 19a by means of the palmtop, asso-
ciating supporting pole tag 24a with the slab, input-
ting an information of "stored slab" into the palmtop
and transmitting the information to server 12, for in-
stance by means of cradle 41.

[0074] Such a step completes the procedure of storage
in the depots.
[0075] The description has not considered procedures
concerning transfer of workings performed on behalf of
third parties, selling procedures, discarding procedures
or procedures concerning return to the suppliers. Such
procedures are however handled as plant exit proce-
dures, by storing the exit and the kind of exit in the server.
[0076] The system and the method described allow,
generally speaking, an enormous simplification of the
plant operations, with sure interventions by both workers
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operating on the natural stones and administrative work-
ers. Actually, all operations can be automated and made
reliable, so as to prevent omissions and errors in data
input.
[0077] In accordance for instance with possible vari-
ants that can be applied to working procedures 300 per-
formed on slabs 52, it is possible, based on the described
methodology, to operate devices for automatically pho-
tographing the slabs at the end of the working steps, by
supplementing for instance step 360 with such an oper-
ation and by acting so that the photographic image is
transmitted by the antenna at the exit from the working
station to the server for storage into the central database
in association with the slab.
[0078] In this manner, a client can look in advance at
the slabs to be bought.
[0079] Moreover, advantageously, thanks to the auto-
mation of the slab storage processes, it is possible to
precisely identify the positions of each slab inside the
depots and to keep trace of each displacement of the
slabs, independently of the depot and plant size, thereby
eliminating any waste of time resulting from the search
for slabs already available in the depot and avoiding, for
instance, useless workings of blocks in order to process
orders for already available slabs that, however, cannot
be located, while making the supply of the slabs to the
clients extremely fast.
[0080] Thanks to further functions programmed on the
palmtops and to the use of RFID tags operating in UHF
band, the system and the method described allow making
an inventory of the depot contents in an extremely simple
manner.
[0081] Indeed, thanks to the technology employed, it
is possible to make an inventory of blocks and slabs with-
out the need of performing a contact reading or a reading
at a distance of very few centimetres from the tags.
[0082] Moreover, the inventory data can be quickly
compared to the data available in the central database
so that it can now be expected that inventories, which in
the past could demand at least 5 man-days, can be per-
formed, with the system and the method described, in
only a few man-hours.
[0083] Of course, obvious changes and/or modifica-
tions in respect of the shapes, the materials, the compo-
nents and the connections, as well as in respect of the
details of the illustrated construction and the operating
manner are possible without departing from the invention
as defined in the following claims.

Claims

1. System for a plant for working natural stones com-
prising

- a server (12) devised for processing data and
managing a central data base;
- terminals (32, 41) distributed over the plant and

connected to the server (12), said terminals
comprising respective antennas (30, 40);
- RFID labels (20, 24a, 24b) applicable to blocks
(51) or plates (52) obtainable from said natural
stones (50), said labels comprising information
arranged to identify said blocks or plates and
being arranged at least to be read by said an-
tennas (30, 40);
- working stations (15a, 15b, 18a, 18b, 18c) com-
prising at least a respective terminal (32, 41) as-
sociated to the working station;
characterised in that at least one of said sta-
tions is
- a first station (15b) comprising:

- at least two of said RFID labels (24a, 24b)
applicable to opposite sides (54a, 54b) of a
carriage (54) provided to transport said
blocks (51), each of said labels (24a, 24b)
having stored therein an identifying code of
the side where said label is applied to said
carriage (54);
and in that

- the terminal (41) associated to said first station
(15b) is arranged to determine by means of said
antennas (40) the position of said blocks on said
carriage as a function of the identifying code
read from one of said labels; and in that
- said antennas (40) and said labels (24a, 24b)
operate in a UHF band.

2. System according to claim 1,
wherein

- said first station (15b) further comprises

- sawing means arranged to saw said blocks
(51) and to generate a plurality of plates (52)
from each block;

wherein
- said server (12) is configured for printing RFID
labels (20) in a number corresponding to the
plates obtainable by sawing each block (51);
and wherein
- said terminal (41) is configured for selectively
locating, by means of said antennas (40), the
plates (52) corresponding to each block so as
to allow securing said printed labels (20) onto
said plates.

3. System according to claims 1 or 2,
wherein said RFID labels (20) comprise alternated
strips of two adhesives on either of the two label
sides, wherein

- a first adhesive is arranged to hold said labels
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on a support (29) in a removable way;
- a second adhesive is arranged to allow secur-
ing said labels onto said blocks (51) or onto said
plates (52).

4. System according to any one of claims 2 to 3,
wherein there is provided

- at least a second working station (18a, 18b,
18c), said second station comprising

- at least a first antenna (30) located at the
entrance of the second station;
- at least a second antenna (30) located at
the exit of the second station;
- at least one terminal (32) connected to the
first and the second antenna and configured
for transmitting to the server (12) informa-
tion associated both to the reading of a RFID
label (20) associated to a plate entering the
second station, and to the reading of the
same label exiting from the second station.

5. System according to claim 4, wherein said terminal
(32) comprises means for requesting the server (12)
to reprint said RFID label (20) in case said label is
bound to be destroyed in said second working sta-
tion.

6. System according to any one of claims 1 to 5,
wherein it is provided that

- RFID labels comprising location information or
codes are associable to means arranged to sup-
port blocks or plates and located in a storage
area,
and wherein
- said terminals are configured to detect said lo-
cation information from said RFID labels and to
associate them to blocks or plates comprising
RFID labels arranged to identify said blocks or
plates.

7. Method for managing a plant for working natural
stones shaped as blocks or plates, comprising at
least one station in which steps are provided for:

- associating RFID labels (20) operating in a
UHF band to said blocks (51) or plates (52);
- associating at least two RFID labels to opposite
sides (54a, 54b) of a carriage (54) provided for
transporting said blocks (51) or plates (52), each
of said labels (24a, 24b) having stored therein
an identifying code of the side (54a, 54b) where
said label is applied to the carriage (54);
- determining by means of RFID antennas the
position of said blocks (51) or plates (52) on said
carriage as a function of the identifying code

read from one of said labels.

8. Method according to claim 7 wherein said at least
one station comprises the further steps of:

- sawing said blocks (51) and generating a plu-
rality of plates (52) from each block;
- printing RFID labels (20) in a number corre-
sponding to the plates obtainable by sawing
each block (51);
- selectively locating, by means of said antennas
(40), plates (52) corresponding to each block so
as to allow securing said printed labels (20) onto
said plates.

9. Computer program product or set of computer pro-
gram products loadable in the memory of at least
one computer and including software code portions
arranged to perform, when the product is run on at
least one computer, the method according to any
one of claims 7 to 8.

10. Computer program product as claimed in claim 9 em-
bodied in a computer readable medium.
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