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Annual capacity appr. 250,000 t COII Coat|
Line speed I
Entry section 150 m/min - - LI ne N O 3 1
N X Collecting point
Treatment section 120 m/min
. . . Gate 52B
Exit section 180 m/min

Strip dimensions
Width 600 — 1,600 mm
Thickness 0.4 — 1.50 mm (width of up to 1,600 mm)
1.51 - 2.00 mm (width upon request)
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Pre-treatment

Degreasing and chromate-free pre-treatment Hot-dip galvanising line no. 1

Coaters

A maximum of 4 coatings is applied to the strip
(2 layers on top side, 2 layers on bottom side)
Curing ovens

For curing of the previously applied coating. = Plant facilities Please .observe the safety
= Escape route regulations!
Length of oven 40 m, non-contact length 60 m, Visitors’ route Ble e [Eame visies foviesl

oven temperature 300 — 500 °C

Film lamination and cooling stations
Application of the protective foil (120 pm)
and cooling of the strip.

Products

This line serves to produce organic-coated sheets.
The possible maximum of coating structures for our
products is shown below.

Foil (120 um)
I op coat (20 pm)

Primer (5 pm)
T T Pre-treatment layer (< 1 ym)

Zinc layer (5 — 25 ym)

- Base material (0,4 — 1,75 mm)

Zinc layer (5 = 25 ym)
CrrT T T T 113 Pre-treatment layer (< 1 ym)

Primer (5 pm)
I Top coat (20 pm)



Eva Kubacka

Eva Kubacka


Coil Coating Line No. 1

Coaters

The coating stations, or simply "coaters”, are the most
important element of a coating line. As already
described overleaf, the paint is applied on the strip by
the pickup roll and the applicator roll. In general, the
line is comprised of three coaters, two for painting the
top and the bottom side, and one for painting the top
side only.

Curing ovens

The curing ovens are arranged downstream of the
coaters and serve to cure the paint. They are heated
by hot air.

CURING OVENS

COATERS
PRIMER AND TOP COAT
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Cleaning - Pre-treatment

After having left the entry looper the strip passes the
cleaning and pre-treatment section. This section
includes three different zones:

= Zones 1,3: degreasing of the strip
at app. 50 — 70 °C
Zone 2:  brushing (if required)
m Zone 4:  cascade rinsing with demineralised water
Zone 6:  chromate-free pre-treatment with
Ti, Mn, phosphate, polymer
= Drying:  hot air

LOOPER

FILM LAMINATION

Film lamination - cooling

After the paint has been oven-cured, a protective foil
(120 pm) can be applied on the top side of the strip prior
to cooling. Subsequently, the strip is cooled to appr.

40 °C. The difference in temperature is roughly 200 °C.

Entry section - looper

The individual steel strips are joined into an endless
strip by means of a strip stitcher. The short downtime
caused by stitching is compensated by the looper in
the entry section.

Surface inspection - exit section

After the strip has been cooled it is transported to the
exit looper. Upon request, the strip is marked and/or
oiled. Following inspection, the trip is wound to a coil.

EXIT SECTION

SURFACE
INSPECTION

ENTRY SECTION

Coating section

The paint is applied by the applicator roll. The
thickness of the paint layer can be adjusted through
the viscosity of the paint, the speed of the rolls and
the pressure between the individual rolls. The
distribution of the paint is influenced by the relative
speed between the applicator roll and the strip.

roll coater

top side coater
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bottom side coater




