
Following right behind an excellent 
spring 2010 Sprimag continues to show 
its strong market leadership role with 
several orders for midyear. These orders 
illustrate Sprimag’s fl exibility in inter-
nal coating machines for aluminum 
tubes and cans. Along with the positive 
information on the number of orders 
are the varied locations of the custom-
ers and the variety of technologies re-
quested in the orders.

In September 2010 the fi rst internal 
coating machine for aerosol cans uti-
lizing the newest HIL-70 system (in-
ternal coating machine with a choice 
between wet paint or powder paint) is 
being delivered to our customer in the 
Czech Republic. A second similar ma-
chine will be installed in the same facil-
ity near the end of 2010. In North and 
South America to both market leaders 
Sprimag could meet customers require-
ments for well-developed and reliable 
working machines by the supply of fur-
ther internal coating machines for aero-
sol cans being equipped with a HIL-64 
as core unit. Also by these customers 
we have already been awarded with 
follow-up orders for 2011.

The aluminum tube market is 
providing increased demand for 
Sprimag as well. Customarily the 
global market for this area sup-
ports orders for one or two new 
systems per year. Fortunately 
Sprimag has already received 
two new orders for delivery in the 
middle of this year. One of these ma-

chines is designed with a part cycle of 
200 for a customer in Eastern Europe 
for delivery in April 2011. As this will be 
a new reference machine for Sprimag.

The fl exibility of our designers and 
our installation fi tters allows us to 
meet this increase in orders without 
extra long lead times. “The strong vol-
ume of orders for 2011 provides a great 
start for the coming business year. How-
ever, we are still in a position to stay 
on schedule within usual delivery lead 
times and provide our customary re-
nowned high quality”, said sales man-
ager Joachim Baumann.
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Sprimag, Inc. recently installed two paint 
systems for a newly formed company in 
Tupelo, called APMM (Auto Parts Manu-
facturing Mississippi). APMM is the 
name of Toyota Auto Body. The larger of 
the two systems was originally designed 
to paint Toyota Highlander bumpers. 
The smaller system is intended to paint 
Toyota instrument panels (IP).

The load area of the bumper unit is 
at the work deck located on the fi rst 
fl oor of the building. The conveyor car-
rier traveling through the load area is 
continuously moving. At the end of the 
work deck, the conveyor carrier is trans-
ferred to a fast speed chain. This fast 
speed chain transports the carrier up an 
incline to the wiping booth. The carrier 
stays at the same elevation through the 
paint spray booths, preheat and cooling 
enclosures, and the setting tunnel. The 
wiping booth, spray booths, preheat and 
cooling enclosures, and the setting tun-
nel are located on the second fl oor of the 
building. A blow-off , to remove airborne 
contaminants, is located at the entrance 
of the wiping booth. Conveyor stops are 
located inside the wiping booth to allow 
the parts to be wiped while the carriers 
are not moving. A blow-off , equipped 
with static neutralizing bars, is located 
at the exit of the wiping booth.

The bumpers are painted inside three 
downdraft waterwash paint booths 

(prime, base, and clear) with automotive 
type scrubbers. Stops are located inside 
each booth to allow short part travel 
times and long paint application times. 
The clean room for each paint booth is 
located on the second fl oor next to its 
respective paint booth. The clean rooms 
allow good viewing of operations inside 
the spray booths. A preheat tunnel and 
a cooling tunnel are located between 
the spraying booths.

A setting tunnel, following the 
clearcoat booth, allows the coated 
parts to fl ash off  before oven curing. A 
second fast speed chain, located inside 
the setting tunnel, takes the conveyor 
carrier up an incline to the oven and 

down a decline to the oven cooler. The 
second fast speed chain then goes 
through part storage and down another 
conveyor decline prior to unload. The 
second fast speed chain ensures that 
the chain that has been painted stays 
in the spray booth.

After cure, the parts are ambient 
cooled, before they reach the storage 
area. Parts are manually unloaded on 
the work deck located on the fi rst fl oor. 

At the time of writing, Toyota Corolla 
parts have been designated as the parts 
to be painted at the APMM facility. 
Start-up and commissioning of both 
systems are planned for early 2011.

For many years Sprimag has produced 
proven manufacturing machines to 
apply adhesive layers to metal parts. 
These parts are then bonded with rub-
ber to create rubber to metal vibration 
absorbers. This technology is now fac-
ing added requirements.

While insisting on using the nor-
mal proven process used in high 
quantity production runs, manufac-
turers are striving for new effi  cien-
cies. Today’s market requires smaller 
production runs, with less set up, 
change over and down time, all the 
while improving process adjustments 
and reducing overspray to improve 
quality. Our approach is to combine 
a compact coating robot; automatic 
cleaning brush and Sprimag spray 
equipment.

The solution includes using the 
newly developed Sprimag S-7 spray 
gun with quick change device. No 
time is spent readjusting the spraying 
position because the spray gun body 
quickly and easily releases from the 
base for cleaning or replacement with-
out changing its position. Incorporat-
ing the robot also reproduces spray-
ing positions instantly while limiting 

overspray issues. Additionally the 
robot will present the gun assembly 
to the technician in a convenient posi-
tion for service.

These technology improvements 
result in very user friendly machines. 
Non-productive time is considerably 
reduced while quality is increased. 
With readjustment no longer neces-
sary the improved effi  ciency in turn 
lowers manufacturing costs and ulti-
mately each component costs less. 

Sprimag also provides many op-
tions for energy effi  cient integration 
in central exhaust systems. Whether 
as integrated solutions or standalone 
circulation systems with fi ne fi lters 
to change, or fully automatic clean off  
fi lter systems.

The standalone circulation system 
may also be of interest for custom-
ers who already have a system in op-
eration for coating rubber to metal 
bonding, because this system can be 
retrofi tted. 

Please contact Sprimag to allow us 
to work out your optimal spraying 
process and by doing so help you to 
save time and money.

In coating machines 
contamination of tools,
chucks and spray guns 
cannot always be avoid-
ed. For efficient and 
easy cleaning of these 
items Sprimag has 

added to its product line 
an ultrasonic cleaning unit. 
The Cleaning Unit UR 4/1 is 
a fully automatic ultrasonic 
supported cleaning system. 
In the active washing bath 
powerful 2.0 kilowatts ul-
trasonic cleaning unit is 
included. Its generator is 
integrated in the control 
cabinet. The dipping oscilla-
tor is positioned inside the 

cleaning tank. The bath tank is heated 
and functions in automatic or manual 
operation modes via the control panel.

Best cleaning results are achieved by 
two diff erent automatic cycles. With 
normal contamination cycle 1 is applied 
with a ten minutes period of cleaning, 
in strong contamination of the parts 
cycle 2 is elected with a program of 
25 minutes. The powerful Cleaning 
Unit, complete of stainless steel, cleans 
intensive in the active washing bath by 
optimal combination of ultrasonic, tem-
perature, detergent and oscillation. The 
modular design of the UR 4/1 allows it 
to be applied to satisfy nearly every cus-
tomer’s requirements.
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For the last 3500 years everyday items 
have been improved with coating pro-
cesses. Only after a mostly liquid mate-
rial is properly applied and via curing 
changes its state to a solid, are they 
truly appreciated. It’s in this final state 
that the everyday items durability, true 
intrinsic value, and last but not least its 
grace is revealed. 

By changing a coating’s aggregate state, 
as in the morphology of coating agents, 
which for common paints is connected 
mostly to long drying and interlacing 
phases, might be performed compara-
tively rapid with UV technology.

The advantages of UV paints become 
evident not only when coating large 
relatively flat surfaces. Faster drying 
time is an advantage in many industri-
al coating processes for mass produc-
tion or series processes. 

Pushed by increased 
quality technical features and scratch 
resistance requirements, continued in-
creases in capacity standards of mass 
market production and materials, tight-
er environmental requirements to re-
duce solvent emissions, finish quality 
standards from the automotive and 
consumer products industry reached.

Since its introduction in the 1960’s 
UV paints have grown to a market 
share of approximately six to 
eight percent. Beginning 
in the 1970’s Sprimag 
manufactured the 
first industrial 
coating ma-
chines for 
three dimen-
sional parts 
coated with 

UV materials. Sprimag carries on its 
leadership role in UV technology with 
current projects. 

In the cost sensitive 
cosmetic packaging industry Sprimag 
supplies UV coating machines with 
high capacity capabilities. In this ex-

ample the capacity requirement is for 
approximately 15,000 parts per hour. 
This coating system complete with an 
integrated conveying system and flexi-
ble carriers takes advantage of the short 
process times of UV coat application 
to provide the required capacity. Spri-
mag customers need to be able to react 
quickly to market requirements. With 
increased efficiencies and production 
runs of 45,000 to 90,000 parts per or-
der now flexibility is possible like never 
before. The long drying cycle time for 
conventionally painted parts, creates 
production lots typically of 5,000 to 
7,000 parts. Today’s UV cure cycle time 
is so fast that production lots can be 
reduced to 100 to 120 parts. By includ-
ing improved carrier systems and 
technology like an intelli-
gent control design 
that identifies 
the exact 

part being processed, virtually inter-
ruption free production is also pos-
sible. This example’s complete process 
includes a primer line, a PVD (Physical 
Vapor Deposition) unit and a top coat 
line. In as little as 20 minutes raw parts 
are processed into cosmetic flacons. 
The parts are quickly and efficiently 
transformed from an “ugly duckling to 

a beautiful swan”.

Another posi-
tive for UV cure sys-
tems is their total floor 
space requirement. 
Sprimag designs sin-
gle line UV solutions 
which require 
only 90 to 100 

square meter compared to 
conventional paint solutions 
which require approximate-
ly 160 to 170 square meter 
of valuable floor space. 
Pretreatment of the parts 
with ionization, a flam-
ing station, a mechanical 
brushing station, primer 
pre-coating, intermedi-
ate flash-off and final 
primer coating as well as 
IR-evaporation zone and 
UV drier with a cooling 
tower are included in this 
compact machine design.

Other design requirements for this ma-
chine are the common UV product six 
minute flash off cycle and exposure of 
each surface of the part to UV for five 
seconds. This compares with typical 
flash off and drying time of approxi-
mately 17 minutes in a conventional 
drying oven. 

Of-
ten reduced energy costs are sited 
when comparing a UV to conventional 
cure system. Although energy savings 
should not be the primary reason to 
move to UV cure systems, the savings 
generated cannot be ignored. The con-
sistent, enhanced quality of a finished 
“Beautiful Swan” take center stage but 

the energy savings breaks 
down as follows. Energy 
for pure UV curing of 
the paint are up to 30 

to 40 percent lower 
than interlaced paint 
systems with similar 
performance. When 
high gloss coatings 
and lower solids ma-
terials with solvent 
contents of 25 to 35 
percent are utilized 
the solvent flash-
off process must be 
considered as well. 
A heating source for 
heating exhaust and 
circulating air quan-
tities is required. Fi-
nally the power loads 
of the IR-radiator 
used to strip out the 
remaining solvents 
of the UV interlac-
ing have to be taken 
into consideration. 
In comparison to 
this connection load 
of approximately 150 
kilowatts to be cal-
culated for a heated 
air drier with perfor-
mance of approxi-
mately 2.5 square 
meter per miuntes, it 
has been calculated 

with approximately 170 kilowatts for IR 
and UV at the capacity described above.

It should again be pointed out that 
for this customer the production ca-
pacity was clearly the most important 
issue driving this investment. This cus-
tomer achieved the requested produc-
tion levels and enjoyed the additional 
advantages and flexibility provided by 
UV paint.

The market 
shows indications toward increased 
use of UV paints in general industry 
as well as IT, cosmetics and automo-
tive industries. Sprimag recognizes 
these potentials and is currently driv-
ing development projects pushing the 
strengths of UV paint coatings for high 
quality finishes. Sprimag technicians 
are developing new processes for three-
dimensional UV drying technology in-
cluding inert cure oxygen free possi-
bilities and searching for solutions for 
curing in blind areas.

SPR210D_s01-04_100930_0826eh.indd   3 04.10.2010   11:42:05 Uhr



In many cases outer coated surfaces 
have functional and decorative require-
ments at the same time. Along with 
those requirements, environmental as-
pects more and more have to be taken 
into consideration. This situation lays 
the ground work for UV cured paints 
which off er the possibility to combine 
environmental compatibility and high 
production capacity, as detailed in the 
following article. 

Experts in the surface coating indus-
try list UV curing as one of the three 
most important future technologies 
along with water based paints and 
powder coating. Paint systems cured by 
exposure to UV energy provide the best 
possibility to meet increasingly more 
strict EU environmental standards, ex-
plains Holger Maier, IST METZ, Nür-
tingen, supplier of UV systems, who as 
Sales Manager is responsible for spe-
cial applications. 

From an environmental view UV tech-
nology off ers the best opportunity for 
reduction of or avoiding VOCs (Volatile 
Organic Compounds). Compared to 
other coatings UV paints often feature 
superior chemical characteristics and 
mechanical traits. A very important 
advantage of UV coatings is their high 
resistance to scratching. For example 
a lip stick case with a scratch resistant 
UV cure paint layer avoids scratching of 
the surface for example when the case is 
carried in hand bags together with sharp 
edged objects like keys. 

However, according to Holger Maier, 
UV technology may bring further ad-
vantages. Among other traits he men-
tions cost eff ectiveness due to high pro-
duction speeds as well as quick further 
processing due to short drying times. 
Moreover drying in fractions of seconds 
helps UV coatings be less likely to be-

come contaminated in comparison with 
other paint systems, which demand 
longer drying times in ovens. Also the 
footprint for a UV cure machine is con-
siderably smaller than for conventional 
drying technology systems. 

  Hardness, speed, 
cost eff ectiveness and quality are some 
of the advantages UV coatings can pro-
vide. IST METZ has provided a great 
deal of UV systems for industrial ap-
plications. For example in the automo-
tive industry for lenses and refl ectors of 
headlights, trim, steering wheels, wood 
decors, wheel hubs or brake discs are 
all coated by a UV process. Other typi-
cal applications are the coating of plas-
tic parts like cell phones. Also topcoat 
paints for display surfaces, demanding 
high mechanical properties, for example 
cell phones operated by a stick. Along 
with the discussed lip stick case and fl a-

cons in cosmetics, common commodities 
like sockets are coated with UV paints. 

  When a cus-
tomer decides to apply UV technology 
he learns about the change from con-
ventional drying, or the evaporation of 
solvents, to curing of a layer by polym-
erization. Integrating UV cure painting 
into the production process requires ex-
pertise in the new technology. Questions 
will occur, for instance; what happens 
with overspray, which kind of waste 
removal is necessary, is it possible to 
recover and reuse UV paints, or which 
housing design provides protection 
from UV exposure? 

In order to ensure long term eff ective-
ness of UV technology, Holger Maier 
recommends regular cleaning and 
maintenance. Contamination of lamps 
and refl ectors will lead to unnecessary 
output losses. Doping of UV lamps for 
example by gallium or ferrous mate-
rial in addition allows adjustment of 
the UV system to a certain range of ap-
plications. Controlling cooling via tem-
perature and air volume assures con-
stant operating conditions inside the 
machine independent of performance.

To realize the full potential of UV 
technology, a close cooperation with rel-
evant partners of the supplying indus-
try is recommended. This will enable 
to take the best together in a complete 
system that is optimized with its diff er-
ent components for the desired applica-
tion. In terms of UV, a company like IST 
METZ can take advantage of its decades 
of experience. The company was one of 
the pioneers in the UV-curing of paint-
ed wood surfaces in the 1970’s. 

An Application center as the one at 
Sprimag headquarters in Kichheim-Teck 

off ers the ideal opportunities to test coat-
ing of complex parts in process with UV 
technology according to Holger Maier.

Industrial applications provide many 
opportunities to use UV technology. Ex-
panding the technology further contin-
ues to provide technical development 
potential. According to Holger Maier, 
much discussed LED-UV-technology, an 
area where IST METZ designed its own 
UV system, will not be the focus for the 
industrial sector in the near future. He 
believes optimizing refl ector geometry 
and technologies will provide near 
term improvements.
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