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1. bLae R
1. Process method
RIAENLH R PRI . AR RN T Z,

The CCL adopts two coating two baking, natural gas heating and hot air

circulation heating technology.

2. M 2 H AL H

2. Main performance parameter of the line

2.1. BAt
2.1. Raw material
JERME AR .
Raw material: galvanized sheet
2.2 RRIRAM:
Ky RS H
2.2.Energy sources:

water, electricity, Nature gas

=
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2.3 BAtH#:
2.3 Raw material:

2.3.1 MREA:
0.2-1. Omm
2.3.1.Strip thickness:
0.2-1. Omm

2.3.2 MRFTA :
< 1250mm
2.3.2 Strip width
1250mm  (max)
233 RAEE:
15t
2.3.3.Weight
Max15000Kg/coil (max)
234 BN
¢ 508mm/ ¢ 610mm
2.3.4.Inside diameter
¢ 508mm/ & 610mm
2.3.5 #4542
¢ 1600mm
2.3.5.0utside diameter
¢ 1600mm (max)
2.4 HIRM A S
2.4.Finished product

241 F i X
2.4.1.product range

1) EBsiREWR (Polyester coated board)

2) WIEEEM (Acrylic coated board)

3) WEMARIREM (Epoxy resin coated sheet)
4) BOIHIRIZHR (PE coated board)

5) FERIEENE)EM (Fluorocarbon coating board)

012 7 4L e7 W



6) HIRERIEN (Calcium silicon coating board)

2.4.2 FRPATARA:
GB/T12754-2006

2.4.2 Execute criterion of product quality:

GB/T12754-2006
2.4.3 e
HH: <10t
2.4.3.Finished product:

Weight: 10000Kg/coil (max)

244 XN1E:
b 508mm
2.4.4.Inside diameter
d 508mm
2.45 KMtz
< ¢ 1500mm
2.4.5. Outside diameter
¢ 1500mm (max)
246 WERK:
10-40Hm
2.4.6. Coating thickness
10-40um

2.5 Lz K& :
2.5.line speed
251 AN £

100m/min (Max. )
2.5.1.Entrance velocity

100m/min (Max. )
252 TLE:

80m/min (Max. )
2.5.2 Process velocity

80m/min (Max. )

%13 7 4k 67 W



253 e &
100m/min (Max. )
2.5.3. Outlet velocity
100m/min (Max. )
254 F
15m/min
2.5.4.Threading velocity
15m/min

2.6. Mf) BER-FEAHEEZLK
2.6. CCL and plant and layout requirements

WA AE F= T2 A - e
According to the production process and site conditions to determine

2.7 AT ERK:

2.7.CCL process parameters:
2.7.1 LB =8 :

2.7.1.Unit capacity:

CONS & ~10.0 Jjm
Annual output: ~100, 000 Mtons
R/ =R 15, 07 I/ /N (0. 40mm X 1000w X 80mpm X 60min=15. 07 i)
Maximum hourly production: 15.07 mt/h
FEMEM:  (JEXFEXEE) 0. 40mmX 1000mm X 80m/min. [ELYINFAGE S1. %
e s LA ik o
Design reference board: (Thickness x width x speed) 0.40mmX 1000mm X
80m/min. The heating capacity and cooling capacity of the curing furnace are
taken as the basis.
AR B R A R LI R)
Working system and effective working time
FH 1] 8760h
Annual time: 8760h
EYEY 65 KX 24 /NI /K= 1560 /N (BLFEFIR H)
Annual maintenance: 65 days X24 h/day =1560 hours (holidays included)

14 7 4t 67 W



HrR] B A] 0 300 K X 24 /NBF/ K= 7200 /N
Net available hours: 300 days X24 h/day =7200 hours

TAERC# 0. 95
Working factor: 0.95
BEAE [ A P2 ] - 6840h

Production hours available per year: 7200X0.95 =6840 hours

272 TEL B A%

2.7.2.Process parameters:

iRz
Chemical coating:
2 1E T 5 BRIREh
Name Face back chromate
AR K
3-5 g/m2 3-5 g/m2
Chemical coating water aqua
THERE
Paint coating:
= B CFRD B D
coating Face Back "
— — MIREREE
B PR SAURT  J E ] .
THEE KNG Rl (FHs)
paint B fik ot R i
R L
NS
5-10 um 3-5um 8-15um
Bottom coating
KR
10-20 um 3-5um 13-20 um
Surface coating
SEE
15-30 um 6-10 um 18-40 um
Total coating
2.8.H AT

A E F hriE GB28665-2012
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2.8.Emission standards:
GB28665-2012
2.9/ BAR :
RINTSRHE TR S
2.9.Heating medium:
Natural gas and volatile gas of paint solvent

2.10.TZFH A2
2.10.Technological process

TFEN — RIL R~ 22 S WL~ LB — 185K SR~ AN LR E 285K ) — i IRE
Be— 18T — Al — 2808 T — 1 R B — 385K 7758 — IRIRFRIR AL — R R [ A6 4 — ¥4
HI— 28 A (i L — 382 (i Bl — 485K ) HE — T IR R IR AL — T U [ A0 P — 48 2 i AL — T
A H =585k R — H PGB 687K /R~ B UL~ B b

Payoff Reel—pinch roll—sewing machine— pressure—1# Bridle roll—
entry looped—degreasing cleaning —2# Bridle roll —1# drying— chemical
coating—2# drying—1# deviation correcting machine—3# Bridle roll—bottom
coating machine — primary coating curing furnace — cooling—2# deviation
correcting machine—3# deviation correcting machine—4# Bridle roll—Surface
coating machine—Fine coating curing furnace—4# deviation correcting machine
—cooling— bH# Bridle roll—export looper—6# Bridle roll—export shear—

Recoiler

2.10.1 Ao g #E4%E
2.10.1 Entry section operation

JERPEE BRI E e i N TIRESMEEE, B M AERAE No. 1 B No. 2 &/
F.

The raw material is first removed manually before the feeding, and then
placed on the No.1 or the crane No.2 on the coil car.

N UIMrANE R0, B30 B/ N R EIX 2T ENE AT, X )E #EATT
EHRERE . TFENG R BBUSEOT, BNEREAESHE L. FN ESNETEIHR
Bl EfPRALE, RS T NG,

The manual shut—off coil strapping, coil car coil will start to payoff
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reel to reel in front, and then to the payoff reel. Payoff reel by hydraulic
expansion, the coil tension on the drum. At the same time decrease coil car
and return to the waiting position, ready to pick up a steel coil.

PG R R A B T OB 6 AN AR, MRNJCEHE, IR Ay ML 2
LEEHLIATH TS

The head of the steel coil is fed into the pinch roll with the aid of the
payoff reel and the manual belt, and the strip is sent to the sewing machine
before the sewing machine is waiting to be sutured.

HT— MG R A B e KR, HLAAN T BOREIZ T . HME R TN
gEEHE, NOBUSE, KM mmrck. EHANESHE, BaEablias
P e A R K

When the tail of a steel coil reaches a certain length, the inlet section
of the unit will decelerate. When the tail coil into the sewing machine, the
entrance parking, the volume of strip head and tail into the sewing machine,
sewing machine will start before and after the coil is connected.

BEEIEHMNA L BRI RE)S, oEE N IR EREHANDTEE.

The rolled strip is rolled into the 1# bridle roll and then enters the
looper.

PFLALKA SR 66N, A— 8B T IEFBITIREN, 5—aIEila
T — AN SR EBIRIT, U 885 AT & DA B I 8] e Dlisy T4 T
ZBEEHANLTEE,

The head of the unit is equipped with two payoff reel. When an payoff reel
is in normal operation, another payoff reel has dismantled the head of the
next steel coil, and made a good preparation before stitching to shorten the
roll changing time. The steel strip enters the entrance looper by the speed
higher than the unit process section.

N INEE LS o ENHBGERVER, AN DG ER O I AE 1)1 80 LLAE R AL
HITZBWEEIZT .

The entrance looper is vertical structure. In the process of changing the
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operation of the unit, the live sleeve will release the stored steel strip
to maintain the constant speed operation of the unit process section.
2.10.2. FHB

2.10.2.cleaning section

AN T 1HIK VRN NG E G, SENTEUEE . 1S BRI IE TE Jy 4 AN gh a0 df 1A 45
), AFEAE e BRI G KPESE TR & LFPaIBC E 5 T4, 0 DRIV B AR
o8 FIARTH BT ROR, SGaRfs e M. & TP Ad TR N s e 4t , MR e R #4
TNAHE

The strip enters the cleaning section after leaving the 1# Bridle roll
and the inlet sleeve. The cleaning section includes chemical degreasing,
roller brushing degreasing, washing and other processes; each process is
equipped with a squeezing roller to ensure the relative stability of the tank
fluid and the squeezing effect of the plate surface; the stability is enhanced,
and the waste heat is used to heat the bath liquid.

S BONWTMAL IR, T B B8RP R A AV Bt G5 B, Wit b4 P T
F2 N Ak N 5t R

The first section is soaking chemical degreasing tank, heating the
alkaline degreasing cleaning liquid with the waste heat of the incinerator,
cleaning the two sides of the strip, mainly degreasing and degreasing by
saponification reaction.

S5 T BRONBRRI I AR P AR S v B v ) T SR MR R B T A P T, 25 BRI AR
KA, EBAGBRNECRRBITIA, XN BT REFEATRIGE, Kb R+
BORDIE Ve TF, BN AL 22 X I i Th BE .

The second section is the roller brush brush strip with two degreasing
tank, higher concentration of cleaning degreasing agent, the removal of
surface debris, in the degreasing stage equipped with roller brush unit, steel
plate on the upper surface and the lower surface of the strip surface cleaning,
mainly for sundries cleaning, mechanical and chemical double degreasing
function.

S = BONIEMA KL, FIFROKeSE,  Yedh M 77 5 2 i ik B AL 2 dh SR T 20
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The third section is the circulating water scrubbing tank, rinse with hot
water, wash away the degreasing agent surface residual chemicals and surface
debris.

VBN RIKIEH M GeAl, Bt MR T4

The fourth section is a hot water circulation washing tank to further
purify the strip surface.

FES PRI FE AR B H DAL ET A — X sy x5 148, H T RS st B 5 F B
T2, Bibm AT —B, @R, SR i s 657,

In the circular slot exit of each section are equipped with one or two
pairs of squeezing rollers, used to process medium isolation between the spray
section and the rear section of the front, to prevent the next section, cause

the string liquid squeezing roll by adjusting the cylinder pressure.

2103 FHAE
2.10.3.chemically pretreated

TG TR AT AN A I AR TR S 5 HEAAL IR . IR AR IR L B BT AL S AL
B, ARG SRR FEAR 1A B B AR e ). AN T A AL BB At 4
iR AN 389K TR IRE T2 B

Strip clean and dry after the hot air dryer backward into a coating. The
strip will be chemically pretreated on the coating machine to enhance adhesion
and corrosion resistance between the coating and the substrate. The strip
enters the coating process section after deviation from the chemical
pretreatment section through the deviation correction roller and the 2# Bridle
roll.

2.10.4 R E
2.10.4 coating

AN “HliR. WIREEL. WA KRR, HEREL . BH7 EBEMREIN T,

The strip is finished by ” primer, primer coating curing, cooling, fine
coating, fine curing and cooling”.

WALES FIRCSRION PR, I RHR AR R AL . VR Bl A B
WAL, SRR WREGRIRBE AR .
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Roll coater, coating head are composed with two roller, the feeding roller
and roller coating. Batea coating for pneumatic pump by the paint bucket
pressed into the coating machine, the dipping roller, coating roll coating
to the steel strip surface

RIS, BOARYE R EOR AR 2 R LR i B0 3 4R T I SR iR

JE ALY, N I8 5 R AR BEAT S

When coating, the coating method, the speed of each roller and the roll
gap should be determined according to the coating thickness required by the
finished product. When the coating thickness changes, manual manual adjustment

of the roll gap.

2.10.5 ®E B
2.10.5 Coating curing

AR RS RV E A I E A . AR EE AP N S R RS BT . FEVE
B WINIRZ N BT, BRI R AN, wWERESRE ET ERERE, A
M 58 AN [ A A

After coating the steel strip, it enters the curing furnace to be heated
and solidified. The temperature continues to rise after the strip enters the
furnace. In the solvent, the strip temperature rise slowly, when started to
paint during polymerization, the strip temperature quickly rose to the
polymerization temperature, thus completing the whole curing process.

P [ A B g T 3. IR AR SR s H AR B 0 B R AR B A B, R
INFFE A5 7

The two seat suspension are curing furnace. At the beginning of coating
furnace and fine coating furnace along its length is divided into different
temperature control, the use of natural gas heating hot cycle.

HANE R Y A (] A I TR ARG i AW S BE iRk RR S W2 B L R L IR S5 5
O E o UM R TR AN R [ AL 18] o AL P38 £ 2507400 C Y H,
FIRAF TR 2IR e s G Ril&msRE (PMD AEBAR, §iE LR
PR ANE L TRBRE . IRE R R AL A3 S S HE ] o

The curing time of strip steel in the furnace is determined according to
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the parameters such as strip thickness, coating type, coating thickness and
curing temperature. Different curing time can be obtained by changing the speed
of the unit. The furnace temperature is usually in the range of 250 400°C,
and the maximum temperature of the strip surface is different when the furnace
temperature is different. The furnace temperature and its distribution are
determined by the parameters such as strip thickness, coating type, coating
thickness and the speed of the unit.

Rz e Ab

Coating post treatment

A B S, SEREAT 2 R A AR K bR 2 o

The steel strip is forced to cool after cold water out of the curing

furnace.

2.10.6 & o &K%
2.10.6 Export segment operation

H FE BNV IR R TR A AEAT N, 2 DB WrsTd) . HURE S 555 B A
I, HIEERE, U4ERILA T 2ZBRAEEEZAT.

When the export looper is in normal operation, the strip is not stored.
When the outlet section is cut, sheared, sampled and unloaded, the outlet

sleeve is filled to maintain the constant speed operation of the unit process

section.
SrWTBTRAE 689K 1R, i@ o W BT IRk . BRI G, B R AL
ML HL

Shears in 6# Bridle roll, strip breaking through shear connectors,
sampling and resection of segments, and finally into the coiler.

ISR E L il G B B, IR @S, R s THLAE T Z
B IEAT, K FEE RN, O MG S DR T AE %

The head of the strip is rolled to the reel at the speed of threading.
After the coiling tension is set up, the strip is running at the speed higher
than the process section of the machine, and the strip in the export looper

is vented to prepare for the coiling operation of the next steel coil.
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B RIEA DS NE NG EHUE R E S, N BRI A7 Sk e i
R X .

The rolled coil is removed from the coiler drum by using the export stripper
car, and the adhesive tape is used to hold the head and then to the finished
packing area.

AN B B DR i R B Aok, AT AR A N T . AR R
1o 25 B 38 8 i LI A TR, S R R B

The strip by crane auxiliary operation in the finished packing area,
weighing and packing manual. Packed finished rolls with a crane or forklift

transported to the finished product storage area store, waiting for delivery.
3. KEBE

3. Overview of equipment

31. &B&EX
3.1. Equipment table

5 L N
% PR HE % IE
Serial
Name quantity Remarks
number
FHENE
1 2
Coil car
FFEL
2 2
Payoff Reel
JE kR
3 1
pinch roll
A8
4 1
Entry shear
geseyN
5 1
strip suture machine
JEEHIAL
6 2
Burr press
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g

% PR & % IE
Serial
Name quantity Remarks
number
185K 7748
7 1
1# Bridle roll
AN EE
8 1
entry looped
285K 774
9 1
2# Bridle roll
it s e Bt
10 1
Degreasing cleaning device
I8t
11 1
1# drying device
Az
12 1
Coating machine
2HME A E
13 1
2# drying device
1A AL
14 1
1# deviation correcting machine
3k 1R
15 1
3# Bridle roll
HIRAL
16 1
Primary coating machine
IR E g
17 1
Primary coating curing furnace
HILRA ]
18 1
Cooling after solidification
2824 Al
19 1

2# deviation correcting machine
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8

% PR HE % E
Serial
Name quantity Remarks
number
3t il
20 1
3# deviation correcting machine
485K TR
21 1
4# Bridle roll
FEERAL
22 2
Fine coating machine
A [ A A
23 1
Fine coating curing furnace
ST
24 1
Cooling after solidification
AR AL
25 1
4# deviation correcting machine
ik 14
26 1
5# Bridle roll
B
27 1
Export looper
67K /14
28 1
5# Bridle roll
H By
29 1
Export shear
Je ik e
30 1
pinch roll
L HHL
32 1
Recoiler
HIE/NE
33 1
Coil car
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5 o N
% PR HE % F
Serial
Name quantity Remarks
number
WL 6
34 1
Steel structure platform
KRR
35 1
Incinerator system
W Z5
36 1
Hydraulic system
H A3 R St
37 1
electric control system
. a5 K RIEA K R 58 |
Pure water and circulating water
15K R 5
39 1
Wastewater treatment system
2 R ALk
40 1
Compressed Air System
RARA ki
41 1
Natural gas station
AP s A% % R AR L
42 Transformer and high and low voltage 1
distribution
3.2. R&BE

3.2. Equipment Overview
3.21.No.1 L&) %
3.2.1.No.1 Coil car

y fe: BT, MTIFEHEEN TE, HTemmErEiEmE L.

Function: coil car, located below the pay—off reel, for transporting steel
coils to pay-off reel.

gty BNl WUST R IRAATERE . PUEH K
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Structure: the coil car comprises a car body, a hydraulic lifting device,
saddle, driving and walking tracks
RS
Technical parameters:
KEEET) 15t
carrying capacity 15t
WAESME:  01600mm
Outside diameter: ¢ 1600mm
WAL 1250mm
Strip width 1250mm
s EEE: 14
quantity of steel coils transported: 1

3.2.2. No.1 FF&
3.2.2. No.1 pay-off reel

Y fe: AKBWEEBRER, S%EREIR, BHEDR, HHEE)

)
[aYay
o

Features: with a cantilever steel coil reel expanding function, positive
function, frequency control function, parking brake function.

THENHRWCNEZE ERINAG, FR IR NA L, L HrEah, gL L.
OV IR AR R G55 o A 57 H VRS S o) Tk i, 08 ) XS E R LA AR 32 5 il o

The pay—off reel receives the steel coil on the steel coil car, and sends
its head into the production line. It is expanded and shrunk by the core shaf't,
reducer, motor, mandrel, etc.. Drum is controlled by the hydraulic cylinder
expansion, drive shaft by the motor to complete.

Zik: HUEIENIE. BB AEME . R EEEN . BUREKkGE. EALREN L) &
5N

The structure is composed of welding rack, cantilever drum, variable speed
drive, hydraulic drive system, motor reducer.

FEHARSH

technical parameters:

#
N
()]
b=l
b
&
b=



B A BEHE

Type: fixed open coil

RRER: ¢ 1600mm

Maximum diameter: ¢ 1600mm
RREAT: 15

Maximum carrying capacity 15t
A :  15m/min

Threading speed: 15m/min
RAHE:  100m/min

Maximum speed: 100m/min
IEHEAR: ¢ 508mm/ & 610mm
Normal diameter: & 508mm/ & 610mm
HIHL: AR FEAL

Motor: variable frequency speed regulating motor

3.2.3. Itk #%
3.2.3. 1# pinch roll

B ERASET/ET, Mk SELs), TR, AMEsh

Type: upper roller pneumatic open / down, hydraulic motor drive, lower
roller fixed, not drive

RSP ERR®200X 1500 mm, FREFS T AR, KR JEE 15mm, 4320
X 1500 mm, $RMFEE

Roller size: upper roller ¢ 200 x 1500 mm, roller liner NBR, adhesive
thickness 15mm, The lower roller is ¢ 320 x 1500 mm, and the roll surface is

chromium plated.

3.2.4.No.2 L& )%
3.2.4. No.2 Coil car

Iy fg: BN, TIFEILEEP T, HTismERDT G R .

Function: coil car, located below the pay-off reel, for transporting
steel coils to pay-off reel.

g5 #: EBANERTER. BUSTHER . IXET R A PUE A
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Structure: the coil car comprises a car body, a hydraulic lifting device,
saddle, driving and walking tracks
RS
Technical parameters:
KEEET) 15t
carrying capacity 15t
WAESME:  01600mm
Outside diameter: ¢ 1600mm
WAL 1250mm
Strip width 1250mm
s EEE: 14
quantity of steel coils transported: 1

3.2.5. No.2 FF&M
3.2.5. No.2 pay-off reel

Ty fe: HABEGREKMAIIRE, NG E DR, BHIHEDIRE, H3h1FED)

)
[aYay
o

Features: with a cantilever steel coil reel expanding function, positive
function, frequency control function, parking brake function.

THENHRWCNEZE ERINAG, FR IR NA L, L HrEah, gL L.
OV IR AR R G55 o A 57 H VRS S o) Tk i, 08 ) XS E R LA AR 32 5 il o

The pay—off reel receives the steel coil on the steel coil car, and sends
its head into the production line. It is expanded and shrunk by the core shaf't,
reducer, motor, mandrel, etc.. Drum is controlled by the hydraulic cylinder
expansion, drive shaft by the motor to complete.

Zik: HUEIENIE. BB AEME . R EEEN . BUREKkGE. EALREN L) &
5N

The structure is composed of welding rack, cantilever drum, variable speed
drive, hydraulic drive system, motor reducer.

FEHARSH

technical parameters:
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B A BEHE

Type: fixed open coil

RRER: ¢ 1600mm

Maximum diameter: ¢ 1600mm
RREAT: 15

Maximum carrying capacity 15t
A :  15m/min

Threading speed: 15m/min
RAHE:  100m/min

Maximum speed: 100m/min
IEHEAR: ¢ 508mm/ & 610mm
Normal diameter: & 508mm/ & 610mm
HIHL: AR FEAL

Motor: variable frequency speed regulating motor

3.2.6. ARLBFH
3.2.6.Entry Shear

Ao WUEEY
Type: hydraulic shearing machine

3.2.7. #AM
3.2.7.strip suture machine

EaAoEL: BN EE AR, XUHEM L

Stitching material: low carbon steel galvanized steel sheet, double
stamping

iR BARHESRS, ORI

Structural form: overall frame type, double hydraulic cylinder

3.2.8. RERIM
3.2.8. Burr press

B AR, ERASHIITH/ET, AMEg), TR, ™MEsh. TR
®200X 1500 mm, K

Type: steel roller type, upper roller pneumatic open / down, no
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transmission, lower roller fixed, not drive.Roller size: ¢ 200 x 1500 mm,

quenching and chromium plating of roll surface

3.29.1# % AH %

3.2.9. 1# Bridle roll

B PIRREK IR

Type: two roller type

5K1HE:  P650X 1500 mm, ARIAREAMREL, BIZEE 15mm, KEHR: 200
X 1500 mm, FRMEH TSR, KZEE 15mm, <EITH/ET, AME)

Bridle roll: & 650 X 1500 mm, polyurethane rubber for roll surface,
thickness of adhesive layer 15mm, Compacting roller: ¢ 200 x 1500 mm, roller
surface lining NBR, adhesive thickness 15mm, pneumatic open / down, not drive

5K JIRAES . AC ARHURAE HIAL, A AT T R AL o

Bridle roll drive: AC frequency conversion motor, hardened gear reducer.

3.2.10. AR ZXFE
3.2.10.entry looped

o fe: HT AR RN, DURUENLALN O BAE RN (b T 484 TAERY, T2
By AN Re 2L RS E BT

Function: it is used to store strip steel to ensure the continuous and
stable operation of the strip steel in the process section when the strip is
stopped and stitched.

g5 M. ZHADNLEE, ML E . BN, BUERA . Wai s
. EFF BT I, N OB IEAERE, SO O & B A7 1) 4N
Akshin T 2B, BRI LT

Structure: the unit is a vertical looper, which consists of top drive
device, moving car, fixed roller group, steel structure and other parts. For
the papers in pay—off reel, stop feeding by the entrance, entrance loop can
be stored and transported to the strip continue to process, to ensure

continuous production.

WERZNER B BN BT BE%. BERFEIEALS) . BN R
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Mo [FE R A R
The movable mobile car is driven by motors, reducers, winches, chains and
sprockets synchronously. A deceleration point, a synchronous point and a stop
point are detected in the looper.

Feradi: 0420 X1500mm, FRIDVERS . TEEGIHHLAAZRAHY LK)

turn roller: 420 x 1500mm, roll surface chromium plating. The movable

windlass is driven by an AC variable frequency motor

3.2.11. 2#Hh & %%
3.2.11. 2# Bridle roll

Type: two roller type

5K7JHE:  ©650X 1500 mm, FREZRABIEK, KJIZJEE 15mm, EEE: D200
X 1500 mm, FRMEOH TSR, KZEE 15mm, <EITIH/ET, AME)

Bridle roll: & 650 X 1500 mm, polyurethane rubber for roll surface,
thickness of adhesive layer 15mm, Compacting roller: ¢ 200 x 1500 mm, roller
surface lining NBR, adhesive thickness 15mm, pneumatic open / down, not drive

sk JIRRAES:  AC AT B, A AT TR AL o

Bridle roll drive: AC frequency conversion motor, hardened gear reducer.
3.2.12. RiRRE
3.2.12.Alkaline solution

WA AR

Type: hot alkali solution

RERM R - AR

Tank material: stainless steel

GrT4: ©200X1500mm, M TR, HJZERE 15mm

Squeeze roll: 200 x 1500 mm, roller surface lining NBR
3.2.13. % E
3.2.13. Alkaline brushing

R 7 PR T VK I 2 A

Type: two scrub with hot alkali spraying.

i 4 R, RREIERE, KTETNHT
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Brush roller: 4 pcs, nylon brush roller, press down manual adjustment
R~F: ®250X 1500 mm

Size: ¢250 x 1500 mm

ezl HB AR AL

Drive: ordinary AC motor

IR AR

Type: hot alkali solution

REARH 5T AN

Tank material: stainless steel

. ©200X1500mm, AT HERAL, 2 B EE 15mn
Squeeze roll: ®200 x 1500 mm, roller surface lining NBR

3.2.14. #KRHEE
3.2.14.Hot water washing device

B HoKRIE

Type: hot water scrubbing

A Huk

Type: hot water solution

FRA 5. ANEEEN

Tank material: stainless steel

s 4 W, el Bl

Brush roller: 4 pcs, nylon brush roller, press down manual adjustment

JAsF: ©250X 1500 mm

Size: ¢250 x 1500 mm

5l EEAZH AL

Drive: ordinary AC motor

4. ©200X1500mm, M T HERE, JZEE 15mm

Squeeze roll: 200 x 1500 mm, roller surface lining NBR
3.2.15. FHEE
3.2.15. Rinsing device

Frra: ©200X1500mm, FREAT TS, RIEEEE 15mn

32 7 4t e7 W



Squeeze roll: ®200 x 1500 mm, roller surface lining NBR
FEARAT IR :  ANERAN
Tank material: stainless steel

3.2.16. 1#THREE
3.2.16.1# drying device

THRE: 3 A iy B T 8 PG R X, SRR Tl i B A AN R T _E 7K

Function: blow the high speed hot air on the strip surface to dry the
moisture on the surface of the strip.

SEK: ARICE W KWL, SE IR A S B WA A AN R T K 0
TER e RLR I AU LA 5]

Structure: the device is composed of a spray box, fan, and pipe system.
To dry and moisture away strip surface effect. The wind machine adopts AC motor

drive.

3.2.17. REFHREM
3.2.17. Coating machine

Ty fe: FERNHRIEIRE — BRI BRI Z 5 TR B 7)o

Function: coating a layer of coating liquid on the surface of the steel
strip to increase the adhesion between the paint coat and the steel plate.

Wk PRI, AR TRIET

Coated head: two roller type, roll gap adjusted by hand wheel

TR D260 FRIMAT SR EAERAL, AC FINLAES], B UGk FE Ik A

Coating roller: ¢ 260 roller surface lining polyurethane rubber, AC motor
drive, hard tooth surface gear reducer

RikHE: @260 FRENGESSAR, AC FNLAES), B84 55 IGE ]

Sticky roller: & 260 carbon steel chrome plated rollers, AC drive motor,
gear reducer

WERATOT: IRRBhIRIE S 12

Paint head open: pneumatic head fast move back
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3.2.18. 2# TR EE
3.2.18. 2# drying device

Theg: I [y R T s I v X, SRR T A R T AL TRV

Function: high speed by blowing hot air to the strip surface spraying,
surface dry strip coating liquid.

gikt. ALLERWIAE. KB KEMRGA R KYLRHIASH EILES) .

Structure: the device is composed of a spray box, fan, and pipe system.

The wind machine adopts AC motor drive.

3.2.19. 1##Mp K &
3.2.19. 1# deviation correcting machine

Alf4E: P520x1500

Rectifying roller: ¢ 520x1500
Wzh e AR

Drive mode: hydraulic drive

3.2.20. 3#3k H 3
3.2.20. 3# Bridle roll

M

Type: two roller type

5K A4 ®650X 1500 mm, M REABBL, K2 FEE 15mn,

Bridle roll: ¢ 650 X 1500 mm, polyurethane rubber for roll surface,
thickness of adhesive layer 15mm

JE B ©200X 1500 mm, HEHEAFS T HEARAS, BJRIEE 15mm, SEIETIH/IET,
ML)

Compacting roller: ¢ 200 x 1500 mm, roller surface lining NBR, adhesive
thickness 15mm, pneumatic open / down, not drive

AR AC ASHUHE R AL, A A TR o

Bridle roll drive: AC frequency conversion motor, hardened gear reducer.
3.2.21. B
3.2.21.Primary coating device

WSk PR, HREERH TR

Coated head: two roller type, roll gap adjusted by hand wheel
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WREUR: ©260 I REEIRI, AC BALLS), A e sl

Coating roller: &260 roller surface lining polyurethane rubber, AC motor
drive, hard tooth surface gear reducer

FikHiR: ©260 GRENGEERTR, AC FNLALSN, A T4 4 R AL

Sticky roller: & 260 carbon steel chrome plated rollers, AC drive motor,
gear reducer

WERAT I s 5 72

Paint head open: pneumatic head fast move back

SRR D700 TRANBE SR

Supporting roller: & 700 carbon steel chromium plated roller

3.2.22. ik B
3.2.22.Primary coating curing furnace

LT ER 5y
See thermal engineering section

3.2.23. AHEE
3.2.23.Cooling after solidification

B RWAKA

Type: air cooling + water cooling

PR - ANEEEN

Tank material: stainless steel

FrT4: ©200X1500mm, w1 AR

Dry roller: 200X1500mm, roll surface lining NBR

3.2.24. 280 K &
3.2.24. 2# deviation correcting machine

Al f4E: P420x1500

Rectifying roller: &420x1500
e VR LA e

Drive mode: hydraulic drive

3.2.25. 38 mEE
3.2.25. 3# deviation correcting machine

A . ©520x1500
% 35 7 4k 67 W



Rectifying roller: ¢ 520x1500
L)yl W YA
Drive mode: hydraulic drive

3.2.26. 443k h 3
3.2.26. 4# Bridle roll

A

Type: two roller type

5K ©650X 1500 mm, HRMRANR, K2 ELEE 15m,

Bridle roll: & 650 X 1500 mm, polyurethane rubber for roll surface,
thickness of adhesive layer 15mm

JEEH:  ©200X 1500 mm, HEHEF T NSRS, BIZIEE 15mm, SEIETIH/ET,
ALz

Compacting roller: ¢ 200 x 1500 mm, roller surface lining NBR, adhesive
thickness 15mm, pneumatic open / down, not drive

sk VRRAES:  AC AR R, Ak TR R o

Bridle roll drive: AC frequency conversion motor, hardened gear reducer.

3.2.27. @ik
3.2.27.Surface coating machine

ke PIHES, HREERAITRCIATY

Coated head: two roller type, roll gap adjusted by hand wheel

B D260 FRIMAS RENRIEI, AC HNLILSY, B WA T e U AL

Coating roller: ¢ 260 roller surface lining polyurethane rubber, AC motor
drive, hard tooth surface gear reducer

REEHR: @260 FRINTEERHR, AC HHLIESD, A A A RS ROE AL

Sticky roller: & 260 carbon steel chrome plated rollers, AC drive motor,
gear reducer

WRATIF: IR P Ja

Paint head open: pneumatic head fast move back

SCHERERR: D T00 RN Y S 4R

Supporting roller: ¢ 700 carbon steel chromium plated roller
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3.2.28 4 & B ALY
3.2.28.Fine coating curing furnace

DL
See thermal engineering section

3.220.4#KE
3.2.29. Cooling after solidification

A KAHKE

Type: air cooling + water cooling

RERM I - AR

Tank material: stainless steel

FrT4g: ©200X1500mm, FRiiAt T AL

Dry roller: 200X1500mm, roll surface lining NBR

3.2.30. 4 mK &
3.2.30. 4# deviation correcting machine

Al fi%E: ®520x1500

Rectifying roller: & 520x1500
a5 R IRE)

Drive mode: hydraulic drive

3.2.31. 5#3k 4
3.2.31. 5# Bridle roll

5K ©650X 1500 mm, FRTEREABIGL, B2 15mn,

Bridle roll: & 650 X 1500 mm, polyurethane rubber for roll surface,
thickness of adhesive layer 15mm

JEEHE:  ©200X 1500 mm, AT TSR, BZEE 15mn, <HTIH/ET,
At

Compacting roller: & 200 x 1500 mm, roller surface lining NBR, adhesive
thickness 15mm, pneumatic open / down, not drive

TR IJERALSN: AC AT FEAL, RS OAT TR JRCIE AL o

Bridle roll drive: AC frequency conversion motor, hardened gear reducer.
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3.2.32. s XiEE
3.2.32. Export looper

T ge: ATEAEHY, DLRUEALA H O BAE A AT (AT # TARR, T2
BU AN e 2L AR E 18T

Function: used to store the strip, to ensure the unit outlet section and
stop in the strip to discharge the volume of work, the process can still strip
continuous and stable operation.

g5 M. ZHADNLOEE, ML E . BN, BIERA . WaisE
PR R ZIE BT RS T, BN TR ERES, A EBLET R LR,
B IR, Sl B S E AN, iR S AT

Structure: the unit is a vertical looper, which consists of top drive
device, moving car, fixed roller group, steel structure and other parts.
Oblique roll operation in the Recoiler, stop feeding by the exit section, exit
looper storage strip, to ensure continuous production.

TEERI/NEH AN BENL. B B SRR P IEE N B R
Mo [ R AR R R

The movable mobile car is driven by motors, reducers, winches, chains and
sprockets synchronously. A deceleration point, a synchronous point and a stop
point are detected in the looper.

Be . 0420X1500mm, FREIPEE . HEGIHHNZRALSEHLIKE)
turn roller: ¢ 420 x 1500mm, roll surface chromium plating. The movable

windlass is driven by an AC variable frequency motor

3.2.33. 643k h 32
3.2.33. 6# Bridle roll

5K ©650X 1500 mm, FRMERABIGE, WKIZEEE 15mm,

Bridle roll: & 650 X 1500 mm, polyurethane rubber for roll surface,
thickness of adhesive layer 15mm

JEEHR:  ©200X 1500 mm, AT TSR, BZEE 15mn, <EHTIH/ET,
At

Compacting roller: ¢ 200 x 1500 mm, roller surface lining NBR, adhesive
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thickness 15mm, pneumatic open / down, not drive
sk IERAES): AC AR AR TE AL, AR TR AL .
Bridle roll drive: AC frequency conversion motor, hardened gear reducer.

3.2.34. HoSBrH
3.2.34. Export shear

B WEEY
Type: hydraulic shearing machine

3.2.35. BB
3.2.35. Recoiler

LGB EE G, £ 2Rk T 5 EPC 2 &R G 7 B GBI & B

Recoiler for the cantilever structure, in some tension with the EPC device
with the completion of coiling coiling.

g GHWLHSEGRE. L3RG, MBIMGL. 13RS 7 H

Structure: recoiler consists of cantilever drum, transmission system,
traverse cylinder, sliding base and other parts.

G GREKMABISTERT, SRS, SIS GREKIT, EEENGHE
e o

Drum:drum in the expansion and contraction of the hydraulic cylinder under
the action of expansion and contraction, in the reel, the drum bulge, in the
unwinding of the drum shrinkage.

LRG0 B E I — G RARMTFE L RS H 28 FA R AE 4L R
e A Ny At PR RS AN 2 1

Transmission system: the transmission device consists of an AC variable
frequency speed regulating motor, coupling, brake and gear box. The gear box
is a totally enclosed welded steel structure.

BEREIET:  Hy EPC 4% B M) i i), SEIR R0 5

Horizontal cylinders: controlled by servo valve EPC device, realize edge
coiling

THENEHE: SRR, fEIEsHIE BT,

Slide base: support the Recoiler, slide on the slide rail.
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BARZSHL:

Technical parameter:

GBI EEEHNA
Coiling type cantilever drum
BT L

Coiling way: take up
WERKHER: 10t

Maximum weight of steel coil: 10t
MAHME: 01500mm

Diameter of steel coil: @ 1500mm
B EAL: 0508mm

Drum diameter: 508mm

BT £100mm

Traverse stroke: =+ 100mm

3.2.36.5 % %
3.2.36.Coil car

Ty fg: @B, MTERHUEEN TE, HTREBWLIERE ERREET.

Function: the unloading trolley is located below the coiler drum, which

is used to unload the coil on the coiler reel.

g H: BN EETEAEE. BT TR E . PUELLL.

Structure: the coil car comprises a car body, a hydraulic lifting device,

saddle, driving and walking tracks

RS

Technical parameters:
ARERET) 10t

carrying capacity 10t
WAESME:  01500mm
Outside diameter: & 1500mm
B EsE: 14

quantity of steel coils transported:
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4. T EK&

4. Thermal equipment

4.1. #ix By
4.1. Primary coating curing furnace
41.1. BAEHK

4.1.1.technical parameter
SRR SRR BE TR R SRR TR, KA E
Type: natural gas heating furnace and gas burning hot gas solvent
circulation type, horizontal arrangement
thﬁz 42m
Furnace length: 42m
A Rl 400°C
The highest temperature in the furnace is 400 centigrade
W AR IR R £ 10°C
Furnace atmosphere temperature control accuracy:+10°C
HANIRE (PMT) : 220°C
Strip temperature: 220°C

41.2. FEHA:
4.1.2. Scheme description:

WRERI AT 1. 2mm EAREEARGER, TENF N AMBERE AT G A R A
F A X S5k AL T 2o, ISR PR XA E R T, AN E T 77158 A) 4
TR, I IS 2R ANIR BRI AR . & XA sy B R AR #4 J 4%
be R G077 AL I iR ARSI, L R ) B BT RS ERAE . AR XUIE 3
K FANEE IR o« ARAE VA LD 7 AN [T (0 28 R B K, A B B SR 1
SO RIERE AL AEFR X FIHEREIE 23 CR IS i, DA D ik . T8 T [E4E
W EAS R E WM A, TR R — SR B RE YT, R A A AT
T o AP N RIS 1 Ak 15 o 0 s R Bt ) R M T

The lining of the furnace wall is 1.2mm thick stainless steel structure,
and the insulation material is lined between the inner and outer walls of the

furnace. The heating zone of the curing furnace is heated by convection. The
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heated air flow is sprayed to the steel strip surface from the upper and the
lower of the steel belt under the action of the circulating fan, which
accelerates the evaporation of the solvent and the curing process of the
coating. The heating in each heating area is realized by the high temperature
hot air produced by the natural gas heating and burning system, and the
temperature control is realized by the hot blast automatic regulating valve.

The jet box and the circulating air duct are made of stainless steel.
According to the evaporation amount of the solvent in different parts of the
furnace, the exhaust port of the waste gas is arranged reasonably. Heat
preservation measures are adopted in the circulating fan, circulating air duct
and smoke exhaust path outside the furnace to reduce heat loss. In order to
facilitate the maintenance and regular sanitation of the curing furnace, a
plurality of furnace doors are left on the side wall of the furnace body, and
a walkway is left in the hearth of the furnace side. Isolation chamber and
separate smoke pipe are set at the inlet and outlet of the curing furnace.

TR RE L TREHKH 1. 2mm AENAP MG, — i A r Ak, 55— im 5
h N MTEARIE SRS BRI IERIIANE A, HENREGHEITIRS, EEIEHXPLEAN
W XGE, P TIENERYE A TARREEE O, 1 PID 791 E 37, B IEEA
WEAEE, IREFNBANELELE, SRR O AR (bR P b 22, M 1. 5mm ¥A4L
W B B, R B 0 ) i SR B [ AR 2 o & Bt il B 28 2 B R R UE T 7
FEER XASERZ ) " . ey N AL TR) TR TR R L I
JE TR VLS [ A PSS 2 SR S Ja e, 10 UL AL, AT DL 380 A 7] Ay ] 44 P
[ o

The mixing box manufactured using 1.2mm stainless steel material
circulation duct, and one end is connected with the curing furnace body, and
the other end of the air duct is connected in curing furnace; burning hot air
stove sent, mixed into the mixing tank, through the circulation fan into the
duct, hot air feeding according to the working temperature inside the furnace,

automatic regulation by PID regulating valve, constant circulating air curing
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furnace, mixing box for the whole frame structure with aluminum silicate cotton
insulation insulation treatment, the outsourcing of 1.5mm cold rolled plate.
The temperature control of the furnace section increases according to the
required curing temperature. The selection of furnace temperature in each
section can ensure the sufficient volatilization of the solvent and not affect
the baking quality of the coating. The curing time of strip steel in the furnace
can be determined according to the type of coating, coating thickness and
curing temperature and other parameters. Different curing time can be obtained
by changing the speed of the unit.

ML R4t

Electronic control system:

[F 4 () LR AR G20 HL R AR ) R 4t -

Electric control system of curing furnace and the composition of the
instrument control system of electrical system:

A% R G T2 B 25 DXIE A UL A4 F A A

The electric control system mainly includes the power supply and control
of the circulating fan in each district.

IR RAAFEULT A

Instrument control system includes the following contents:

[ A0 A e 70 B

Pressure display in curing furnace.

SRS RS Z ARG A WA, s A R E
SEIL IR EE ) E S o T & XS PN IR S — NI E I AR R
AR, AT TR A T R R

Air flow temperature control system: the system consists of thermocouple,
temperature controller and control valve. The automatic control of airflow
temperature is realized by adjusting the flow rate of cold and hot air. The
district has two points, one measuring cycle hot air temperature, another

measurement of the temperature of the furnace, the latter is used to display
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the temperature for temperature control.

4.2. ¥k BALY
4.2. Fine coating curing furnace
42.1. BXEHK

4.2.1. technical parameter
SRR SRR BE TR KRR TIEEA, KPAE
Type: natural gas heating furnace and gas burning hot gas solvent
circulation type, horizontal arrangement
Jric: 45m
Furnace length: 45m
A Rl 400°C
The highest temperature in the furnace is 400 centigrade
PR SUREEHIEE: £10C
Furnace atmosphere temperature control accuracy:+10°C
AR (PMT) : 220°C
Strip temperature: 220°C

4.22. FEHRA:
4.2.2. Scheme description:

AR A P A 5 T A A B AP AR B AR S5 R A [

The furnace body of the fine coating solidified furnace is the same as
the structure of the initial coating and curing furnace.

RFERGE: REIREALY B A% RG0S W) R B R e Th RN A ]

Electronic control system: the electronic control system of the fine
coating and curing furnace is the same as the electric control system of the

initial coating and curing furnace.

4.3.3 B
4.3.Incinerator system

R loe kA BAEAE = AL sh R B s, R AR .
The incinerator is arranged on the transmission side of the production

line, by catalytic combustion method
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431 R ZAE Y RE:
4.3.1.The principle of purifying waste gas is:

AR S BAR AL BRIEE 250—350°CHIRTIE T, AREEMEALT A A3 14 i
Ir AL AR F AR b A LA e A S8 D 70 35 I ZKORT — SR B IR S
FIHK . RAAESERIRETE LT, FEBURAK IR EESN TR IR b 78 P ik £
AL INR L FEA G IR AT, R G T8 A REE IR R LB P 7 B0 814

KB RAERTINBATIRE, RRIBTREMBUR. B RSB ITRERN, RSP
REGE

On the premise of low catalytic combustion temperature of 250-350 C, the
organic waste gas can convert the organic matter in the waste gas into harmless
water and carbon dioxide to purify the waste gas by the catalytic conversion
of the active component in the catalyst.

At the appropriate temperature, the exhaust gas will rely on the external
natural gas to replenish the heat at the lower concentration to achieve the
catalytic ignition temperature. Under the appropriate concentration
conditions, the system relies entirely on the heat balance of the exhaust
reaction and exothermic heat to maintain the required heat balance; the
optimal operation state is achieved, and the energy consumption of the system
is low. When the oven system is stable, the exhaust gas purification effect

is stable.

432 RAKE I LA
4.3.2. Overview of waste gas treatment process

RGP e85 NI 5 BE AR S, A2 TR S A 1 ) AL R AR
FERHENEIR, AEREACPR N B EAL IR TR SRS Ry To 53 0 3 1) — ALK
ANz 7K 2T KB R I o X LR 2 v i 51 KL AN AR X B (it P
DR, 2 A% el ARG I PR AZ A X IR ST, P it 45 A 4 o il i P ) At A
WOEAT AR, PhdE— 2B BRAR A = i R Hh ) BRI FE

The exhaust gas is heated through the preheat exchanger and enters the
combustion preheating chamber, which is heated to the catalytic combustion

temperature in the preheating chamber and enters the catalytic bed. Under the
545 T 3k 67 T



action of the catalyst in the catalytic bed, the exhaust gas is decomposed
into innoxious and harmless carbon dioxide and a small amount of water vapor,
and a large amount of heat is released.

The heat is fed into the oven by high temperature air blower to heat or
heat the oven. After the heat exchanger is preheated through the preheat
exchanger, the heat exchanger is heated to heat the degreasing liquid in the
degreasing tank to further reduce the energy consumption in the production

process.

5. RAMEHEL

5. electric control system

5.1 #&
5.1.Summary

5.1.1 & # &R R
5.1.1.Design principle

HLALR) B shz i R YR A A I H] R G Bra i B LUSEHE. 225 SN
FIEEDY RN, IR AT RE . PEREM RS LLUF AR SEHER e Jooo i, AR T 20a
TERARRIZER, BRRA B LS . BORZ B bR sEat .

The automatic control system of unit control system using the instrument
integration. The selection of equipment is advanced, economical, practical
and reliable. The equipment and components with reliable quality, good price
performance and advanced technology are selected to meet the requirements of
the operation of the process, and ensure the quality of the product is good,
and the technical and economic indexes are advanced.

Xf T AR oA B SN, S SRGBEAE - — A BT AR e TR
P Al SEPE R A BE% ) R, OB RS Ao 5 B H AT A e
FIEEFE SRR T, PSR 91k AMEOR A 7 ) e a6 B [ bt D e 4

For the electrical equipment components selection principle, follow the

H

requirements: electrical components, detection and control device can be made

of high reliability of the equipment manufacturers, electrical components,
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detection device, control device or currently there is no reliable product
key control element, adopts the introduction of foreign technology production
equipment or equipment imported from abroad.

T RAAT g ARl 8% (PLC) A% Ol H s ALIE ] R G0, RAIRAE G AT Bom A
BAERFERI T %8, A 22 R ARDMHE] [ 2o B LA I A P IRES A & B AT 1B Dl

The programmable controller (PLC) automatic control system as the core,
the operating station control scheme for display and operation, and has
multiple simulation screen display the entire unit production status and

equipment operation.

5.1.2 #F AL
5.1.2.standard specification

IR BAT A AATIE , FAT BT R AR 5595 S AR N E A%
TR,

If there is no separate provision, our supply and service meet the relevant

&
&l
2L
3
op
=
4
=

requirements, or the safety requirements of the contract.
IS0 (EBrpr#EftZ)
IEC (H PR T2)
GB (e N LA [ br)

513 WEFL

5.1.3.Voltage level
PER PR AZ it = AH 10KV/6KV  +10%
Power supply medium voltage AC three phase 10KV/6KV 10%
PR AZ U= 400V/230V  +10%

Power supply low voltage AC three phase 400V/230V 10%
P L AT EAH 230V

Control voltage AC single phase 230V

WIE IS 50Hz  +1%

AC frequency 50Hz 1%
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514 X #&E0fz5
5.1.4.Electrical interface signal

Mg ( Digital input)  DC24V

¥rsEid (Digital output) DC24V

Wil E i\ (Analog input)  4-20mA/+20mA

i EHrt ( Analog output)  4-20mA/+20mA

Jik 48 N\ (Pulse input) “0” signal 0-4V
“1” signal 20-30V

52EBHARFT X
5.2.Control system scheme
5.2.1. R LIAM%E3

5.2.1.AC power transmission

A PR 2B WL Bl A S H ALY R T T AE 75 =, R D3 R/ N e 5 B R Bl [v) 42 )3 2
o
The production line for auxiliary drive motor power frequency mode, based

on the size of the power to choose directly start.

522 RiREREH
5.2.2.AC variable frequency drive

FIEBINAR T2 /L, A E ARSI R S A 2~ 3L RELR +1 30 5T i 4%
#1705 & BTSSR ESE S RS TEREAE . R AR, AT RL A & A AN
MR ESR, RGAA A EHITIRE, ISR R R B2 Wi D6e, RS
W BA T ERGER M 45 I8 R ThRE,  H 3k R G0 AT LB W20 % 8 Rt AT S 80k
€, FFREATE B A

Considering the process features of the unit, the control scheme of main
drive across the board intends to common bus braking unit + AC inverter. Full
digital AC speed control system has the characteristics of good performance,
high reliability, can satisfy various control requirements, the system has
the best optimization function, and provide complete protection monitoring
and self diagnosis function, but also has a convenient network communication
function, the automation system can drive system parameters through the

network settings, and the exchange of information.
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AT IE G A ER BT &, WA B BT 0 . B RS . AT
M. BRSIT. HiRG CWRE . ARG, i iAo, 8 ROk
SE AR M L ) = A T3 20 L 50 80 Bl T AR A 3 M L T ) — AR S U e A S 0 AR LA AR
PR R . AR e B ] 58 R 5 R B I I D RE AN PR I ThE, APk
e A, BUV/ PEREEH

Selection of common DC bus AC speed regulation scheme, through the
configuration of main circuit switch, main circuit contactor, fuse,
three—phase reactor and rectifier unit, inverter, diode, self oscillation
output reactor control components, complete the three—phase fixed frequency
and voltage in the power source line into three-phase AC output variable
frequency and voltage, meet the unit frequency control requirements. Variable
frequency speed regulating device can complete vector control, control
function and closed loop control function, such as speed, torque, frequency,
or V/f performance control.

5K TIHEAR Y TR, AR W A PN D B AR R RSBk AR R g, T Y
DR AR, 5K R RN A N PR (A B B Sh e AT Th e, LA R JC sl -F
I .

Bridle roll according to the process requirements, in the normal
production or tension control system for speed control system, threading are
speed control, Bridle roll group of normal production of automatic load
balancing with two rollers, in order to achieve a smooth transition without
disturbance.

A TNEE LR AN 5k i 248, HEREN VRS TIERE, HEN N
KA TARIRE, NP E R ERTEE SRR Kb, 7% 8 iE B ) i B A Me
AR EAME, PLERIEI - .

The entrance of normal production for looper tension control system,
charging for electric looper set working condition, a set of power for the
working state of looper tension caused by the impact to prevent the charge

and discharge set, considering friction compensation and inertia compensation
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loop dynamics, in order to achieve a smooth transition without disturbance.

T BB RGUEF N VR RS, W TAEN KRG JTHEHM
GRS ATk oy R e al e sk i m 7, BRI, shAhes . BEEAMEE.
Wty PRI S DI AE -

The control system of uncoiling and Recoiler is a speed system when
threading, and it is a tension system when working normally. Both coiler and
coiler can be chosen as direct or indirect tension control. They have the
functions of winding diameter calculation, dynamic compensation, friction
compensation and belt breakage protection.

G AR S 2 B DAY P AL B A S PR S g S At ) e U i R e, HL
AREER IR AR, EESNA R RE 5248, 0 BT H 2B DiEE, ik
RS VR AN B 4E 40 N S AR 9

Full digital converter is a full digital control system with coprocessor
microprocessor as the foundation, the basic structure of current loop, speed
loop double loop speed control system, and the function of self optimization
and self diagnosis, thus greatly reduce the debugging and on—site maintenance
personnel work intensity.

2) HiAIRRLTT %

DC common bus scheme

BB 2 T 2 AS I LA A IE R 48, A rELAE | 3 ) e i e i
WL, ¥ A2 AR AR G BRI I e [ kS /A B K

The DC bus is mainly used for multi motor AC motor speed control system,
the motor in braking energy can be absorbed quickly, meet the frequency

conversion system of fast forward and reverse / braking requirements.

523 BHRERSTE
5.2.3. Automation control scheme

MRAERUR A P2 2R A RS T2 R, AR T7 S8 B 45 ) 3 G0 i A4 ) s Jir DU 38
I
According to the requirements of color coating production line equipment

and technology, the control system of the overall plan principle is described
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as follows:

A BEANERI RGN AL IERI G AN B 3 (R ANLA I BMDD .
TR BN R BLAE 4= 2 i 28 BRI FE LRSS i TAR AL A% 3h R Gt . Rt E 31k %
S XIER RS RNECR RS, WiIZRS.

A) the whole control system is divided into two levels: the drive control
level and the basic automation level (including man—machine interface HMI).
The drive control stage includes all the AC and DC motor and AC power frequency
motor drive system. The basic automation level includes the district control
system, detection instrument system and monitoring system.

B) \ FEHLA H A, Bl 5 S AN I HMT 2 [8) SR FHAS A LA 9 45 52
By, At B IZH R G 5L RS Rl R HME AR I B A R
X R A

B), the basic automation level, between basic automation and man—-machine
interface using HMI switch as the network switching equipment, basic
automation control system and transmission system, detection system of
information exchange with field bus and point—to—point etc..

2) MZEIEFEAER The connection and trend of network

W2 5 B L% R BE L7 e g A [T AR AL, R IRYE Bl v 2 sk o B 3
BRI Z%, A AT TR, 15 2R AR AARSE L, A2 m] ARAE B 56 P i
i 5E B s 7 %

The connection with the field equipment network with field equipment
varies according to the actual position, only field devices connected to the
network, the network will be small, transmission speed is the fastest, the
company developed automation control program according to the actual
situation.

3) PLCiEMJFEN] PLC selection principle

SLA E B R GRS 0 WS, B S S AT, a0 A 2Rk T ]
R BRI BRI R RN B NMEHIUESS, 55— 7 IS E 2 RS
Wi o7 P BRI, DR I SR o 7 20k ) 22 A B 3 T AT ARy SN R et AT H ], %
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Hl o DhRe s BCAE AN R AL FR S, 7% B 58 RS B2 HIAE S

The control tasks of the basic automation system are divided into two
categories, the first is feedback control, such as the tension control of the
production line, looper position control, etc.. The control system on the one
hand to complete multiple control tasks at the same time, on the other hand,
but also to meet the system’ s response speed, so the controller needs system
adopts multi processor parallel working mode control, the function of each
part in the distribution of different processors to complete their task
independent control.

PR ) 53— AT 55 R W A& SR I AR ] . B B 15, e X 4k
S5 R RS2 R PLC. AT5 S, #e ] —HRIMAL CPU S8 SRAE 55, IXFERIAT
PAFE 7 A% R G RAE I Re 70, XORT AGE— 12 il R P R RS R i S A A, ZEAH [R] FY)
RGERIRE T, FBARR G A B A AR A 4% B AR

Another control task of the production line is the logical control of the
equipment action and the sequential control of the equipment. The control
system of these tasks is mostly PLC. In the scheme, selection of an independent
CPU to fulfill the task, which can give full play to the control ability of
the system, and control procedures can be unified version of the software and
hardware controller, in the same capacity control system, reduce the
complexity of hardware and software investment cost.

4) ZEFEAUG Remote terminal

28 TR 24 B 2 T PR 1) 28 400 2 P ) 4 b A 3 ) AR o R AR ) e (R A B, A Dy
PROFIBUS-DP [ )& 7r, A & dm il REEIIA 5 5, B MZ% 5 CPU A Hlidfe -

Remote terminal is the best embodiment of modern control idea of
centralized control of distributed control system. As part of PROFIBUS-DP
network, remote terminal collects the field signal nearby and exchanges data
with CPU through network.

RIEIIHER, By P icE T BRI T

According to the requirements, the specific number of remote site
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preliminary configuration is as follows:

HEHEES 1 &
Uncoiling operation master station
T Z#AEH EQ=)
Process operating box

GHIRES 1 &

Coiler operating table

AIFEHIBCE: T Bl G, BIRYLEHEIG

Emergency stop button setting: console, roll console, roll coater console

5) IMT CAMLEZH) P&

HMT 5 3tk B S A AR IBR Y Al 55 2 A2 P BLO kA, o g DA B P A 1 D9 B fi o
MRS S E DR TP X B — L TR . Xk 5 & 5 A T il
W BRI LA S5 Rl A% FIAERR A, BB os MR 55 35 A HE 2K
i, HSZIRAE RN, IR EAIE EM N AR A

The server and client HMI and basic automation connected based picture
based on graphics standard interface. Each server covering a dedicated unit
section or a special function. The server manages the process of communication,
data storage and communication with customers. Each customer as an operation
station, they display data sent from the server, accept operator input and
sends it to the server.

HMT 7 BP0 s h -

The advantages of the HMI scheme are as follows:

— 55 AR AR R bR ERR A R 4t

Server and client adopt standard operating system
— AL At H AR T ENL R SR Gt — B A BB R
The basic automation and process computer system adopts unified
operation and visual display
— AR IIRE, (T AN R

Password protection function, easy and safe operation of the unit
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— B 5 H S0 AR FHOCAC Ja B9 11, AT e A e 28 ey
The optimized interface is used between the visual display and the basic

automation to reduce the bus load

— I 17 % R A At A 3

Object oriented data processing

@ X4 S H T System total picture

ZIUEIR | RATERSRES . FELTZSH, Sl A 3 23700 8 A [H
A T, [R)IN DTA  AE OAT TREERE, AU U e B b )4 A N s I

This page shows the main equipment status and main process parameters of
the system. Different control devices are brought out by clicking on different
devices. At the same time, there are shortcut keys on the page, which can be
switched to the corresponding display screen immediately.

® M\ [1#AEHE T Entrance operation picture

ZIUER T RGN LB B&TEA T/RRES, TZSHMAISH, NN
B AR/ BRI A, R DU _Ee B REERE, Rl U RE B _E D BRI 7
i

The page shows the detailed working status, process parameters and
electrical parameters of the equipment at the entrance section of the system,
and the start / stop operation buttons of the corresponding equipment. At the
same time, the page also has a shortcut key, and the click can immediately
switch to the corresponding display screen.

® [ Z#:AFHET Process operation picture

ZIUER T TH LZERARTEA T/ERE, TZESHOMEISHE, AN B )
/AL, RN DU e B RS, Aol B8 S U] 4 B R L 73 1 T
The page shows the detailed working state, process parameters and electrical
parameters of all the process equipment, and the start / stop operation buttons
of the corresponding equipment. At the same time, the page also has shortcut
keys, and then click to the corresponding display screen immediately.

@ L #{FHEf] Export operation picture
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ZIUE R T RS DB R& TR T/RRES, TZSHMASH, MM
A B/ BRI A, R D e B tREERE,  h il U BE S b D)0 B B R R
I

The page shows the detailed working state, process parameters and
electrical parameters of the equipment at the exit section of the system, and
the start / stop operation buttons of the corresponding equipment. At the same
time, the page also has a shortcut key, and the click can immediately switch
to the corresponding display screen.

@ ZA &[] System alarm screen

2R 7R AC AR A P R R AR R B Rt s, P A e 20 B, 3 3 7 62 )
AR 7 & B faf . AR S i 3 m] TR BT S AT B K

The page is displayed and recorded in the production process of alarm and
fault, and a brief description of the risk by different colors to distinguish
the alarm. In the accident analysis can also print out the alarm record.

@ =~ HIH Display parameters

PR BRI R T S A S (GRS H. TS50
RS A o TR DU AR VOR TREERE, Ui U B B L) 3 B A B R R I

The page display unit in the production process of all electrical
parameters, the instrument parameters, process parameters and product
specifications. At the same time the page is also arranged on the shortcut
key, click can immediately switch to the corresponding display screen.

@ 57 #E{EHE ] Closing operation picture

ZINRE T EAE B AL S AR, I 5= B0 & ) B T A 0 55 R AN gk ]
R, AR N G AT BBl 2 B B S b T T A AR A% o (RN IS R R
FEs, e e b )4 B A R 7 1

The function of the main drive and auxiliary transmission two operation
picture, and display all the necessary conditions and equipment on the first
trip fault, the operator can separate groups or closed or open the

corresponding control equipment. At the same time, the page also has shortcut
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keys, click can immediately switch to the corresponding display screen.
@ 242K System diagram
TIRERANOER. LZEB. HHBRS T REIRE, BHRIEN
The simulation shows the main loop state of the equipment in the entrance

section, process section and exit section for the operator to monitor

5.2.4 ML= H 2h Ak
5.2.4. Unit control function

—HPLEA/E  Single machine operation
TN ML IRAE R B, AL BUR BRI 2. 5K AR,
FITRHL. FERIL. 52505
Manually operate corresponding control equipment, such as motor, hydraulic
valve and air valve, deviation correction, Bridle roll, coating machine,
primary coating machine, finishing machine, strip suture machine, etc..
— AP BN EE/E  Local single machine operation
TN [R]NHRAE S DL B B3 5%
Manual operation of more than two control devices at the same time
— X Ex¥#:1E Operation section
[FJ I 42— 52 12 4 Ok AR R A AR N X BU A B I A 2 e &, DN T B, 2B

At the same time, according to a certain logical relationship between the
corresponding operation section within all control devices, such as the
entrance section, process section and exit section

— 428 ¥:{/F  Whole line operation

[FII 4% — B R RIRE R LT A 12 H Bt BN B T2, OB
fth ¥ 4%

At the same time, according to a certain logic operation across the board
for all control equipment, including entrance section, process section, exit
section and other equipment

— g EEH] Full line speed control

BFE: BN XEBSBIEE . SLE 7M. Rk E sl A
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Including: single point moving speed, moving speed, section point of
operation in the whole speed, combined with local move speed

— 425K 71421 Tension control

B TG, GBI EEMKIARK i

Including: uncoiling, coiling, looper and Bridle roll tension control

—4 2R 74| Whole line sequence control

BAE: AR HRENL, FEEIToS TR, BB, REAE, 22
LS 5 4 28

Including: line of AC motor, brake motor, proximity switch, limit switch,
solenoid valve, air valve, AC motor in line chain

—E BN B 5 H] Looper position control

HEARSTAENEREE, HRFEEERULANFTALDBE, T2 O
Bok

When the looper is in steady state, the sleeve quantity is constant, and
the inlet section, process section and outlet section speed are adjusted
automatically according to the change of the sleeve quantity

— I GBI BT

Calculation of coiling diameter of uncoiling coiler

5.2.5 w4 TR L4

5.2.5. Cable and other engineering
5.25.1 w4 T4

5.2.5.1. Cable engineering

T FL AR PR AR R, 42 ) P R TR AR FL . — IR S 5 1 Rl %)
PRGBS R ARAE 53 AR RL 53 BE 5 I B Bl R A M FL . (GR FL YR Fe 4k 4%
il PR o 0T A i PR A vy DX A P 4 a2 P T v T Y R G

All cables are made of copper core cable, control cable with soft copper
core cable. General instrument signal are used for control of shielded cable;
screen or screen cable compensation thermocouple signal selects the
corresponding semaphore. Instrument power cable selection control cable. In

the environment of high temperature region of the cable made of high
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temperature resistant cable.

RSB ] AL BEBETE O E Oy 3, RS TR, mYiEIE. Bl
AN FLE AR SR A R BELR A R M SR B S O, M L TE AT L 4 7 5 i 7 1
LK 2 s . MR b A SRR RIS, B BEAE AN [R]85 i B BICBOR B i 2K
BELR 55 BJ5 K $ it o

The cable laying is mainly laid by the cable tunnel. The flame retardant
cable bridge or bracket is mainly used in the basement, cable tunnel, cable
trench and other structures of the electrical room, and the cable is laid
through the cable tunnel and the cable trench to the equipment cable. According
to the relevant codes and regulations in China, the cable laying in different
places to take the necessary fire retardant and fire prevention measures.

ASC3R 55 HEL ERL 5 ) S MR A T 3 70 A 15 0 AT B B P 5 R 5 8 BB B HR
BT OR, R N2 AR rE B AR i X M AR, R HELSE 2 B XK ] F s . W
25 27 A SOBOCR T WO S8, WL 100 Y e R B 2 A

The laying of weak cable for instrument is based on the distribution of
cable in site and the field environment. The cable laying frame is adopted
in the area where the cable is concentrated, and the cable laying is adopted
in the area where the cable is dispersed. The laying of the cable through the
pipe should be laid on the ground or concealed, and the cable box or the junction

box shall be set as the case is concerned.
6. H%
6. Fire control

THBT RGO KRR E TR KPIER 7T N

Fire alarm and fire extinguishing fire system consists of two parts.

WhlE. FE. FERIESERS KRS KkEE. P-4,

The painting machine room, the main control room and the main operating
room are equipped with fire extinguishing equipment: fire extinguishers and

fire barrels... etc.

WL B, EREERE KK ASRE RS
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Automatic alarm system for coating machine room, main control room, the

main operating room setting fire.

HBTHEE T g% &

Fire fighting shall be taken into consideration by buyers.

7. DHANR

7. Public auxiliary medium

7.1.
7.1.

7.2.
7.2.

7.3.
7.3.

7.4.
7.4.

K

Purification of water

5% (conductivity) : <10 1 s/cm;
PHfH: 6.5—7;

Wi (flow) :  3t/h

PETFE K

circulating water

B Total hardness (Ca+tMg) : <<16dh;
PH{E: 6~8.7;

2 VFY) Suspended solids (HK) 20mg/1;
IR temperature: K 33°C.

Jis flow 80t/h

BEHEZEA

compressed air

J& 7] pressure: 0.4~0. 6MPa

INEJEE ambient temperature (max. 40°C)
g o, oK. JRBEARSR B ACGR R
Quality: instrument gas with no oil, no water and no soli
Ve flow: K 3.5 Nm3/min

B
power supply

HE: &E: 10KV/6KV, 3 #H.
K E: 380V, A +10%, 3 #H.
AHBh: 220V, A E10%, FAAH.

d impurities
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Voltage: high voltage: 10KV/6KV, 3 phase.
Low pressure: 380V, AC + 10%, 3 phase.
Auxiliary: 220V, AC + 10%, single phase.

8. ARBLE
8. Staffing

AP IR O = BRI AR, BTN —PE], AT AR A 8 /N, 24 /N ASTE]

HHEAK
J 7 m B & AR A1t R RE
1 2 3

1 % Ja] 4% 1 1
2 BAET 10 10 10 30
3 s, €L 4 4
4 g, Rk 2 2 2 6
5 HEAR 5 5 5 15

&t 56

9.HRIEIREERS:
9.Technical training and after sales service:

BORENANE: sRIEH] RWOEE . N DBEER. TZBAEH. OBz
sl B iEEl. PLC DA SR A8 KT .

Technical training content: tension control, variable frequency speed
control, entrance control, process control, export control, coating furnace
control, curing furnace control, PLC password password transfer to the buyer.

BEJEHRS: After—sale service:

(1) AfPEishe 1 FERRIPAN S IR E RN, L7 R B i, i
fE (HBEERIND

When the quality of the equipment runs within 1 years, the seller will
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repair and replace the parts (except vulnerable parts) free of charge.

(2) M 1 AEmE, 205 ATt R A F AR R I BISIR RS (B HsE
Ji it

Over 1 years, the seller is responsible for providing spare parts drawings
and on—-site guidance services; (the cost is responsible for the buyer)

(3) MBLEHARIME, SLJ7 7 oiBSE T 20 J R b Bh R H 5ot ImiE

Running a bad phenomenon, the seller is responsible for helping the buyer

to analyze the reasons and put forward the improvement measures of assistance.
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Annex | Personnel dispatch from both sides

1. ZHANRKIRE

Dispatch of Party B personnel
L1 ZI7 NRRE

Dispatch of Party B personnel

NSEIE FIRIREAT, L7 IRER BRER . AR AIAN &R B AR N 53 3] H
Ji R L) AT AR H A BT AR RS

In order to achieve the successful performance of the contract, Party
Bwill send skilled, healthy and qualified technicians to the contract factory
of Party A for project management and technical services.

1.2 LITHEARN AR L 55

The task and duty of the technical personnel of Party B
1.2.1 ZI5fdRE — B EARN OB AR, HIH 2. T H 2 BRI & RV
Bl PN RS B AR T A BRI S5, IF 5 W5 Il AR AT 38 0 & A R W R A o
A R A A RN AR 1]

Party B will appoint a technician to be the general representative of the
site, that is, the project manager. The project manager will provide the total
project management and technical services in the contract scope, and cooperate
with the general representative of Party A to solve the technical and work
problems related to the contract.

1. 2.2 475 WHZPENACER 27 HAH R N SR BRIk 55 F 04T & [R) Y T P9 2 H
LT R, B Rk BRAE. BTk, geIP AR ISR TS5 A0
%

Party B’ s project manager shall provide technical services to Party
members on behalf of Party B, and carry out tasks and obligations related to
installation, equipment assessment, commissioning, operation, production

methods, maintenance and training, etc., which shall be completed by Party
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B within the scope of contract.

1.2.3 ZITMBARN RN VEAERSOR SR Bt T2RREE ., #IETM. westt
BE~ AT JTVR A SR A T3 $35 Jt LA TR R Ry PR 77 52 1) 5 R TR Y 3R ]

&
o

The technical personnel of Party B shall explain in detail the technical
documents, drawings, process flow charts, operation manuals, equipment
performance, analysis methods and related preventive measures, and answer and
solve the technical problems within the scope of the contract put forward by
Party A.

1.3 TARBRAA T AR

Working contact and working system

RIS TR, 7 H S HEHLG Rk N, &t AR &R a
T3 AR AH I T 22 e N A SR o

According to the progress of the project, the project manager of the second
party will organize the designers, equipment manufacturers, and the
construction and installation personnel to be stationed at the scene.
L4 fEzde. WIk%E, PalEWE, WPk R 7B N o BELLT WA

During the installation, cold test and hot test, Party A will provide the
following contents to Party B's site personnel:

K7 DT G AR SRR AR IR AT 2 S AE [ A1 1) ) £ 1 45 2
BB e R T o = AN =57 I 7 B )£ DAy R a s o/ P

Buyer is responsible for Seller installation of the visas of the debugger,
the cost of round—trip traffic and the cost of accommodation during the period
of the foreign period. Foreign required during installation and debugging
tools, supplies, auxiliary by the Buyer responsible for.
2~ H5 A\ RHURE

Dispatch of party a personnel
2.1 WIHHARNGHIIRE
The dispatch of technical personnel of Buyer

HTR RIRA BCRENT BRI AN S A% O EOR N S R B B4R, B S
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Buyer will appoint skilled, healthy and qualified technicians to be the
general representative of Buyer’ s site, that is, the project manager of Buyer.
2.2 WITHEARNRHAES M LS5

The task and duty of the technical personnel of Buyer
2.2.1 R IUH 2 BAGE A7 TR S IRIERA, 5 i a3k (MHEE%
H) HATIEAGIE, IEEIRAE KRG R RSORAM TR R, SERBET TR H e
H

Buyer’ s project manager represents Buyer’ s right to work as chief engineer,
and works with Seller chief representative (Project Manager) to negotiate and
solve technical and work related problems in contract, and jointly manage

project management.

2.2. 2 ABTA . X007 R W7 i T2 N R (A OC &, AR R R ik
7o

It is responsible for coordinating the relationship between Buyer and
Seller and by Buyer in charge of the construction and installation personnel,
so that the project will be carried out smoothly.
2. 2. 3 TAEHE LG OL, W5 0 H S B A A6 o8 TR syt
T .

In accordance with the progress of the project, the project manager of

Buyer will organize the technical personnel of the project to the site.
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Annex 2 Responsibility of both parties
1 LW
Responsibility of Buyer

L1 K MaTR L] Wit @it MOt TR IR rE . e msn: XK. B X
A WEEREWA A TR AT 207 RO HE ST BRI IR T f 5T

Buyer is responsible for the correctness and integrity of factory design,
civil design and construction, and is responsible for the quality of water,
electricity, wind, gas, oil and other energy media. Seller is responsible for
the correctness of the civil design task book
SKITR AL TT LT 2B B 23, Wi N SATC & RAL 4% 1) 22 256 o

1.2
1DTi A B

%ﬁ

Buyer shall be responsible for inspection and supervision of the
organization, coordination, staffing and installation quality of the
equipment at the stage of installation of the factory of Buyer.

1.3 SEHASUEAR LI IRBE R EAR. BORHA S =59 1l
Buyer is responsible for not spreading the drawings and information
provided by the seller to the third party.
1.4 SKT7 BRI S5 AE VE AR BT I TR] it 1) ) L
Buyer shall answer the questions raised by Seller during the period of
detailed design.
1.5 SEJ7 MR SETT R EER R PR . IR . RSO RS SR A
BRI AR IE R 5 SCA
Buyer shall provide Seller with documents such as receipt of receipt,
commissioning report, acceptance report, confirmation letter of accounts
receivable settlement, contact letter and so on.
1.6 F 7 B BT 7 B ARAE el ad B 300 H 3 3R SE 1% 47 97
Buyer shall be responsible for the significant delay in the project due

to the revision of Buyer’ s drawings.

% 65 T L 67 W



L7 WA THEAR 25 et gt BURMR 28 =059 1

Buyer is responsible for not spreading the drawings and information
provided by Seller to the third party.
2 ZIHHITHE

The responsibility of Seller
2.1 IS RIESR, #EILmieE. AR, ot LT 250k .

Seller shall prepare basic data, basic design, detailed design and
process data in accordance with the requirements of the contract.
2.2 ZITMEFVEE A B RIERTE . SRS SRR T IR
AV LR AN B A A F I B (S FOT R R ) S = . iR s v, ey
KRR 5~ 7K HAEPTA A RSO R BT ZORANIE AR ) fIEmPE . 5e%
P57

Seller is responsible for the equipment within the scope of the contract

is correct, complete and advanced, applicability, and equipment between
pipelines and equipment foundation design (supply Buyer workshop operation
room, electrical room and other construction materials, provide the buyer,
workshop workshop, water and electricity, the auxiliary facilities design the
basic requirements and data) is responsible for the correctness and integrity.
2.3 LU NMAE SR ZE I SR ALY S AR T2, BT A T A HOR TR A IRk
%, BT ER TAE.

Seller shall provide the production process of the typical product in the
load test, and be responsible for the installation of technical guidance and
service, and responsible for the commissioning.

2.4 R N GENRA G TERD , ARG MR, 2776 5E
EEEIPY, FUAEE, Wl T SE05 A 2 g AR s, A I S P B Ak PR
(CRABRT 5D .

During the period of equipment warranty (after entering the trial
production within 1 years), if the equipment itself fails, Seller has the
responsibility to rush to the scene and deal with it. If the equipment fault

is caused by improper use of the buyer, it is also responsible for timely
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assistance.
2.5 L7 Wh2ndi BN e 52 B BAAE e A A TR SR AL 3 28 SR BT 2 ) .75 & TRl B
FEl N BB & s RN R S & A8 B A 5 o

Seller must complete all the equipment within the scope of the supply of

'El

the Seller’s contract as stipulated in the contract and deliver the contract
according to the prescribed delivery date, and is responsible for the delivery

period of the supply equipment.
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