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I. Technical Data

TECHNICAL DATA

Coating substrate
Substrate thickness
Substrate width

Micro-gravure coating fluid

Slot-die coating fluid

Solvent type

Roll face width

Machine speed

Max. unwind / rewind diameter
Air-expanding shafts
Oven length

Oven temperatures

Heating method
Coating method
Web travel direction
Unwind tension
Rewind tension
Tension control
Power supply

Total machine power
Air pressure

Machine body color

PET
1st unwind 12—150 pm; 2nd unwind 6—150 um; rewind 12—250 uym
Max. 1600 mm

Micro-gravure roll diameter ®80; solid content approx. 1-3%; coating weight approx. 8
g/m? wet; viscosity 300 cps; 60 kg/hr

Solid content approx. 25-50%; coating weight approx. 45-90 g/m? wet; 120 kg/hr;
viscosity 10000 CPS

Mixture of MEK (methyl ethyl ketone) + toluene + ethyl acetate + n-heptane + water +
IPA + D120# solvent oil, etc.

1700 mm (all non-driven idler rolls use oil-bath type)

100 m/min; normal production speed 10—100 m/min (working speed depends on
micro-gravure roll diameter, substrate width, thickness, rewind diameter, substrate
scratches, and operator skill)

Unwind max. 800 mm; rewind max. 800 mm
7 x 6-inch air-expanding shafts for the complete line
Total 30 m — 5 m/zone x 2 (roll-support type) + 5 m/zone x 4 (floating oven)

Roll-support: No.1 oven Max 90 °C, approx. 100% exhaust, discharge air speed Max 8
m/sec; No.2 oven Max 130 °C, approx. 100% exhaust, discharge air speed Max 12
m/sec.

Floating: No.3 oven Max 160 °C, approx. 100% exhaust, discharge air speed Max 15
m/sec; No.4 oven Max 180 °C, approx. 20% exhaust, discharge air speed Max 15
m/sec; No.5 oven Max 180 °C, approx. 10% exhaust, discharge air speed Max 15
m/sec; No.6 oven Max 140 °C, approx. 10% exhaust, discharge air speed Max 15
m/sec.

Thermal ol

Micro-gravure / slot-die

TBD / subject to final design drawings

5-30 kgf / full web width

6-30 kgf / full web width

Dancer roll + sensor dual closed-loop control
380V -50Hz-3P

TBD / subject to final design drawings

5 kg/cm? (Max. 7 kg/cm?)

Blue (imported paint, model TBD). The machine is first evenly primed once with anti-
rust paint, then sprayed once with the above standard-color epoxy resin; electrical
cabinets in white.



Main steel frame Rectangular steel (200x200%x8 mm, 250x250%x10 mm); the equipment is installed in a
Class 10,000 (/3%k) cleanroom.

Overall dimensions TBD / subject to final design drawings

Process flow (slot-die) 1st unwind — corona — dedusting — infeed traction — micro-gravure — vacuum
suction roll — 30 m drying oven — web guiding — lamination — CCD / thickness
inspection (reserved) — accumulator — outfeed traction — rewind; traction 2nd
unwind.

II. Machine Description
MACHINE DESCRIPTION

® 1st unwind unit — one set

® Corona unit — one set

® Double-sided contact dedusting device — three sets
® Infeed traction unit — one set

® Micro-gravure coating unit — one set

® Slot-die coating unit — one set

® Vacuum suction roll — one set

® Drying oven — 6 sections, 30 m total

® Qven-outlet web guiding — one set

® 2nd unwind unit — one set

® | amination unit — one set

® CCD/ thickness inspection — reserved position
® Accumulator + traction unit — one set

® Rewind unit — one set

® Electrical control system — one set

® Concentration alarm — two sets

® Static eliminator — five sets



II1. Detailed Descriptions

DETAIL SPECIFICATION

1. Unwind Unit

® Motorized turret-type dual-station with automatic positioning; independent driven (active) unwinding for both unwind shafts

® Safety-chuck structure, designed for easy loading with clearance considered. Substrate left/right adjustment: manual
operation, handwheel adjustment +15 mm, correcting lateral deviation during core mounting

® Tension control method: dual closed-loop speed control mode

® Dancer-roll speed synchronization control; the potentiometer feeds the detected signal to the PLC, which controls the bus-
type motor speed

® PLC + low-friction cylinder + electric proportional valve closed-loop tension regulation, with tension value shown on the
display

® Tension: adjustable set range 5-30 kg, constant tension control, tension control accuracy +0.15 kg / full web width
® (During roll-change cutting, tension fluctuation is within £10% and returns to normal set tension within 5 seconds)
® Automatic roll-change alarm; the new roll is automatically driven in sync with the main machine

® Two selectable splicing modes, auto / manual; roll change completes automatically after the set length or roll diameter is
reached

® Equipped with a main touch screen; all fault alarms are displayed and can be reset / cleared

® Automatic tension feedback system specification:

® Roll core width 1600 mm

® Max. unwind diameter ®800 mm

® Unwind motor: Siemens + ENCODER + FAN, with Yaskawa vector inverter controller

® Turret rotating speed 1 r/min

® Turret drive motor AC 1.5 kW

® Unwind uses an integrated ultrasonic web-guiding system; left/right travel £75 mm, guiding accuracy 1 mm
® Features:

® Upper/lower serrated blade (blade structure to be finally confirmed, anti-rust treated) for automatic non-stop roll change; can
cut PET film up to 150 ym. Saves time and improves efficiency

® The cutting blade is fitted with a safety pin to prevent it from dropping

® Active (driven) unwinding delivers stable output at both low and high speed, with high tension control accuracy
® Floating-roll + sensor tension detection feedback, with fast and accurate tension adjustment

® Automatic turret indexing and positioning, with an emergency release function

® Independent unwind tower benefits overall machine stability

® |ntegrated web-guiding device; the guiding base runs on linear guides

® Drive motor is built-in type; a ®100 exhaust port is reserved on top of the electrical cabinet — all drive covers hereafter use
the same method
I 2. Corona Unit

® Schumann double-sided corona device, stainless-steel electrodes, speed 100 m/min, dyne value above 54

® Provides the corona support frame and corresponding idler rolls and auxiliary facilities



Imported explosion-proof static eliminator installed after the corona

The unit position is fitted with a stainless-steel protective cover

I 3. Double-Sided Dedusting Device

Double-sided contact dedusting, flip-over structure
The tack rolls are made of imported Japanese silicone rubber
The dedusting device is located after the corona machine and before the infeed traction

One set each after the 1st unwind, after the 2nd unwind, and before the rewind

4. Infeed Traction Unit

Structure: two-roll nip type, active traction
Drive: Siemens inverter motor drive, Yaskawa inverter control

PLC + low-friction cylinder + electric proportional valve closed-loop tension regulation, with tension value shown on the
display

Tension control method: closed-loop speed control mode

Speed synchronization control; the sensor feeds the detected signal to the PLC, which controls the bus-type motor speed
PLC + sensor, tension value shown on the display

Traction roll: chrome-plated steel roll

Rubber pressure roll: RTV material (surface resistance 10°-10° Q), Shore A80+2°, with the rubber-coated face toward the
steel-roll face

Rubber-roll pressing: cylinder pressing, with independent pressure regulating valves on both sides

No wrinkles are produced during nipping; in case of nipping abnormality, the pressure roll can be manually opened/closed
freely

Precisely adjustable pressure-roll gap structure, effectively solving one-sided slack/tightness of the substrate
A guard and an emergency pull-cord switch are installed at the nip inlet to ensure personal safety

Large upright-panel structure ensures overall running stability

I 5. Micro-Gravure Coating Unit (1 set)

Micro-gravure coating unit — one set

I 6. Slot-Die Coating Unit

Coating method: slot-die coating
Die head: supplied by the Buyer (the Supplier designs based on the overall dimensions provided by the Buyer)
Composition: backing roll, drive system, positioning device, negative-pressure chamber, glue pan, idler rolls, etc.

Coating backing roll size: [specific backing-roll size TBD]; surface hard-chrome plated and mirror-polished Rz < 0.2 u;
straightness and cylindricity error less than 0.003 mm

The coating backing roll is driven by a dedicated servo motor, with high-precision adjustable speed

Slot gap adjustment mechanism: the coating die head is mounted on a precision coating-head slide, which is driven by a
cylinder. The gap between die head and backing roll is adjusted by a precision reduction handwheel, with adjustment down
to micron level (with Mitutoyo digital display) (structure to be confirmed)

The 2 aluminum idler rolls before and after coating are both mirror-finish aluminum + hard-chrome plated



All part surfaces are nickel- or chrome-plated, unpainted, resistant to solvent-evaporation environment

This unit has an independent touch screen; the coating-roll speed can also stay synchronized with the main line speed and
can display main-machine line speed, coating-roll speed, etc. (details to be agreed by both parties)

Equipped with a gap doctor-blade (2kJJ) mechanism

Adjustment rolls are provided before and after coating to compensate for uneven tension at both film edges caused by film
thickness variation

Coating glue pan: a stainless-steel drip tray of SU304 stainless steel is fitted underneath
The feed system is supplied by the Buyer
Equipped with a negative-pressure chamber + coating-roll back wiping mechanism

Lifting tooling is provided for convenient later maintenance

~. Vacuum Suction Roll

The vacuum suction roll is driven by an independent motor, synchronized with the main machine
The suction roll is installed at the oven inlet (with pressure gauge)

Adjustable vacuum degree, with vacuum pump

Used together with micro-reverse coating

Suction roll: diameter 204 mm, effective width 1600 mm (fixed structure)

The exhaust duct is connected with rigid pipe to prevent deformation

8. Drying Oven [6 sections / 30 m, Japan Inoue structural design]
Drying device type: roll-support (zones 1-2) + floating (zones 3-6)

Length: 5 m/zone x 6 zones = 30 m

Heating method: thermal oil

Oven opening method: side-opening door

Oven temperatures — Roll-support: No.1 oven Max 90 °C, approx. 100% exhaust, discharge air speed Max 8 m/sec; No.2
oven Max 130 °C, approx. 100% exhaust, discharge air speed Max 12 m/sec

Floating: No.3 oven Max 160 °C, approx. 100% exhaust, discharge air speed Max 15 m/sec; No.4 oven Max 180 °C, approx.
20% exhaust, discharge air speed Max 15 m/sec; No.5 oven Max 180 °C, approx. 10% exhaust, discharge air speed Max
15 m/sec; No.6 oven Max 140 °C, approx. 10% exhaust, discharge air speed Max 15 m/sec

The oven body is fitted with explosion-relief ports

Roll-support oven structure; idler rolls are chrome-plated steel rolls of integrally welded construction, surface finish Rz < 1.6
u

Idler-roll drive bearing mounting diameter is 40 mm; drive is by synchronous belt

Roll-support oven nozzle type: air-knife / grid type selectable, width 1700 mm

Number of roll-support air nozzles: 19 (nozzle numbers engraved)

Nozzle opening material TBD: SUS304, thickness 2 mm

Nozzle pitch: 250 mm; nozzles are easy to remove

Nozzle slot accuracy +0.5 mm; nozzle slot width TBD; roll-support oven nozzles differ from floating nozzles

Oven inner-layer material: 304 stainless steel. Oven insulation-layer material: insulation thickness 100 mm; special
insulation structure ensures oven-body thermal insulation



With over-temperature alarm protection and audible/visual over-temperature alarm function
Floating nozzles: upper nozzle — double-slot outlet; lower nozzle — double-slot outlet

Floating nozzle width: upper nozzle 1700 mm, lower nozzle 1700 mm (nozzle opening +0.5 mm)
Number of floating nozzles: upper 11, lower 11 (nozzle numbers engraved)

Floating nozzle pitch: upper 400 mm, lower 400 mm

Floating nozzle material: SUS304; nozzles are easy to remove

Oven inner-layer material: 304 stainless steel

Oven insulation-layer material: insulation thickness 100 mm; special insulation structure ensures oven-body thermal

insulation

With over-temperature alarm protection and audible/visual over-temperature alarm function
Drying supply fan: inverter controlled

Exhaust fan: inverter controlled

Hot-air recirculation: recirculation air volume is regulated by dampers; the difference between supply and exhaust of each
oven section is the internal recirculation of that section

Exhaust and recirculation air are designed not to suck the film, ensuring the film runs smoothly
Oven temperature controller accuracy: +2 °C

The joints between oven sections are sealed with an embedded high-temperature-resistant silicone-strip structure,
connected by joint plates with bolt-preload construction

The heating section uses an integrated upright frame, reserving space for maintenance and routine inspection
A high-temperature-resistant concentration alarm is installed in zones 1 and 2

Three-stage supply-air filtration; the Supplier provides high-efficiency filters (filtration grade F9, 99.9% filtration of 0.5 pm);
the oven-body section requires Class 100 cleanliness

Nozzles are modular in design to ensure straightness of the nozzle slot and easy removal
The nozzles at the film oven-inlet and oven-outlet are angled toward the inside of the oven to prevent hot-air overflow

The static-pressure chamber and lower oven are easy to clean; the upper body is movable, accurately positioned with high
repeat-positioning accuracy, using a pneumatic lifting mechanism

Oven idler-roll bearings are high-temperature-resistant oil-free bearings

The oven is fitted with static-pressure-chamber pressure gauges, oven differential-pressure gauges, and filter differential-
pressure gauges

The oven interior uses a clean box specially suited to optical-grade material coating; internal weld seams are continuous
welds for easy cleaning

Each oven section has a rectangular observation window
The oven-inlet gap is adjustable to prevent excessive air leakage; the film-threading gap between boxes is 120 mm

The full set of ducting uses 1.5 mm material to ensure pipe strength. All duct insulation is made later by the customer; the
ducts consider cleanliness requirements and are entirely SUS304 stainless steel

A 2 m-long cooling zone is provided at the oven tail, roll-support structure, room-temperature cooling (supply air fitted with
high-efficiency filter)

I 9. Oven-Outlet Web Guiding

Single-axis web-guiding device with ultrasonic sensor



The oven-outlet guiding roll is a rubber roll, rubber hardness 55-60 degrees

Guiding travel £75 mm

10. 2nd Unwind Unit

Bottom-cutter splicing; other parameters are the same as the 1st unwind

11. Lamination Unit

Structure: three-roll lamination structure, steel roll matched with rubber roll
Drive control: Siemens inverter motor, independent drive control
Pressure-roll engagement/disengagement: pneumatically controlled

Rubber-roll position adjustment: special pressure-roll gap adjustment structure, effectively avoiding web wrinkling caused by
one-sided substrate slack/tightness and thermal expansion/contraction

Lamination roll: high-precision chrome-plated steel roll, runout < 0.03 mm, surface circulation structure

Pressure roll: hardness Shore A70-A75, RTV material

Lamination-roll pressure: adjustable (independent precision regulating valves on both sides)

Tension control method: closed-loop speed control mode

Speed synchronization control; the sensor feeds the detected signal to the PLC, which controls the bus-type motor speed
PLC + sensor, tension value shown on the display

The Supplier reserves a cooling-roll interface; the associated pipe connections, etc., are the Buyer's responsibility
Equipped with a dial-gauge display function for precise adjustment of the pressure-roll gap

Adjustment rolls are provided before and after lamination, mirror-finish aluminum + hard-chrome plated

A guard and an emergency pull-cord switch are installed at the nip inlet to ensure personal safety

Large upright-panel structure ensures overall running stability

A 2nd-unwind traction function is provided, suited to lamination of 6 um thin material

High-precision traction chrome-plated steel roll + RTV rubber roll

PLC + sensor, tension value shown on the display

Siemens inverter motor independent drive control, closed-loop speed control

12. CCD / Thickness Inspection (reserved mounting position)

CCD / thickness inspection — reserved mounting position

13. Accumulator + Traction Unit

Accumulator motor: inverter motor 4 W (encoder speed feedback), current-vector inverter with feedback card, closed-loop
control

Gear reducer transmits torque; accumulation length 30 m (subject to final design)
With power-loss locking to prevent slip-down
Linear-guide alignment; front and rear ball screws move up/down synchronously

During accumulation, tension and speed are stable with small fluctuation, ensuring the material is free of wrinkles and
scratches

Meets zero-speed rewind and non-stop splicing at 75 m/min production speed



The entire accumulator section is an enclosed structure with observation windows on both sides
Structure: active traction

Traction roll: 200 mm, hard-chrome plated surface

Drive control: inverter motor independent drive, closed-loop control with rotary encoder

Rubber pressure roll: RTV material, Shore A80+2°

Pressure-roll pressing: cylinder pressing

Tension control method: dual closed-loop speed control mode

Dancer-roll speed synchronization control; the potentiometer feeds the detected signal to the PLC, which controls the bus-
type motor speed

PLC + low-friction cylinder + electric proportional valve closed-loop tension regulation, with tension value shown on the
display

Tension control accuracy: set by a precision pressure-regulating valve, +0.15 kgf / full web width
A guard and an emergency pull-cord switch are installed at the nip inlet to ensure personal safety
Large upright-panel structure ensures overall running stability

An observation light box is provided at the rewind for real-time observation of the coating effect, located above the traction

wall panel

14. Rewind Unit

Structure: safety-chuck structure, designed for easy loading; the roll-stand rotation reducer has a brake
3-inch / 6-inch air-expanding shafts

Rewind method: forward (surface) winding

Substrate left/right adjustment: adjustment range +15 mm

Max. rewind diameter: 800 mm

Drive: Siemens vector inverter motor with rotary encoder; Yaskawa vector inverter closed-loop control
Tension control range: 6—-30 kgf / full web width

Tension control method: dual closed-loop speed control mode

Dancer-roll speed synchronization control; the potentiometer feeds the detected signal to the PLC, which controls the bus-
type motor speed

PLC + low-friction cylinder + electric proportional valve closed-loop tension regulation, with tension value shown on the
display

Tension control accuracy: £0.15 kgf / full web width
Rewind tension taper range: 0%—50%
Rewind taper tension is set from the HMI and controlled by an SMC electro-pneumatic proportional valve

Tension setting: tension can be set both automatically and manually; the manual mode is set by a precision pressure-
regulating valve, the automatic mode is set from the HMI with electro-pneumatic proportional valve output, achieving taper
rewind tension

The complete rewind can be manually offset left/right for adjustment

Flat-push pressure-roll design, independent motor drive control, working mode contact/gap selectable (pressure-roll surface
resistance 10%-° Q), pressure-roll motion via ball screw, speed taper range adjustable

Equipped with 2 sets of swing-arm counterweight rewind pressure rolls for thin-material rewinding



® Upper flying blade (blade structure to be finally confirmed, anti-rust treated) for zero-speed splicing, with smoothing function
to prevent tube-bottom wrinkling. The coated face is on the inside of the roll

® Two selectable splicing modes, auto / manual; roll change completes automatically after the set length or roll diameter is
reached

® The cutting blade is fitted with a safety pin to prevent it from dropping
® Rewind guiding can be set to swing £5 mm left/right

® Rewind end-face deviation +1 mm

15. Whole-Machine Static Elimination

® Key locations: high-efficiency static eliminators of the Miki (Z2£) brand are installed, 5 sets in total for the whole machine
(explosion-proof type at the coating head, static-elimination fan before the rewind, active-discharge type + static-elimination
brush at other locations; specific installation positions TBD)

I 16. Safety Protection Devices

® Concentration alarm, 2 sets total for the whole machine, NEW COSMOS brand

® Safety guard bars are installed at active pressure rolls such as traction rolls and cooling rolls to prevent the operator's
hands, clothing, and other foreign objects from being drawn into the machine

® Safety guards are installed at all motors to prevent foreign objects from being drawn into the drive components
® Safety guards are installed at the rewind/unwind splicing positions

® Air-pressure loss protection: if supply air and exhaust lose air pressure, the heating pack stops heating, the touch screen
displays it, and the machine alarms

® Air-line under-pressure protection: a pressure switch is installed at the main air source; if the air line loses pressure, the
pressure switch protects the machine air line from sudden pressure loss, the touch screen displays it, and the machine
alarms

17. Stairs and Walkway Treads

® Walkway treads are arranged along the full length on the operation side (all around) of the machine
® Transverse walkway treads are arranged at both ends of the machine

® Handrails and safety guardrails are installed. There is one anti-slip staircase up to the oven at each of the coating head and
tail

® Anti-collision strips must be installed where there is a head-bumping hazard

18. Whole-Machine Color Scheme

® Main body color: blue (imported paint, model TBD); electrical cabinets white
® Safety guards and alarm-device covers: yellow

® Whole-machine control system: centrally controlled by a central controller; dual HMIs set the process parameters and
display each section's tension status in real time to monitor working conditions (parameters in key zones require
authorization to modify)

I 19. List of Main Electrical Control Components

Component Brand / Origin

Inverter motor Siemens / ABB

Inverter Siemens / Yaskawa



Servo motor

Servo driver

Stainless-steel fan

Solvent concentration alarm system

Ultrasonic web guiding

PLC programmable controller

Coating roll / unit idler roll

Touch-screen computer display
Temperature controller

Tension sensor

Low-friction cylinder

Cylinder

Linear guide

Synchronous belt

Precision pressure-regulating valve and gauge

Contactor

Thermal relay

Circuit breaker
Indicator lights, buttons
Bearings

Electro-pneumatic proportional valve

® Main operation interface: at the main operation console, the system control parameters can be set and displayed on the

Siemens / ABB
Siemens / ABB
Domestic famous brand
NEW COSMOS

Bianfu (#548)

Siemens

Media (3E3F) / imported from Korea
Siemens / (PROFACE)
Yamatake (azbil)
Mitsubishi

Fujikura

AirTAC

HIWIN

Continental

SMC

Schneider

Schneider

Schneider

Domestic famous brand
Imported NSK

Japan SMC

touch screen (parameters and fault information can be operated and shown on the screen)



IV. Spare Parts

SPARE PARTS

® Standard toolbox — one set

® Buttons — 5 pcs

® Throttle valve — 1 pc

® Circuit breaker — one pc

® General idler roll — 1 pc

® General idler-roll bearings — 12 pcs

® OQven idler-roll bearings — 2 pcs

® Qven-nozzle silicone seal strips — several pcs

® | amination rubber roll — one pc

V. Machine Evaluation Index
MACHINE EVALUATION INDEX

® Meets the basic technical requirements stipulated in the contract

® Tension accuracy: +0.2 kg (traction / coating section at steady speed)
® Temperature control accuracy: =2 °C

® Rewind edge accuracy: within 2 mm under steady-speed production

® Whole-machine idler rolls of oil-bath design, stainless-steel shaft ends, balance < 15 g, dynamic balance < grade 2.5,
levelness < 0.05 mm/m

® Parallelism between all idler rolls and traction rolls: < 0.05 mm/m

® All active steel rolls, traction rolls, and oven idler rolls in material S45C: surface gloss 0.6, coaxiality < 0.05 mm, levelness <
0.05 mm/m

® Rubber rolls: surface gloss 0.8, static balance < 30 g, dynamic balance < grade 3.2, levelness < 0.05 mm/m

® Unit aluminum-alloy idler rolls: except the 2 idler rolls before/after the coating-lamination inlet and outlet, other locations are
HV700 hard-anodized

® The whole-machine anti-static rubber rolls do not lose color or shed powder when wiped with a white cloth

® No blackened parts on the whole machine (except drive parts and oven body); the whole machine uses stainless-steel
screws throughout; machined parts such as idler-roll seats, bearing seats, and swing arms are nickel-plated

® Air-speed error: within the same nozzle £1 m/s, within the same box +1.5 m/s; the dimensional tolerance of the same nozzle
slot is controlled within £0.5 mm

® Oven temperature set to 150 °C, oven-body temperature error: +2°

® Infrared measurement, oven surface temperature < ambient temperature + 20 °C (except at positions without an insulation
interlayer such as doors, windows, and observation windows, other positions are below 50 °C) [the user site must ensure
sufficient ventilation to guarantee air circulation]

® The Buyer confirms the fabrication process at Haoneng (7&8E); the ovens are fabricated according to Haoneng standards
[rock wool, rock board, high-temperature-resistant silicone thermal-bridge partition]
® The oven interior is fully welded in stainless steel with flaw-detection testing; a flaw-detection report is provided

® The rewind / unwind / lamination / slot-die coating units are each provided with a touch screen, 4 sets in total



After the rewind/unwind stands are installed at the user site, the cleanliness work is the customer's responsibility, including
edge-banding stainless steel and prevention of floor wear at the rewind/unwind area

Coating-unit motor explosion-proof grade EG3; the electrical cabinet is of pressurized explosion-proof design
The whole machine is bus-controlled; the drive-motor insulation grade is Class B or above
All signal lines are routed separately; all wires and lines are arranged on the first floor

The main machine is equipped with a power meter with digital display. An additional power meter is provided so that power
consumption can be checked

Main electrical-component labels use acrylic plates to avoid falling off after long-term use

Static value at the equipment's unwind / coating / cooling / rewind < 2 kW (5 sets of imported-brand static eliminators in
total; measurement point is after the static eliminator)

The air lines are uniformly routed with blue air tubes for supply and black air tubes for discharge, for easy management
All wiring uses cold-pressed terminals

The two idler rolls at the film infeed and outfeed of every coating head are chrome-plated aluminum rolls; the two idler rolls
at the cooling-unit infeed and outfeed are also chrome-plated aluminum rolls

The wrap angle of the whole-machine idler rolls ensures no scratching, to be confirmed by the final 3D design

Observation windows are designed at the whole-machine drive locations; the drive covers have observation windows of
acrylic glass for convenient observation of belts, chains, and other drive parts

The whole-machine painted areas are resistant to toluene-solvent wiping without color loss
Whole-machine strength and platform stability are given priority in the design

After assembly and commissioning, markings must be made; each unit is affixed with a stainless-steel web-threading
diagram

The covers of all whole-machine drive motors (with cooling fans) are enclosed type, with a reserved ®100 mm hole for the
user to exhaust independently, maintaining positive pressure to guarantee the cleanliness grade

The web travel between units is designed to be simplified; the design structure should not protrude, to avoid daily-operation
bumping

The film between units is designed to travel on the upper path as much as possible; after lamination the film travels on the
upper path for convenient personnel access

All screws at key locations are anti-loosening treated
Production-line noise: < 70 dB (with the fans isolated)

Line acceleration/deceleration: stable, without vibration or abnormality (during splicing/cutting roll change, tension
fluctuation £10% and returns to normal set tension within 5 seconds)

During normal operation the film surface runs smoothly, with no scratches or scuffing
Documentation to be provided by the manufacturer with delivery and at handover:

Web-threading diagram, foundation diagram, wear-part drawings, equipment manual, electrical schematic (CAD-format
drawings), spare-parts list, maintenance manual, lubricant list, etc.



VI. Scope of Supply

SCOPE OF SUPPLY

Item Details Supplier Buyer Remarks

Foundation work — - o "o" indicates the
responsible party

In-transit transportation — o -

Unloading and moving into ~ — - o
site / positioning

Positioning and installation ~ — o -

Piping work — primary Slurry-feed piping; compressed-air piping (dried, - o Refers to fittings up to

piping filtered, pressure-stabilized), air pressure 0.5 MPa or the machine; connected
above, air consumption 1.5 m?*H; fresh-air piping; to the machine's main
exhaust piping interfaces

Piping work — secondary Slurry-recovery piping; compressed-air piping; o - Refers to fittings inside

piping circulation-air piping; exhaust piping the machine

Electrical work — primary Distribution panel, 380 V, three-phase five-wire; - o

wiring distribution panel ~ this equipment's incoming

terminal block

Electrical work — Wiring between machines; machine to heater; o -
secondary wiring machine to fans

Other — air-conditioning — - o
equipment

Other — raw material coil — - o
for trial run

Other — coil — - o
loading/unloading tools

Other — working- Room temperature 253 °C - °
environment temperature
control
Other — working- Coating-head relative humidity, positive electrode - o
environment humidity RH = 35%; elsewhere < 98%
control
Note: "o" indicates the party responsible for undertaking the work; "-" indicates not applicable. Primary piping refers to fittings up to the

machine (connected to the machine's main interfaces); secondary piping refers to fittings inside the machine.

VII. Layout

LAYOUT

® | ayout drawing (for details, please refer to the attached process flow diagram)

I Technical Note

This document has been visually and typographically optimized based on the original "Precision Coating Technical Parameters"; the technical-
data definitions have not been changed. Power, overall dimensions, web travel direction, and items marked "TBD" are subject to the final

design-confirmation drawings, the technical agreement between both parties, and the contract.



