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COMPLETE LINE

?R PARTS

BLANKING

The material, which can be of
steal, stainiess steel or aluminium
in strips or in coll, is straightened
and led into the AP&T blanking
press.

produce blanks for ends, bodies,
handies, base rings ete.

This blanking line can also ba used
as a cut-to-length line

Blank feeding

The paliated blanks are fed into
the forming operations manuaily or
automatically by APET transferring
systems.

N

FORMING

Forming operatiens are performed
in differant specialized machines,

such as the hydraulic APAT deep

drawing press.

necessary tools for operations
such as drawing, rolling, embossing

DEGREASING

Oil is removed from all the parts by

spraying them with a hot alkaline
solution. Akter baing covered with
this solution, the parts are rinsedin a
finging zone and then transfemred 1o
a drying oven

and coining will be provided by our
experienced tools shop.

The entire degreasing process takes
place in a closed facility that does
not discharge any alkaline polluted
watar.

4
WELDING

The cylindrical vesssl is placed on a
heavy-duty support boom with a
water-cooled backing bar made of
copper. The twa adges to be weided
together are clamped to the backing
bar by a number of clamping fingers
pneumatically operated. Welding is
done from outside only,

A nipple, 2 handle and a base ring
are welded in & machine with a fixed
welding head while the workpiecs is
rotated. The angle of the rotating
axis can ba steplessly adjusted from
horizontal to vertical

Circumfarantial welding can be per-
formed with one or two weiding
heads in the same machine,

The components which make up the
vessel are pneumnatically lockedin a
head- and tailstock manipulator

HEAT
TREATMENT

The welded vessel is heat freated in
@ fumace with or without a protective
gas atmosphare, Different optional
heating systams are available.

PG production

6
TESTING

The vessal is pressure tested for
leaks. A instrument is

connected that automatically fills it
with testing fiuld. After lesting, the
vessel |5 empied by means of com-
pressed air.

The test is a 100 % rellable way of
detecting leaking vessels which then
can easily be removed for repair,

Sophisticated X-ray instruments pro-
vide high resolution examination and
permit exceptional magnification.

This ensures reliable and continuous
inspection of weldad joints.
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SURFACE
TREATMENT

In the ghot blasting maching, the
vessel receives a perfectly clean
surface structure which ensures ex-
cellent adhesion for paint.

ﬁ\ﬁmismd\.ﬂiﬂmﬂﬂ
tha machine can tharefore be posi-
tioned next to the painting station

The vessels are painted slectrostati-
cally using the powder painting tech-
nigus. This is an economical and
reliabie method of painting, which
ensures that the paint will cover the
entire surface. The paint powder is
non-toxic and does not contain any
solvents, Afler painting, the powder
is hardened in a furnace to give an
impact-resistant surface with a high
gloss finish.

8

MATERIALS
HANDLING

Efficient materials handling is an im-
paortant element in all industrial
systems.

ng
tailored to sult each individual plant.
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Tack welding
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Backing condition
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PG Bottle c-line welder
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