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Diagnosis of Coating Deviation in Continuous Galvanizing Line
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Abstract

In continuous galvanizing process, the mass of zinc deposited and its distribution are controlled by
the air pressure, effective distance from the air knife nozzle to the steel strip surface and line speed.
Coating defects are resulted from the unbalance of these control factors and the inaccuracy of coating
equipments. This paper investigates the main cause of coating deviation and a new air knife system
for control of coating thickness was developed. We investigate dynamic pressure variation by air
knife types. It is found that the coating deviation is caused by the unbalance of dynamic pressure,
the irregularity of strip position, and the strip vibration. Formulating a useful coating model by
using present working condition, an optimal working condition is suggested. The productivity and

coating quality are improved by applying the result of this research at the shop floor.

lz A4 dH
V : Strip speed(im/min)

P : Dynamic pressure (Kpa) £ : Friction loss coefficient

D : Distance between strip and nozzle (mm) D/S : Drive Side

F : Air momentum (Kpa) ¢t : Time(sec)

W, : Initial coated zinc amount (g/m?) W/S : Work Side

K,, K1~K4 : Contants W : Taret zinc coating amount (g/m?)
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Fig. 2 Cartesian coordinates
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