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Sheet Extrusion Line
by Steel Belt System
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This is a new version of CTE's steel belt type sheet extrusion line(developed earlier in 1994) which has been well reputed
for the high clarity PP sheet and intended for high glossy mirror surface and high accuracy of the sheet.
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This offers the advantages same as those of CTE's conventional lines as follows.

1. FENSRHIRTANZAA High glossy and smooth surface
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The sheet is pressed by the mirror polished roll (main roll) and mirror belt which is travelling along the roll surface to I
give high gloss and surface smoothness.

2. B~ b,E#EEE LI Transfer of mirror-like surface to thin-gauge sheet
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The roll to press the mirror belt to the main roll is covered with rubber, so flexibility is given to the press section.
This has made it possible to transfer the mirror-polished surface to the thin-gauge sheet of 0.1mm,

3. —=bEREAEE Easy adjustment of sheet thickness
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The sheet thickness is adjustable without adjusting the roll gap, but only the take-up speed is adjusted.

This shortens the time required by thickness adjustment.

4. 15 LIFETEIAELY Shorter time for operation start
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The troublesome roll gap adjustment and sheet surface smoothness adjustment are no longer necessary.
Therefore the preparation time before operation start is shortened (about 10 - 15 min).

5. PPy ~hOBBHE DS Higher clarity of PP sheet
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The mirror-polished PP sheet by the mirror roll and mirror belt is quickly cooled in the water tank before completely solidified,
thus the clarity is remarkably improved.

6. BlEOELERPP Y —b Stiffness given to clear PP sheet
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The clear PP sheet rapidly cooling bath is still soft. If stiffness is required, it will be recovered by reheating the sheet in an annealing equipment.

7. —=bOHTLAMEEHEICHRTSE Sheet pressing time is eastly adjusted
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The press-down roll (push roll) may be moved as desired during the sheet extrusion, so the pressing time may be adjusted according to the
plastics material.
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In addition to these advantages above, the newly developed equipment offers the following advantages. BB" tvpe Sheet take-un unit area (1 st COOllng)

8. AV FFVANES Easy maintenance r
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As compared with the conventional steel belt type sheet extrusion line, the belt exchanging can be done with the less number of attendants and in
a shorter time.

Cooling bath area
(2nd cooling)
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9. HAN—2A Space saving
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Compact design of the belt type sheet take-up unit.
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10. (B3 Ak Low cost
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Not to mention about the cost reduction in the manufacture of the equipment, the cost of belt, an expendable item, and other running costs, such

as the belt exchanging cost and power consumption can be reduced. \_ °°°""9 S _ )




FIFTHR Major specifications

R Extruder Model IPE-65, IPE-90
TEIS (18 T-die width 850 mm, 1,250 mm
~NJUME  Belt width 800 mm, 1,200 mm
EBURE  Take-up speed 0 - 20 m/min -
Y—hiE  Sheet width 650 mm, 1,050 mm
Y—hKE  Sheet thickness 0.1 mm -

HHE Extrusion output 200 kg/hr (IPE-90)
EXB=E  Electric capacity 310 kW (IPE-90)
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Roll temperature controller
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