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Fig. 1 Process flow chart of shot blasting & primer coating production line
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Fig. 5 Sectional drawing of dip coating plan
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Fig. 7 Shot blasting and primer dip coating common line production
arrangement drawing
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Production Line Design of Shot Blasting & Primer Coating

FANG Yi

(China United Engineering Corporation Limited, Hangzhou 310052, Zhejiang, China)

Abstract:

The production process of casting shot blasting and the process of primer dip coating after shot blasting
are introduced. On this basis, the design is optimized, the transfer process is reduced, and the common line
production is realized. Compared with the traditional separate production mode, it not only improves the
automation level, reduces the labor intensity, but also achieves good economic benefits.
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