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Tikkurila’s logos, photos and other ma-
terial can be searched from our Internet 
image bank. Please visit www.tikkurila.
com\imagebank and use the log-in name 
Tikkurila and password 9945. On the 
website you will fi nd a Quick Guide that 
will help you to continue your search.
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lWhen I started as the new President 
of Tikkurila Coatings Oy, I promised to 
do my best so that we could achieve 
the goals our owners have set for us. 
I believe we have made progress as a 
team, and our excellent working atmos-
phere has also been refl ected on our 
customers. We have a number of fas-
cinating projects in hand, and these will 
bear fruit in the years ahead. We have 
largely concentrated on different kinds 
of UV-cured and water-borne systems 
for both the wood and the metal indus-
try. We are working on a totally new type 
of drying system for UV-cured products 
which promises a wealth of advantages 
to our customers.

During 2004, we also devoted a 
great deal of effort to developing our 
Temaspeed distributor network. In the 
fi rst half of 2005 we will launch an up-
graded Temaspeed concept, including 
new products, new marketing materials
and a goodly training package. We be-
lieve that Temaspeed will cover most 
needs for surface treatment in the wood 
and metal industries.

We will deploy efforts particularly in 
our main market regions of Northern and 
Eastern Europe, Russia and the rest of 
the CIS. However, we also have it in mind 
to export the Temaspeed concept to oth-
er markets. 

In order to focus on our core market 
areas, Northern and Eastern Europe, we 
decided to divest our UK operation at 
the end of 2004. Tikkurila Coatings Ltd 
in West Bromwich was sold to a British 
company, which will continue to devel-
op the Temaspeed concept and act as 
a distributor for Tikkurila Coatings in the 
UK.

In the beginning of 2005, we signed a 
long-term contract with Rohm and Haas 
on supplying powder coatings. Initially 
we will handle distribution in the Nordic 

region, the Baltic countries and the CIS, 
including Russia, with exclusive rights. 

We also have far-reaching plans to 
start the manufacture of powder coat-
ings to enable us to provide for the grow-
ing needs of customers in the eastern 
markets. The products will be given the 
same “dual brand” so that we can make 
the most of Tikkurila’s reputation as the 
best-known paint brand in Russia as well 
as capitalising on the name Rohm and 
Haas has made as one of the world’s 
leading powder coating manufacturers. 

In raw materials, we have strug-
gled with price rises and availability. It 
is thought that the situation will continue
unchanged throughout 2005, and our 
people in charge of raw material pro-
curement are working hard at all lev-
els of the Tikkurila Group to get a grip 
on the problems. My natural optimism 
convinces me that all will come out for 
the best. These problems present true 
professionals with new challenges and 
opportunities to carry out new ideas.

Starting with 
this edition, Tik-
kurila Coatings 
Journal  will be 
published simul-
taneously with 
other customer
magazines is-
sued by Tikkurila 
Coatings (“Ruu-
tu” in Finnish and 
“Ruter Coating” 
in Swedish). The 
journal has also
been given a 
fresh, new look 
as a sign of the 
new start. 

ULF KOIVULA
EDITOR-IN-CHIEF

Facing
new challenges

JOURNAL

Tikkurila Coatings Oy
–  subsidiary of Tikkurila Oy 

since 1997
–  production facilities in 

Finland and Poland
–  sales units in Denmark, 

Estonia, Holland, Hunga-
ry, Latvia, Norway, Russia, 
Sweden

–  business areas: protective 
coatings and OEM product 
fi nishes, fl oor coatings, 
powder coatings, industrial 
wood fi nishes, coil coatings
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news

From 20 to 22 September, 
2004, the theory segment 
of an anticorrosion painter’s 

course authorised by the Swe dish 
Institute of Corrosion was held at 
the Paletti training centre in partner-
ship with TAO (Turun Ammattiopis-
tosäätiö, an organisation controlling 
a vocational college). Eight students 
were seeking qualifi cation as author-
ised anticorrosion painters.

The course was comprised of 25 
lessons in theory and 34 lessons of 

hands-on work practice. The practical 
test was held 28–29 October, 2004, 
at the premises of Haapanen Oy in 
Pirkkala (Finland).

Previously courses for authorised 
anticorrosion painters have been held 
in Sweden, and TAO has run courses
for painters in Finland. The theory 
segments of the fi rst course were 
held in Tikkurila’s premises in 1996. 
This year’s course was the second 
event held at Tikkurila for which TAO 
acted as the offi cial arranger.

At this stage, the students had not 
yet taken the practical test and re-
ceived their diplomas, which ex-
plains their facial expressions. 
Tikkurila Coatings’ Application En-
gineer Juha Kilpinen (right) next to 
TAO’s Deputy Rector and Surface 
Treatment Lecturer Heikki Kapiai-
nen.

Authorised anticorrosion 
training at Tikkurila
JUHA KILPINEN, APPLICATION ENGINEER    PHOTO: ARJA SCHADEWITZ

To receive authorised status, at 
least 25% of the painters at a work-
site have to have passed the course. 
In addition, 50% have to possess ex-
perience equivalent to the entry re-
quirements for training. This means 
vocational education and one year of 
work experience, or four years of work 
experience without training. In addi-
tion to worksites in Sweden, many 
subcontractors working in Finland 
under contract for Sweden may also 
be required to have authorisation.•

Rohm and Haas Powder 
Coatings and Tikkurila have 
announced that Tikkurila 

will act as the exclusive distributor 
for Rohm and Haas powder coatings 
in Finland, Sweden, Norway, Estonia, 
Latvia, Lithuania and the CIS coun-
tries including Russia.

Tikkurila will assist customers 
from order fulfi lment to delivery; guid-
ing them in product selection and use, 
providing sales support, addressing 

technical issues and identifying po-
tential cost savings for the customer.

“We are excited about this oppor-
tunity of working with a global lead-
er and being able to offer a com-
plete range of high-quality coatings 
that now includes powder coatings,” 
said Ulf Koivula, President for Tikkuri-
la Coatings. “This new alliance offers 
us more technical strength, and the 
ability to connect quickly with exist-
ing customers while expanding our 

customer base, regardless of geog-
raphy.” 

Robert Linsdell, General Manag-
er, Rohm and Haas Powder Coat-
ings Europe, added, “This alliance en-
ables us to accelerate our speed to 
market by utilizing Tikkurila’s estab-
lished networks throughout Northern 
and Eastern Europe. (ASC)

Further information: 
info.coatings@tikkurila.com 

Rohm and Haas powder coatings 
to be distributed by Tikkurila
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news

The European Union is now fully 
overhauling chemicals legislation. 
The proposed new system is known 
as the REACH process (Registra-
tion, Evaluation and Authorisation 
of CHemicals). The core of the pro-
posed system is that chemical manu-
facturers and importers demonstrate 
to the authorities that they can handle 
chemicals safely and that they have 
also informed their customers how to 
handle them safely.

Reactions to the proposal have 
been very confl icting. All kinds of omi-
nous images have been put forward: 
some fear increasing chemicals leg-
islation would give rise to massive 
unemployment, others that it doesn’t 
go far enough to protect citizens. 
The Commission is now working on 
amendments to the proposal and the 

European Parliament began consid-
ering it in autumn 2004. Optimistic 
estimates suggest that REACH leg-
islation could be in force in 2007. In 
practice, it would be introduced gradu-
ally and in stages.

The REACH process applies 
to companies manufacturing “sub-
stances” in the context referred to 
in chemicals legislation. Paints are 

preparations made from these sub-
stances and are not subject to all 
REACH requirements. Whilst prepa-
rations such as paints are not sub-
ject to registration, all the ingredients 
used to make them are. 

The greatest risk facing paint 
manu facturers and other users is if 
future legislation causes producers 
of essential components to stop us-
ing, making or importing them. How-
ever, the ultimate shape of legislation 
is so unclear that it is still impossible 
to assess its overall impacts. We at 
Tikkurila are monitoring the legislative 
process and keeping abreast of all in-
formation made available about the 
content and impacts of REACH. •

Further information from: http://europa.
eu.int/scadplus/leg/en/lvb/l21282.htm

Complete overhaul 
of EU’s chemicals legislation

The chemicals industry is subject to exten-
sive, detailed legislation. Aside from legis-
lation, customer requirements are also en-
couraging increasingly safer development. 
The current legislative system for chemicals 
has been criticised as being to rigid and 
slow. The procedures are complex and in-
tense study is needed to understand them.

Registration
Companies must register with the new 
EU Chemicals Agency all substances 
they manufacture or import into the EU 
in quantities of over 1,000 kg per year. 
Registration would include information 
on the properties and adverse effects of 
the substance concerned. Information 
requirements depend on the quantity of 
the substance manufactured. Notifi cation 
should also include the sectors where a 
substance is used and provide informa-
tion about the spread of the substance in 
the environment and people’s exposure 
to the substance.

An essential part of REACH also in-
cludes risk assessment and information 
about how the manufacturer would re-
duce any possible risks. Registration in-
formation would be documented in the 
form of a chemical safety report. This re-
port would be made for substances manu-

factured in quantities of over 10 tonnes 
per year, although it has not yet been ex-
actly defi ned how this report would be put 
to wider use.

Evaluation
The competent authority examines regis-
tration information in respect of registra-
tion applying to the manufacture of over 
100 tonnes per year. This evaluation or 
assessment also applies to substances 
for which the manufacturer has proposed 
additional tests or which the authorities 
consider interesting for some other rea-
son.

Authorisation
Authorisation is required to handle sub-
stances of very high concern. Authorisa-
tion permits the use of a substance in 
certain conditions, such as for a partic-
ular purpose, across the EU or for use 

in a single plant. The substances to be 
authorised are listed and given a dead-
line after which authorisation is required 
to manufacture and use the substance. 

Chemicals
Legislation applies to substances, not 
chemicals. Since a chemical is a sub-
stance or preparation, the term “chemi-
cals” is slightly misleading.

New Agency and 
Member State Competent Agencies
A new European Chemicals Agency to be 
established in Finland would coordinate 
all activities relating to the REACH pro-
cess. The Agency would manage the del-
uge of information generated by REACH. 
The division of roles between the Europe-
an Chemicals Agency and Member State 
Competent Agencies is a matter that will 
still give rise to debate. •

REACH process 
in the approval of substances

ANU PASSINEN, HEAD OF DEPARTMENT, INFORMATION AND RESEARCH SERVICES
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Amajor feature of the new 
concept is our ability to de-
velop and deliver identical 

standard and customized paint so-
lutions to customers and their sub-
contractors when and wherever they 
are needed – nationwide or in differ-
ent countries – while maintaining the 
same guaranteed across-the-board 
standards of quality and reliability. 

The new concept also embrac-
es an enhanced core product range, 
superior colour matching, greatly in-
creased training opportunities for 
our distributors, enhanced marketing 
support, and the introduction of a new 
image. The new Temaspeed logo,
which embodies a guarantee of 
good service and the Tikkurila crown 
– widely accepted as a symbol of 
quality and reliability – reinforces our 
brand image.

We envisage a complete inter-
national service package designed 
with the needs of industrial paint us-
ers in mind. For example, our cur-
rent distributor network consists of 
more than 220 outlets in 23 Euro-
pean countries. Our aim is to dou-
ble this number over the next 3–4 
years, while simulta neously develop-
ing a much closer and deeper part-
nership with both existing and new 
distributors which will be refl ected in 
our service to end-users.

Changing trends 
in the industry

Industry pundits predict that there will 
be many changes in the paint indus-
try. Their realistic suggestion is that 
about a third of existing paint com-
panies in Europe will disappear in 
the next 8–10 years – in fact, many 
small manufacturers have already 
disappeared. They believe that life 
will become increasingly diffi cult for 
the smaller companies as a result of 
much more stringent environmental 
legislation in Europe, which will im-
pose the need for heavy investment 
in R&D as well as greatly increasing 
the paperwork load on management. 
The development of an ever-growing 
number of big hardware stores with 
extensive product ranges is also re-
ducing the number of traditional paint 
shops. 

Additionally,  West European OEM 
and furniture manufacturers are en-
ergetically looking for ways to reduce 
their labour costs and many are fi nd-
ing solutions in countries with lower 
labour costs. In some of these areas, 
however, it is diffi cult to fi nd services 
which meet the necessary quality re-
quirements.

Utilizing the services of the Te-
maspeed network around Europe 

could offer a forward-looking solu-
tion to these companies.

Wide choice of products

Tinting is the answer to modern 
paint production because when you 
are looking at small quantities of col-
oured paints – say, under 2 500 litres 
– it is not economical to mix the paint 
in the factory. Tikkurila manufactures 
base paints in large batches – clear, 
white or metallic. Our distributors use 
these base paints in tinting machines 
which are supplied with a range of 
colourants that can be dispensed in 
very small and accurate doses and 
mixed rapidly to customer require-
ments. For any colour, it takes only 
2–3 minutes to process 20 litres.  

We offer more than 50 base paints 
for wood, metal and fl ooring applica-
tions ranging from primers through 
to topcoats, stains and thinners. We 
propose to offer paints in many dif-
ferent pack sizes, depending on the 
product. We will also be upgrading 
our labelling to meet the needs of for-
eign users. 

Our colour bank incorporates sev-
eral international colour cards as well 
as other standard colours and many 
major OEM machinery colours. Oth-
er colours can be reproduced by

New trends in the paint and manufacturing industries and 
our increasingly international approach mean that the time 

is right to develop the Temaspeed distributor concept 
into new and exciting areas. The new concept means 

better service for industrial paint users and it will 
be launched internationally during the spring of 

2005.

Better customer



Temaspeed

For painting the components 
of a reach truck made by Roc-
la, the services and prompt 
deliveries of the Temaspeed 
distributor network are used.

          concept

 service with new

PETRI JÄRVINEN, TEMASPEED MANAGER    PHOTOS: ROCLA OYJ, PETRI JÄRVINEN AND STUDIO ZOOMI
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using Tikkurila’s own colour-match-
ing software. 

Focus on training

We believe that greater emphasis 
needs to be placed on the role of our 
distributors because they hold the 
key to providing a truly local ser vice. 
They meet and talk to customers in 
their own language on a daily ba-
sis and provide the solutions to local 
problems; Tikkurila is there to provide 
training for distributors and to back 
them up with technical expertise.

Improved training will play an im-
portant part in the new Temaspeed 
concept. We shall be offering on-the-
spot training to our distributors and 
their customers at regular intervals, 
with special emphasis on spring and 
autumn campaigns. It will also give 
us practical help: a much improved 
feel for the conditions and require-
ments of individual markets. Our pur-
pose-built training facilities in Finland 
will continue to play an important role 
in the training programme.

Spreading the message

Our Internet website has already 
been upgraded, and a new Extra net
will be created in order to keep our 
distribution partners fully up-to-date 
with our latest developments and fu-
ture plans and to encourage a regular 
exchange of information. For our dis-
tributors, there will be a news letter, 
‘Temaspeed News’, which will appear 
both on the Internet and in printed 
form throughout the year to provide 
information about the new products 
and services launched by the Tema-
speed network.

In addition, new marketing ma-
terial will be supplied to our distribu-
tors, and direct mailing to customers 
will be stepped up. Exhibitions and 
conferences will continue to feature 
strongly in our marketing plan, which 
will also include provision for the sup-
ply of both editorial and advertising 
material to various publications in the 
fi eld. All these activities are aimed at 

enhancing the Temaspeed profi le in 
the minds of our customers.

National and international 
supplier

Our range of customers is wide – in-
cluding painting contractors, small 
and medium-sized manufacturers as 
well as big OEM and furniture manu-
facturers and their subcontractors. 
Of particular interest to our custom-
ers is our ability to provide identical 
paints and coatings not only directly 
to them, but also to their subcontrac-
tors all over a country or in different 
countries, without any loss of qual ity
or colour.

Many medium-sized and large 
manufacturers benefi t from the Te-
maspeed network in Europe. Major 
Swedish companies, such as ABB, 
Atlas Copco, EAB and ITT Flykt with 
their subcontractors, utilize the ser-
vices of Temaspeed distributors in 
their daily business. 

Many Finland-based companies, 
such as Metso Minerals, Rocla and 
Isku, have also realized the impor-
tance of the service. Metso Minerals 
is the global market leader in the sup-
ply of processes for industries related 
to rock size reduction. Their manufac-
turing units and subcontractors take 
advantage of the services of the Te-
maspeed network in many Euro pean
locations.

Rocla manufacture warehouse 
trucks and AGVs (Automated Guid-
ed Vehicles), and have their head-
quarters in Järvenpää, Finland. They 

currently export some 80% of their 
production overseas. Nowadays, they 
focus more and more on component 
manufacturing and have therefore in-
creased the number of painted com-
ponents purchased from their sub-
contractors and make use of the 
benefi ts of the Temaspeed network to 
serve their subcontractors in Europe.
      Isku is one of the leading furniture 
manufacturers in Europe. The com-
pany designs, produces and mar-
kets furniture for homes and public 
premises. To be able to fulfi l the re-
quirements of their customers as re-
gards high quality and fast deliveries, 
they expect their suppliers to meet 
the same criteria. For this reason, 
Isku with their subcontractors have 
used the services of local Temaspeed 
distributors in many countries. They 
have fl exible opening hours and the 
ability to supply even special stains 
within a couple of hours.       

New technical developments

In line with our policy of continuous 
R&D and a close relationship with 
suppliers, we are upgrading our tint-
ing equipment and software and are 
currently testing the prototype of a 
new medium-sized tinting dispenser 
which will be faster and more eco-
nomical than existing models. We ex-
pect to launch these new products 
early in 2005.

Our colour matching software is 
already at a very high standard, but 
we will introduce more training in 
the use of this software for our dis-

NEW TEMASPEED...
Professional service 
from a Tema speed
distributor – Timo 
Vallinkoski of Nur-
mitapetti Oy checks 
the colour of a ma-
chine in a light box 
together with the 
customer.
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tributors. Furthermore, we will place 
greater emphasis on the use of spec-
trophotometers which can measure 
colour with total accuracy and pass 
the information on to the software for 
the tinting formula.  

Environmental concerns

A cornerstone of Tikkurila quality lies 
in our colourants which have been 
specifi cally developed for industrial 
applications and meet all the new en-
vironmental requirements. As a Nor-
dic company, we have always been 
required to meet very strong environ-
mental legislation. We have an inher-
ent concern for the health of our cus-
tomers’ employees and avoid using 
potentially harmful materials in our 
products.

We are currently at the forefront in 
the development of water-borne prod-
ucts and we offer paints with a low 
VOC content. Our Temaspeed Fon-
te, a state-of-the-art tinting system 

for water-borne industrial coatings, 
will be introduced early in 2005.

Geographical expansion

Tikkurila is already a strong play-
er in Europe with a leading position 
in North and East Europe. We have 
production facilities in Finland, Swe-
den, Estonia, Russia, Poland, Ger-
many and Ukraine, as well as sales 
companies in many other European 
countries.

The strongest area of growth in 
the immediate future is likely to be 
Eastern Europe and the CIS coun-
tries, where paint markets are ex-
panding to keep pace with the rising 
standard of living. Tikkurila is already 
the leading paint supplier in the Bal-
tic region. We have been exporting 
to the CIS countries and the former 
Soviet Union since the early 1970s 
and nowadays Tikkurila is the best-
known western paint producer in 
Russia. The acquisition of Akzo No-

bel Industrial Coatings business in 
the Nordic countries and Poland in 
2002 as well as in Hungary a year 
later have strengthened our position 
in these market areas.

Many West European OEM and 
furniture manufacturers are moving 
production to the east, and it is impor-
tant to such companies to maintain 
their quality standards. This pre-sup-
poses not only local supply of high-
quality paint products, but also the 
availability of professional support 
and training, because only this com-
bination can produce the required re-
sults. These customer segments are 
therefore very important to us.

However, we are by no means 
limited to our existing markets. Any 
country which is investing in its infra-
structure is an interesting market for 
Temaspeed. •
Further information: 
petri.jarvinen@tikkurila.fi 

Furniture manufacturer Isku relies on 
the fl exible and rapid service of the lo-
cal Temaspeed distributors to keep the 
tight deadlines agreed with customers.
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Geographically Hunga-
ry is in the heart of Eu-
rope, so there are a lot 

of competitors actively operating 
in the market. This means a strug-
gle for market share. There is no 
individual company which could 
be pointed to as the clear market 
leader, but Tikkurila Hungary Kft. 
is one of the main players.

For the time being, Tikkurila 
Hungary Kft. is the only compa-
ny in the Hungarian market which 
can provide good service based 
on an industrial tinting system, a 
distributor network covering the 
whole country, and which is able 
to provide its customers with fast, 
reliable delivery.

Paint business is doing well 

At present, industrial growth in 
Hungary is not very strong and 
growth in the paint business is 
therefore weak. Despite this, 
sales fi gures are very positive for 

Tikkurila’s 

The old Kodaňská palace in 
Prague underwent a com-
plete interior refurbishment 

and the building front was given an 
even bigger facelift. The new look was 
designed by the famed French-Israe-
li artist Yaakov Agam. His design in-
cluded 410 colours, giving the impres-
sion of a multidimensional rainbow. 
     The building was converted into a 
new offi ce facility entitled 4D Center 
– Prague. Its operations are the re-
sponsibility of B.S.R. Initiative s.r.o, 
a company formed by B.S.R. Europe 
Ltd and Breccia Holding Ltd, which 
purchased the building in 2002 and 
invested 3.5 million euros in it. The 
building now offers 42,000 square 
metres of offi ce space and luxuri-
ously appointed public spaces. Ac-
cording to General Manager  E. Quitt, 
the aim was to provide a classy set-
ting for companies’ growth and de-
velopment. 

The repainting of the façade was 
started in 2002, when Tikkurila Coat-
ings Oy’s paints were chosen for the 
project. The offi ce centre is com-
prised of three interconnected build-
ings, the façade of which is electrolyt-
ically oxidised aluminium sheet. The 
original colour was a drab brown and 

the surface of the sheets was bad-
ly chalked. At fi rst the owner want-
ed a single metallic tone. However, 
it was not possible to use the spray 
application required for metallic col-
ours for environmental and other rea-
sons, so the project was interrupted 
for some time.

The owner got in touch with the 
French-Israeli artist Yaakov Agam, 
who began to make a colour scheme 
for the façade at his studio in Par-
is in January 2003. The paints were 
made in Finland, approved in France 
and tinted in the Czech Republic at 
the premises of Tikkurila’s import-
er, Montako Color s.r.o. The artist 
worked for months on the plan, in 
which tones change harmoniously 
and create light effects, making the 
whole building exude energy.

The contractor was AXIOM REAL 
s.r.o., which specialises in cleaning 
surfaces of this type. The preliminary 
treatment was chemical cleaning and 
mechanical sanding. The paint sys-
tem was as follows: primer Temacoat 
GF Primer (60 µm), topcoat Tema-
dur 90 (60 µm), and for the vertical 
profi les Temadur Clear (40 µm). The 
paint was applied with rollers from a 
suspended cradle.•

Looking good 
in Prague

MICHAL URBAN, MONTAKO COLOR s.r.o. 

There are so many colours on the 
façade that the present owner of the 
building is trying to get it into the 
Guinness Book of Records.
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industrial coatings gives us new op-
portunities for serving our customers 
even better than before.

New promising markets 
in the region

Tikkurila’s Hungarian business is 
very well located in the heart of Cen-
tral Eastern Europe. The company 
has great potential for creating new 
business in the neighbouring coun-
tries such as Bulgaria, Romania and 
the former Yugoslavia.

Serving customers from the Hun-
garian warehouse is logistically effi -
cient. The company has long experi-
ence of operating in this market area, 
with advantages including a convinc-
ing reference list (bridges, shopping 
centres, agricultural machines) and 
our well-trained, highly motivated per-
sonnel are ready to support growing 
business in neighbouring countries.•

metal paint business 
thrives in Hungary    

Tikkurila’s industrial paint business in Hungary is taken care of by Tik-
kurila Hungary Kft. (formerly Tikkurila Coatings Kft.). The company has 
an offi ce and warehouse in Budapest and has 15 staff, fi ve of whom are 
in sales.

PERTTI ANNALA, MANAGER, REGIONAL SALES, CENTRAL EUROPE
PHOTOS: AGRIKON KAM KFT.

Further information: Imre Gáspár, Managing Director, Tikkurila Hungary Kft., imre.gaspar@tikkurila.hu

Tikkurila in Hungary, and the compa-
ny succeeded in strengthening its po-
sition signifi cantly in 2004. 

At the end of 2003, Tikkurila ac-
quired from Akzo Nobel Coatings the 
Hungarian activities of general indus-
trial liquid coatings. The acquisition 
has proved to be very successful, 
Tikkurila has gained many new cus-
tomers, especially in the OEM sec-
tor, and our position in the market has 
strengthened considerably. 

Temaspeed expanding 
also in Hungary 

The future for business in Hungary 
looks promising for Tikkurila. We are 
putting our efforts in expanding the 
Temaspeed distributor network fur-
ther, and the launch of the new Te-
maspeed concept will help us to do 
this. Introducing the new Temaspeed 
Fonte tinting system for water-borne 

Tikkurila
in Hungary 

1991
The fi rst tinting machine was instal-
led in Budapest for decorative paints 
business run by the company Augus-
te Reymond Kft. 
1995
The fi rst tinting machine for indust-
rial coatings was installed at A.R. 
Ipari festekertekesitö Kft. (Auguste 
Reymond’s industrial coatings sales 
company). 
1996
The fi rst distributor began selling 
Tikkurila’s industrial coatings in Hun-
gary.
1997
Tikkurila Oy bought the industrial part 
of the Hungarian company which sin-
ce then has operated under the name 
Tikkurila Coatings Kft. 
2003
Tikkurila Oy bought Akzo Nobel 
Coatings’ general industrial liquid 
coatings activities in Hungary. 
2005
Tikkurila Oy combined the operations 
of its Hungarian subsidiaries and they 
were given a common name: Tikkuri-
la Hungary Kft. In spite of this, deco-
rative paints and industrial coatings 
will continue to have separate sales 
organisations.

Agricultural machinery made by 
the Hungarian company Agrikon 
KAM Kft. is painted with a Temalac 
FD 80 alkyd system. 



12 COATINGS JOURNAL 11/2005

The job has been made easi-
er by the fact that Tikkurila’s 
industrial paints and coat-

ings have been known in the Soviet 
Union and its successors since the 
1970s. The company played an ac-
tive role in major projects such as the 
construction of the Svetogorsk pulp 
and paper collective, the Kostamuk-
sha and Norilsk collectives, and the 
Uzhorod-Urengoy gas pipeline sub-
stations. This has given Tikkurila 
more than thirty years of experience 
in sales in the Soviet Union and lat-
er in the CIS.

Tikkurila’s way of doing business 
is professional and customer-driven. 
The company’s specialists choose 
paints and coatings according to the 
customer’s existing equipment, paint-
ing conditions, surface pretreatment, 
climate, and fi nancial aspects. 

A highly professional 
Temaspeed distributor network

The professionalism of ZAO Tikkurila 
Coatings’ regional distributors is one 
of the main factors affecting business 
success. The company has more 
than twenty offi cial distribu tor or-
ganisations throughout Russia. They 
work vigorously to boost the profi le 
and sales of the company’s products 

in their areas. The distributors have 
Temaspeed tinting machines thus 
enabling them to deliver the colours 
needed by their customers quickly 
and precisely. 

In the Archangel region, Tikkurila 
is represented by Finnkolor, which 
was established in November 1993. 
The company sells both industrial 
coatings and decorative paints. Prod-
ucts delivered in the Archangel re-
gion include Diccoplast, Temaline, 
Temabond, Temadur and Temacoat 

paints. The main users are ship re-
pair yards and companies in oil and 
gas complexes. Epoxy and alkyd sys-
tems are widely used on icebreak-
ers and motor vessels, including the 
icebreakers “Mudjug”, “Kapitan Ko-
solapov”, “Kapitan Evdokimov” and 
“Dikson”. 

OOO Promkraska TC has done 
business in the industrial coatings 
market in Moscow since 1997. Al-
though there are many large play-
ers in the fi eld, the company is con-
fi dent that there will be work for all 
for a long time to come and it there-
fore continues its aggressive expan-
sion. Its business area extends from 
Minsk to Vladivostok and from Sochi 
to the Arctic.

Promkraska TC sells industrial 
coatings for wooden and metal sur-
faces as well as for protecting and 
coating fl oors. By utilising Tikkurila 
Coatings’ broad product range, the 
company is able to supply paint sys-
tems for the widest variety of applica-
tions. Surface fi nishing products have 
been delivered to, for example, the 
furniture and construction industry, 
oil, gas and chemicals complexes, 
telecom link towers, overhead power 
line pylons, metal structures in build-
ings and bridges. Painting railway 
wagons for passengers and goods 

Tikkurila’s industrial coatings are

well-known
in Russia

Tikkurila’s industrial coatings company in Russia, ZAO Tikkurila 
Coatings, was started in St Petersburg in April 1998. The fi rst few 
years in the surface treatment market were a busy time, during 
which regional distribution networks were developed, competi-
tive tendering for painting contracts was done, and the Tikkurila 
Coatings brand recognition was improved.

This old wagon belonging to 
Russian railways was given a 
new lease of life in Novosibirsk 
with a system of Temaprime EE 
and Temalac FD 80.
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is one of the main segments of the 
company’s business. 

OOO Finservis has been part of 
Tikkurila Coatings’ distributor network 
since 2002, and it operates in cities 
in the Yekaterinburg and Sverdlovsk 
region. Individual consignments have 
also been sent to Tyumen and Nizh-
nevartovsk. Finservis concentrates 
on anticorrosion treatment for metal 
structures. The main products used 
are alkyd paints Temaprime and Te-
malac, polyurethane paints Temadur 
and Temathane, and epoxy paints 
Temacoat, Temabond and Temaline 
for coating tanks.

Projects painted include the 
Nizhne-Isetsk metal structure factory 
in Yekaterinburg and the Balashikha 
link towers in the Moscow region 
(Temaprime + Temalac). The con-
struction company OOO SF Profi leks 
in Yekaterinburg used Temadur poly-
urethane paint on the steel structures 
for Mercedes Benz’s vehicle centre 
“Shtern” in 2002–2003. In the city of 
Revda, VYSO used Tikkurila Coat-
ings’ epoxy paints, including Tema-
line FW, for coating drinking water 
tanks.

OAO Energozashita, which is a 
subsidiary of Uralenergohimzash-
ita, performs anticorrosion work for 
heating and energy complexes and

The railway wagon paint-
ed by Sibantikor’s em-
ployees themselves won 
fi rst prize in a competi-
tion held for railway work-
ers throughout Russia in 
2004. The products used 
were Temacoat GPL-S 
Primer, Temadur 90 and 
Temadur Clear.

The tractor factory in Chelyabinsk 
makes bulldozers, road graders and 
other special vehicles. They are paint-
ed with a system of Temaprime EE 
and Temalac FD 50. 

Tikkurila is the best-known paint 
brand in Russia. Tinting equip-
ment supplied by Tikkurila now 
tints paint in more than 100 
cities in Russia and other parts 
of the CIS.
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in painting the widest variety of rolling 
stock on Russian railways. Volgapro-
mantikor has recently been actively 
in partnership with Lukoil on painting 
oil transport tanks.

In Tatarstan, Udmurtia, Bashkiri-
ya and the Mari El Republic, Tikkurila 
Coatings’ products are represented 
by OOO Link, which was established 
in 1999. The company works togeth-
er with OAO Nizhnekamskii NPZ, 
which has been supplied with prod-
ucts for painting metal structures and 
pipes and with Temafl oor fl oor coat-
ings for a prophylactic factory. Tikkuri-
la’s products have also been supplied 
to the OAO Zavod mikrolitrazhnyh av-
tomobilei car plant in the city of Nabe-
rezhnye Tselny and to the Alisa bev-
erage plant for use as fl oor coatings. 

Reciprocity 
boosts development

The development of ZAO Tikkurila 
Coatings is not possible without re-
ciprocal work with the Temaspeed 
distributor network. For this reason, 
the company holds regular seminars 
on subjects of interest to its partners 
and gives them personal training and 
consultation. The company also ar-
ranges complete technical supervi-
sion at the painting locations and ef-
fi ciently solves problems of industrial 
painting on the premises of the end 
users.

All of ZAO Tikkurila Coatings’ dis-
tributors have the use of plentiful 
technical material: painting instruc-
tions for wood, metal and fl oor surfac-
es, manuals, posters and brochures. 
The company also invites its distribu-
tors to its yearly theme fairs, which 
include “Chemistry”, the Internation-
al Construction Week “Sokolnik”, “In-
terlakokraska” and “Laki i kraski”. 

OLGA CHERNYKH
MARKETING ASSISTANT
ZAO TIKKURILA COATINGS
ST PETERSBURG, RUSSIA

PHOTOS: ZAO TIKKURILA COATINGS

Further information: 
www.tikkurila-coatings.ru

uses Temaline epoxy paints for pro-
tecting the interiors of tanks. The con-
struction company NPO Stroy used 
Temafl oor epoxy paints to coat manu-
facturing facilities’ fl oors at the OCM 
plant, which processes nonferrous 
metals, and at Uralplastik. In the near 
future the company intends to deploy 
greater effort also in selling industrial 
wood fi nishes. 

OOO Kamelot in Samara has 
done business on the paint market 
since 1990. The company started 
with Tikkurila’s decorative paints, but 
it now also operates actively in indus-
trial coatings and works together with 
Russian oil and gas complexes. Cus-
tomers in the Central Russian region 
include Novokuybyshevskii NPZ, Kuj-
byshevskii NPZ and Samara Nefte-
Gaz, which have been supplied with 
Tikkurila Coatings’ paints for the inte-
riors and exteriors of oil tanks.

In Chelyabinsk, ZAO Tikkurila 
Coatings is represented by Prom-
kraska. Among the company’s prime 
achievements in the period 2002–
2003 are winning in the competitive 
tendering for painting metal struc-
tures for TK Sinegore and TK Dirizh-
abl; supplying paint for anticorrosion 
treatment of the metal structures in 
Troick’s customs terminal; a contract 
with the local brewery Zolotoy Ural 

for the supply of fl oor coatings; and 
painting the locomotives and wag-
ons for the Chelyabinsk-passazhirskii 
wagon factory belonging to Southern 
Ural Railways.

OOO Sibantikor does busi-
ness across a vast area stretching 
from the Urals to the Far East. Its 
main customers are the rolling stock 
and electric locomotive repair work-
shops and wagon depot of the Rus-
sian railway operator OAO Rossiisk-
ie zheleznye dorogi (formerly MPS). 
In addition to this, companies manu-
facturing large metal structures have 
also shown interest in Tikkurila Coat-
ings’ products.

Sibantikor has operated in this re-
gion since 2001. It went into business 
with sales of painting and pretreat-
ment equipment, and after receiving 
enquiries about lacquer and paint 
products, the company began to ex-
pand its business in this direction. 
Sibantikor aims to provide its cus-
tomers with a full range of surface 
treatment technology, both equip-
ment and materials for all stages of 
the work from pretreatment to the fi -
nal painting.

Volgapromantikor has worked 
energetically in the Volgograd re-
gion for over three years. The com-
pany has a great deal of experience 

TIKKURILA’S INDUSTRIAL COATINGS
ARE WELL-KNOWN IN RUSSIA...
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New electrically conductive

Astatic charge can be elimi-
nated by using a coating or 
shielding which does not 

pick up a charge, or by dissipating or 
limiting the charge build-up. An im-
portant part in protection is played by 
electrostatic dissipative (ESD) coat-
ings. The Tikkurila Coatings fl oor-
ings range has just been augmented 
with the new product Temafl oor ESD, 
which replaces the previously used 
product Temafl oor 500 ESD.

Everyone of us have at some point 
experienced a static electric shock 
when touching a metal surface after, 
for example, rubbing our feet along a 
carpet. This electric shock is not very 
harmful to the human body although 
it may feel unpleasant. However, the 
electrical discharge may start a fi re or 
explosion if the spark has enough en-
ergy and if the spark occurs in an ex-
plosive environment. Sparks can also 
damage sensitive electronic equip-

ment, for example, in the electronics 
industry. 

Easier to use

Developed by Tikkurila Coatings, 
Temafl oor ESD replaces the previ-
ously used product Temafl oor 500 
ESD coating (ESD = Electrostat-
ic Dissipative). The new screed has 
improved attributes compared to its 
predecessor, and it also has the fol-
lowing advantages:
–  easier to apply
–  more consistent and reliable con-

ductivity
–  easy to maintain
– improved mechanical durability.

The Temafl oor ESD system is 
comprised of Temafl oor ESD Prim-
er, which is a two-component, water-
borne electrically conductive prim-
er. It is roller-applied onto a concrete 
fl oor which has been primed with 
Temafl oor 200 varnish. The product 

is water-borne and therefore odour-
free and pleasant to apply. The con-
sumption on an even lacquer fi nish is 
approx. 0.13 litres/m2, when the prod-
uct is thinned 10–20% with water.

After the ESD primer has dried 
for about six hours the fl oor is coat-
ed with Temafl oor ESD screed, which 
is a two-component, solvent-free, 
self-levelling product. The fi ller used 
is sand of 0.1–0.3 mm grain size or 
an epoxy fi ller at a ratio of 2 parts of 
coating mixture to 1 of sand or fi ller.

An adjustable steel trowel is used 
to apply the product and a spiked roll-
er is used to eliminate air pockets. 
In practice the spreading rate is 1.3–
1.5 l /m2, which gives a fi lm thickness 
of 1.5–2.0 mm. The earthing for the 
fl oor is made with copper strips at 
least 20 cm2 in area on top of Tema-
fl oor 200 epoxy varnish and under 
the ESD system. There should be at 
least two earthing points per 200 m2

or two per room.

MAGNUS ENGBLOM, RESEARCH CHEMIST, PROTECTIVE COATINGS & OEM PRODUCT FINISHES
PHOTOS: TIKKURILA

for concrete fl oors
 coating
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Tikkurila Coatings has upgraded its design service, particularly for 
fl oor coatings. Our customers have the use of a team of experts help-
ing them to fi nd the optimal overall solutions for industrial fi nishings of 
all kinds. We advise, train, and provide info on products whenever nec-
essary. We also supply brochures, colour cards and other material.

Years of experience with industrial coatings have given us an excel-
lent basis for fruitful cooperation with our customers. It is a good idea 
to plan the fi nishing treatment in the early stages of construction, as 
this will save on both time and costs. 

Concrete is the fl ooring material most often used by industrial com-
panies. A fl oor needs to be long-lasting, safe, easy to clean, good-look-
ing and economical. A concrete fl oor will not fulfi l these requirements 
without a fi nishing treatment. Tikkurila offers a wide range of fl oor prod-
ucts, covering everything from dust-binding agents, lacquers, paints 
and coatings to compounds. 

You can fi nd Tikkurila Coatings’ product data sheets on the web-
site www.tikkurila.com. We make specifi cations of works for individu-
al customers, and our service is fast and free of charge. We hope for 
feedback and suggestions for improvements from our customers so 
we can further improve our services.

MARJUT SJÖROOS
SALES EXECUTIVE, FLOOR COATINGS

PHOTO: GÖRAN LINDBERG

Products needed 
for ESD coating:
Temafl oor 200 epoxy varnish (008 4400)
Temafl oor 200 hardener (008 4514)
Mixture ratio of varnish to hardener 
= 2:1 parts by volume

Temafl oor ESD Primer (001 6033)
Temafl oor ESD Primer hardener (001 6034)

Temafl oor ESD Screed (001 6031)
Temafl oor ESD hardener (001 6032)

Upgrade for 
fl oor design serviceControlled electrical discharge

The way an ESD fl oor works is based 
on dissipating an electrical charge in 
a person or object before it causes 
an uncontrolled electrical discharge 
which may damage sensitive equip-
ment or cause a static spark. For the 
fl oor to do this, the statically charged 
person or object must be in contact 
with the fl oor in some manner. For 
this purpose ESD safety shoes must 
be worn. These are able to conduct 
electrical charges caused, for ex-
ample, by clothing rubbing against 
something, to earth through the fl oor. 
For this to work, the fl oor’s electrical 
resistance must be at a certain mini-
mum level or the discharge will either 
not take place or it will be too slow.

The maximum resistance set for 
new fl oors is 100 MΩ, and for old 
fl oors the resistance should be under 
1 GΩ. If there is a high charge to be 
dissipated and the electrical resist-
ance of the fl oor is too small, there 
is a danger of a static spark forming. 
The minimum fi gure set for explosive 
facilities is therefore 50 kΩ.

Temafl oor ESD coating fulfi ls the 
specifi c resistance requirements in 
standard number IEC 61340-4-1: 
50 kΩ–100 MΩ for new fl oors with a 
compound fi lm thickness of 1.5–2.0 
mm. It can therefore also be used for 
ESD protection of fl oors in facilities 
subject to risk of explosion.•
Further information: 
info.coatings@tikkurila.fi 

ESD coating
for concrete fl oors...
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Floor coatings selection guide

Product
Average fi lm 
thickness Usage

A. Dust-binding products
1. 2 x Temafl oor Fluat
2. Impregnating products
– solvent- or water-borne two-component 
epoxy varnish
– moisture-curing polyurethane varnish
1 – 2 x Fontecoat FL Clear
1 – 2 x Temafl oor 30 epoxy varnish
1 – 2 x Temafl oor 25/26 concrete varnish

0 mm

< 0.02 mm

Dust-binding in industrial spaces, warehouses and 
multistorey garages.

Floors exposed to moderate stress in storage and 
industrial facilities and for dust-binding preparation.

B. Solvent-borne paints and varnishes
–  two-pack epoxy paint
2 – 3 x Fontecoat FL 100 (water-borne)
2 – 3 x Temafl oor 50 epoxy paint
2 – 3 x Temafl oor 90 polyurethane paint
Mosaic fl ake fl oor:
1 – 2 x Temafl oor 50 epoxy paint
+ Mosaic fl akes, 30 g/m2

2 x Temafl oor 30 epoxy varnish

0.04–0.1 mm Old and new concrete fl oors exposed to moderate 
mechanical and chemical stress in industrial and stora-
ge facilities.

Old and new concrete fl oors exposed to moderate or 
heavy mechanical stress. Suitable for shops, show 
rooms, engine rooms and cellars.

C. Solvent-free paints, varnishes 
and coatings
2 x Temafl oor 150 epoxy paint
2 x Temafl oor 210 epoxy varnish
1 – 2 x Temafl oor 220 epoxy varnish
Mosaic fl ake fl oor:
2 x Temafl oor 150 epoxy paint
+ Mosaic fl akes, 30 g/m2

1 – 2 x Temafl oor 210 epoxy varnish
1 – 2 x Temafl oor 200 epoxy varnish
1 x Temafl oor P 300 epoxy coating

0.1–0.5 mm Old and new concrete fl oors exposed to moderate 
mechanical and chemical stress in industrial and stora-
ge facilities

Old and new concrete fl oors exposed to moderate or 
heavy mechanical stress. Suitable for shops, show 
rooms, engine rooms and cellars.

Old and new concrete fl oors exposed to moderate or 
heavy mechanical and chemical stress. For use in 
industrial production and storage facilities and corridors.

D. Self-levelling screeds

1 – 2 x Temafl oor 200 epoxy varnish
1 x Temafl oor 3000 epoxy screed

1 – 2 x Temafl oor 200 epoxy varnish
1 x Temafl oor PU polyurethane screed

1.0–4.0 mm Concrete fl oors exposed to heavy chemical and 
mechanical stress and for lift truck corridors in indust-
rial and storage facilities. Also suitable for fl oors where a 
smooth, hygienic and easy to clean surface is 
needed; e.g. hospitals, laboratories, pharmaceutical 
and food processing plants.
Concrete and asphalt-emulsion fl oors exposed to heavy 
mechanical stress in industrial facilities and repair shops. 
Suitable also for loading platforms and air-conditioning 
rooms. Sound absorbing.

E. Mortars

1 – 2 x Temafl oor 400 epoxy varnish
1 x Temafl oor 4000 epoxy screed
1 – 2 x Temafl oor 400 epoxy varnish

> 3.0 mm Old and new concrete fl oors exposed to heavy 
mechanical and chemical stress in mechanical and che-
mical industries and food processing facilities.

F. Conductive coatings

1 x Temafl oor 200
1 x Temafl oor ESD Primer
1 x Temafl oor ESD

1.5–2.0 mm For concrete fl oors exposed to heavy mechanical stress 
in process and electrical industry, when electrical 
conductivity according to standard IEC 61340-5-1 
is required.

PHOTOS: TIKKURILA
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Coatings for walls and ceilings
Stresses the surfaces are exposed to, 
application examples Paint system

Recommended
fi lm thicknesses

Wear, dirt
Stairways, corridors, offi ces, shops, storage facilities, 
industrial spaces, repair shops etc. Walls and cei-
lings exposed to abrasion and dirt. Washability 
required.

Painting with water-borne paints:

2 x Fontex AC 45 acrylic-based topcoat about 100 µm

Moisture, wear, dirt
Staff facilities and washing rooms, dairies, food pro-
cessing industry spaces, cattle farms etc. Wall surfa-
ces which require moisture barrier coating. 
Surfaces which must be frequently washed.

Treatment with water-borne paints:

1 x Presto LV fi ller
1 – 2 x Luja moisture stop
1 x Luja topcoat

100–150 µm

Moisture barrier, chemical stress
Humid facilities e.g. paper mills, production spaces 
in chemical industry, car wash halls etc. Walls and 
ceilings exposed to chemical attack.

(1 x Presto LV fi ller, if needed)
1 x Temachlor 40 *) chlorinated rubber
1 – 2 x Temachlor 40 chlorinated rubber

Alternative:
(1 x Presto LV fi ller, if needed)
1 x Temacoat RM 40 *) epoxy paint
1 x Temacoat RM 40 epoxy paint

200–250 µm

Surfaces with high demands on purity and possibili-
ties of cleaning in food processing, pharmaceutical 
and chemical industry.

1 x Temaline FW *) epoxy coating
1 x Colofi ll epoxy fi ller
1 x Temaline FW epoxy coating

400–500 µm

 *) The fi rst coat (priming) should be thinned about 30 %.

Coatings for concrete silos, 
basins and containers

Stresses the surfaces are exposed to, 
application examples Paint system

Recommended
fi lm thicknesses

Immersion in soil or water 3 x Tematar TFA *) epoxy paint about 300 µm

Swimming pools etc. 3 x Temafl oor 50 *) epoxy paint
Alternative:
3 x Temacoat GPL *) epoxy fi nish

150–200 µm

150–200 µm

Mechanical abrasion
Turf, coal silos etc.

2 x Temaline EP 500 *) epoxy coating about 400 µm

Chemical stress in immersion
Basins and tanks in sewage treatment plants, bulk 
containers and tanks, AIV-silage silos etc.

2 x Temaline BL *) epoxy coating 400–500 µm

Tanks for potable water, grain, foodstuff etc.
Interior of tanks and silos exposed to mechanical 
and chemical stress.

2 x Temaline FW *) epoxy coating 400–500 µm

*) The fi rst coat (priming) should be thinned about 30 %.

More detailed information about the properties of the paints, application instructions 
and recommended usage in respective data sheets. 
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Many new demands are 
set today for painting 
work. The number of 

paint fi lms has to be kept as low 
as possible to keep labour costs 
down. The paint fi nish is expected 
to last longer, and the intervals be-
tween repainting are expected to 
be longer. The EU directive on sol-
vents and environmental authori-
ties’ requirements mean pressure 
to reduce the quantity of solvents. 
All this has led to the development 
of the new Temadur SC product 
series.

Temadur SC is series of anti-
corrosion-pigmented, two-compo-
nent polyurethane coatings with 
a high non-volatile content (ap-
prox. 65% by volume: ISO 3233). 
Temadur SC products are highly 

A new alternative 
for painting vehicles

Avant Tecno loaders have been paint-
ed with semi-gloss Temadur SC 50, 
which has excellent resistance to 
weathering and abrasion. 

MERJA KOIVISTO
TECHNICAL MANAGER, PROTECTIVE COATINGS & OEM PRODUCT FINISHES
PHOTOS: TIMBERJACK OYJ, TOMMI HEINO AND STUDIO ZOOMI

resistant to weathering and abrasion. 
Their anticorrosion properties are ex-
cellent, which has been proved by 
accelerated corrosion tests and in 
practise.

Temadur SC products can be 
used direct on metal surfaces in a 
single coat or as topcoats in epoxy/
polyurethane systems. The products 
are particularly well suited to coating 
agricultural machinery, construction 
machinery and earthmoving equip-
ment. The best adhesion to steel sur-
faces is achieved by fi rst blast clean-
ing the surface to preparation grade 
Sa 2½. For cold-rolled thin sheet, 
phosphating is recommended to im-
prove the adhesion. 

Temadur SC 50 1x80 µm has been test-
ed and approved as complying with 
corrosion class C2 (BSK 99). The plates 
above were at the Bohus-Malmö test 
ground for 6 months, and the ones 
below were subjected to SCAB testing 
(ISO 11474) for 6 months. 
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The building work got started in 
August 1999 at Örnsköldsvik, 
and it is scheduled for comple-

tion in October 2010. The price of the 
line is estimated at 11 billion Swedish 
crowns (1.2 billion euros). It is Sweden’s 
biggest infrastructure project in hand to-
day and the biggest rail line construc-
tion site in 50 years. The Bothnia Line 
is also the fi rst railway to be built un-
der Sweden’s new environmental leg-
islation. The line starts in Nyland by the 

Ångerman River and runs through Örn-
sköldsvik to Umeå.

Along the Bothnia Line there are 
more than 350,000 inhabitants, over 
150,000 jobs and more than 30,000 uni-
versity and higher education places. The 
entire region will be within a reasonable 
train ride for everyone living along the 
line. There will be seven travel centres 
between Nyland and Umeå (including 
Umeå Central, which is already in exist-
ence). The travel centres will be built in 

locations within easy reach by bus, taxi, 
car, on foot or by bicycle.

Augmenting 
the main rail network

The new line corrects one of the short-
comings of the rail network on the coast 
of Norrland. The main line running 
through inland districts was built more 
than a hundred years ago, and it no 
longer has enough capacity for goods 
or passenger transport.

The Bothnia Line
Nordic cooperation in practice

The Bothnia Line, a historical construction project, is in progress in North-
ern Sweden: 190 kilometres of new railway line and 140 bridges are being 
built. The project is employing dozens of companies. Among them is Tikkuri-
la Coatings, which is supplying the paint for three large bridges. The Norwe-
gian company Scanbridge made the steel structures for two truss bridges 
and the Finnish fi rm PPTH for one girder bridge.

ARJA SCHADEWITZ, COMMUNICATIONS MANAGER, TIKKURILA OY
PHOTOS: ELEONORA BRODD



COATINGS JOURNAL 11/2005 21

On the Bothnia Line, a goods train 
locomotive will be able to pull a load 
of 1,600 tonnes, which is consider ably 
more than can be achieved on the wind-
ing and hilly main line. In the future, pas-
senger trains will be able to run at 250 
km/h and goods trains with an axle 
weight of 25 tonnes will manage 120 
km/h. The line is single-track with pass-
ing points, but together with the main 
line there will be two tracks available, as 
the main line will be kept in service.

When one considers reliable, fast 
and environmentally friendly transport 
for industry in the future, it is natu ral 
to extend the rail network. High-speed 
passenger transport both saves the 
passengers’ time and facilitates their 
access to work, education, culture and 
services. The Bothnia Line will reduce 
environmental degradation as it means 
transport can be taken off the roads and 
onto rail.

A study has been performed on the 
effects of correcting the hills and bends 
in the main line focusing on the impact 
of costs. For an amount of money al-
most equal to the cost of building the 
Bothnia Line, the result would be a track 
usable by trains of modern standards, 
but this solution would lack the other ad-
vantages of the new coastal line. 

Europe’s 
most modern railway

Twenty-fi ve trains will run on the Both-
nia Line in both directions, half freight 
and half passenger trains. The line will 
be also connected to the existing net-
work to serve passengers headed for 
Kiruna in the north and Stockholm in the 
south. Today it takes a total of 11 hours 
to get from Stockholm to Umeå by bus 
and train, but the coastal track will cut 
the journey to only about 5.5 hours.

The design of the new track fi gures 
in extremely stringent safety require-
ments and advanced, anticipatory safe-
ty systems. All crossings with roads, cy-
cle paths and pedestrian ways are being 
built with fl yovers. Today’s goods yards 
for freight and the lorries that serve them 
will disappear from the town centres of 
Umeå and Örnsköldsvik.

The Bothnia Line will be equipped 
with the new ERTMS (European Railway 
Traffi c Management System). ERTMS is 
a radio system and has no trackside sig-

nals. The driver will receive all informa-
tion direct by radio on the control pan-
el in the cabin.

Rigorous 
design process

Studying all the alternatives and iden-
tifying the optimal route for the Bothnia 
Line has been an enormous job. The fi -
nal choice has been guided by techni-
cal requirements such as straight rails 
and small cambers – to save time and to 

make the going easier for goods trains – 
and a central location for the towns and 
industrial plants along the way.

The Swedish railway administration 
Banverket decided on the routing of the 
line in 1998. This was roughly the same 
time as new environmental legislation 
– the Environmental Code – came into 
effect. The Code required infrastructure 
projects of a certain size to be “subject 
to permission”. The decision on permis-
sion embodies certain conditions, for 
example, on safety, noise, the bulk stor-
age of soil and mineral matter, aesthet-
ic aspects and issues related to water-
courses. The Bothnia Line is the fi rst big 
infrastructure project which has been 
studied under the new legislation.

By March 2003, the Swedish govern-
ment had made its decision on permis-
sion, giving the green light to all sections 
of the Bothnia Line with the exception of 
the stretch from Örnsköldsvik to Husum, 
which had been dealt with under earlier 
environmental laws.

Aesthetics and 
environmental thinking

A characteristic of the construction 
work on the Bothnia Line is the high 
aims set for harmonising it with its envi-

rons and its appearance: where the line 
runs through open country, the embank-
ments are made fl at to prevent the track 
from dominating the scenery. Sections 
through built-up areas are planned so 
that the result is a stylish confi guration.

Special aesthetic programmes are 
also being made for certain sections 
of the line to serve as a basis for the 
discussions to be held about construc-
tion. This applies to certain travel cen-
tres, several bridges, and technical 
buildings and noise barriers. The work 

will be done together with a “reference 
group” specialised in aesthetic matters; 
the group is composed of representa-
tives of the provincial governments and 
local authorities.

A common thread connecting all 
parts of the Bothnia Line project is re-
spect for the environment in everything 
that is done. This begins with the ear-
ly stages of planning and the selection 
of the route and continues through con-
struction, projection and start-up. The 
environmental expertise on the project 
is exceptionally high in standard. Con-
sultants and universities are called in 
to help study the trackside environment 
from biological and other viewpoints. 
The line and its various sections are 
therefore being built on a basis of infor-
mation obtained about its environment, 
meaning, for example, that migrations 
of big game, fi sh and frogs can be al-
lowed for.

The environmental manual “Botnia-
banan och miljön” (The Bothnia Line 
and the Environment) sets out gener-
al guidelines and recommendations 
for the project, which concern harmo-
ny with the countryside, confi guration, 
formalities and environmental impacts 
during the construction stage. The goal 
is that the building of the railway will not 



22 COATINGS JOURNAL 11/2005

affect the natural contours of the scen-
ery and that ecologically sensitive en-
vironments will be avoided as much as 
possible.

The guidelines for configuration 
concern the constructed sections of the 
Bothnia Line, such as buildings, bridg-
es, pylons, fences and noise barriers as 
well as the design of bridge supports 
and their location in the terrain. The 
parts built for different sections of the 
line will be given common features at 
the same time as they are adapted to 
the surrounding scenery. 

Nordic cooperation on 
bridge-building 

As this was being written, construction 
work was under way on several sec-
tions of the line. Skanska Sverige was 
awarded the biggest individual contract, 
valued at 1.3 billion Swedish crowns 
(144,000 euros). The agreement cov-
ers the earthworks for 32 kilometres of 
railway, about 11 kilometres of which are 
in tunnels. It also includes bridges, two 
of which are a good 100 metres long. 
Peab has been entrusted with the build-
ing of three of the longest bridges on the 
Bothnia Line. 

Tikkurila Coatings, which has solid 
experience of delivering paints for Swed-
ish bridges, has once again been shown 
trust. “We have already received orders 
for the paints for three large bridges,” 
reports Sales Manager Bo Jonsson of 
Tikkurila Coatings AB, which operates 
in Stockholm. Over the years, Tikkurila 
has supplied paints for nearly 300 bridg-
es in Sweden. 

The steel components for bridges 
over the rivers Ångerman and Nätra 
were made by the Norwegian company 
Scanbridge AS, which is based in Sand-
nessjøen near Mo i Rana in Central Nor-
way. The company is the leading manu-
facturer of steel bridges in Sweden and 
Norway, and it has one of the biggest 
surface treatment plants in the country.

The steel sections of a bridge over 
Veckefjärden strait in Örnsköldsvik were 
made by the Finnish company PPTH’s 
mill in Ylivieska. The company is North-
ern Europe’s leading steel contractor 
and it has worked together with Tikkurila 
on a variety of construction projects for a 
long time, including bridge-building.

With the exception of the fi nishing 
painting (welded joints and the fi nal top-
coat), the surface treatment of all the steel 
components was done in paint shops. 
Scanbridge performed the painting itself, 
but PPTH outsourced its painting work to 
Finnish Steel Painting (FSP) Oy, which 
did the painting on PPTH’s premises.
 “We supplied the paints for PPTH’s 
paint shop in Ylivieska direct from Van-
taa,” explains Juhani Saarela, Vice 
President for Business Unit Metal at 
Tikkurila Coatings. “Deliveries to Scan-
bridge’s paint shop and the installation 
site are handled from the warehouse in 
Nykvarn, Sweden. Bo Jonsson, togeth-
er with Tikkurila Coatings AB’s Norrland 
representative Anders Jonsson, has 
ensured that paint deliveries have run 
as they should.”

Three long railway bridges 

1. Veckefjärden, Örnsköldsvik (railway 
bridge over Veckefjärden, E 4531)
The 500 metres railway bridge over 
Veckefjärden in Örnsköldsvik is a con-
crete-deck steel girder bridge extend-
ed with a 200-metre railway embank-
ment. The bridge is held up by seven 
supports, and it is built 12 metres above 
water level; its free sailing headroom will 
be 7.4 metres. Skanska Sverige is act-

ing as contractor and the steel compo-
nents were made by the Finnish com-
pany PPTH. The fi nishing painting on 
the site will be done by Värisilta Oy, a 
company based in Kotka, Finland. The 
bridge has a total of 20,000 m2 of sur-
face to be painted. The construction pe-
riod is May 2003–summer 2005. 
2. Kramfors (railway bridge over the 
Ångerman River, E 3542)
The 1,040-metre truss bridge is a com-
posite structure of steel and concrete 
with 18 supports, 14 of which are in wa-
ter. The span between the supports is 
61 metres and the free sailing head-
room is 6–8.5 metres. The steel gird-
ers were made by the Norwegian com-
pany Scanbridge, and they are 3.5 x 16 
metres in size and weigh 40–70 tonnes 
apiece. The contractor is the Swedish 
company Peab. Construction began in 
March 2004, and the estimated comple-
tion time for the bridge is June 2006. 
3. Bjästa (railway bridge over the Nätra 
River, E 3542)
The 1,000-metre truss bridge is a com-
posite structure, with a span of 60 me-
tres between supports. The bridge cross-
es the Nätra River valley in Bjästa, and 
its highest point is 40 metres above wa-
ter level. Construction began in March 
2004, and the likely time of completion is 
December 2005. The contractor is Peab, 

The Bothnia Line...

The bridge over Vecke-
fjärden strait was under 
construction in late 2004.
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Sweden’s biggest 
railway project

Banverket is the authority responsible for 
Swedish railways. Botniabanan AB, a com-
pany founded by Banverket for the specifi c 
purpose, has been commissioned by the 
state to build the Bothnia Line – a single-
track rail line running from Nyland, to the 
north of Kramfors airport, through Örn-
sköldsvik, Husum, Nordmaling and Hörne-
fors to Umeå. This requires the constructi-
on of 190 km of new rail track, 140 bridges, 
25 kilometres of tunnels, and 7 travel cent-
res and 22 passing points. 

The decision to build the Bothnia Line was 
made in 1997, and the order of work is go-
verned by the “main agreement”, which was 
made by the state with the four local authori-
ties concerned and the regional governments 
of Norrland and Västerbotten. The new line is 
important both for the region and for the who-
le of Sweden and Europe. It will form a link 
between Northern and Southern Sweden but 
also with the European rail network. The line 
will also have importance to Northern Norway, 
Northern Finland and Northwest Russia.

Construction began in 1999, and the rail-
way will be operational in 2010. The Bothnia 
Line is the biggest railway project in Sweden 
for 50 years. The project involves a whopping 
130 fair-sized building contracts. Although 
most of the benefi t of the project will accrue to 
local companies, resources from outside will 
also be needed when the construction work 
is in full swing. Contractors from all over Swe-
den and other parts of the Nordic region will 
be needed.•
Source: Verksamhetsberättelsen 2001 
(Annual Report 2001)

Further information: 
info.coatings@tikkurila.fi 

Sources:
Publication “Bothnia Line 
– from vision to reality”
Magazine “Projektet Botnia-
banan” no 8/winter 2003/2004

Interview with Bo Jonsson 
and Anders Jonsson, sum-
mer 2004; interview with 
Juhani Saarela, autumn 2004

www.botniabanan.se
www.ppth.fi 
www.scanbridge.no

Paint system for  
the Kramfors and Bjästa truss bridges

Paint type Product name Film thickness (µm)

Painting outside

Primer Temazinc 99             40
Intermediate coat Temacoat GPL-S MIO           160
Topcoat Temadur 50           120

Total 320

Painting inside

Primer Temazinc 99            40
Intermediate coat Temacoat GPL-S MIO          160
Topcoat Temadur 50            60

Total 260

Paint system for the Veckefjärden 
girder bridge (Örnsköldsvik)

Primer Temazinc 99             40
Intermediate coat Temacoat GPL-S MIO           200
Topcoat Temadur 50            80

Total 320

In all cases, the preparation grade was blast cleaning 
Sa 2½ (SS055900/ISO 8501-1:1988).

and the steel structures were manufac-
tured by the Norwegian company Scan-
bridge.

Each of the latter two bridges has 
about 35,000 m2 of surface to be paint-
ed. The steel cassettes will be painted 
both inside and out for maximum pro-
tection against corrosion. The contrac-
tors for the in-situ painting have not yet 
been chosen.

A Swedish environmental court is 
handling the case of the planned con-
struction of a bridge almost 2,000 me-
tres long across the Umeå River. This 
mostly concerns impacts on Natura 
2000 areas.•
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Timberjack is a logging machinery company owned 
by Deere & Company. With nearly 40 per cent of the 
market, it is the global market leader for logging ma-
chines. Timberjack’s plant in Joensuu (Finland) manu-
factures the company’s entire range of products, which 
are comprised of harvesters, forwarders, feller bunch-
ers, skidders and loaders. 

Precision woodcraft

With Timberjack machinery, wood is effi ciently harvest-
ed, sorted and transported from the forest for process-

fells, delimbs, cuts, 
and transports

Things that Timberjacks have in common 
are strength and sturdiness, their seamless 
interplay of automation, high technology 
and hydraulics, and long service in forest 
harvesting – guaranteed by quality manu-
facturing – in a great variety of conditions 
in more than 80 countries worldwide. They 
also share the same frame structures for all 
the machines plus protection for their chassis
with matt black polyurethane paint from 
Tikkurila Coatings. 

PERTTI TÖRMÄ   PHOTOS: TIMBERJACK OYJ, HELI SORJONEN, PERTTI TÖRMÄ
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ing and use. Four types of harvest-
er and fi ve types of transporter are 
in production.

A modern forest harvester de-
termines its position with GPS and 
a computer. It easily slices through 
trees up to 60 centimetres thick, de-
limbs and cuts them within a centi-
metre of the specifi ed size. A loader 
hoists the blocks aboard and takes 
them out of the forest to the road-
side. The logging site is tidied up by a 
Timberjack bundler, which compacts 
twigs and felling waste into bundles 
of biomass fuel convenient for han-
dling by machinery. Every machine 
turned out by the factory is for a spe-
cifi c buyer.

Faster and better

The old method used for coating log-
ging machinery was based on alkyd 
paints applied to individual compo-
nents. The machines were paint-
ed again after assembly, which was 
a time-consuming activity and in-
creased costs. Higher volumes of 
output, combined with a reduction 
in interim storage, made a total re-
vamp of the plant’s painting line nec-
essary.

“The main criteria for the design 
of the new paint shop were quality 
and effi ciency,” says Development 
Manager Raimo Sorjonen of Timber-
jack’s plant in Joensuu. The aim was 
to identify a working method to match 
the face-paced manufacturing, plus 
the right products and people.

“Logging machinery is manufac-
tured on demand, and even the com-
ponents are not kept in stock in semi-
manufactured form, so the paint shop 
has to fi t in seamlessly with the work 
of the rest of the plant,” Sorjonen ex-
plains. “The plant turns out between 
fi ve and seven machines a day, mean-
ing well over a thousand a year. A 
single product today takes 250–300 
workhours to produce. We are natu-
rally trying to shorten our throughput 

time as this has a direct impact on the 
plant’s profi tability.” 

In the new paint shop, which was 
completed next to the plant in De-
cember 2002, the parts are treated 
in the form of largely fi nalised sub-
assemblies as they come in from the 
manufacturing process. The painting 
is done in a shorter time than pre-
viously, using a single-application 
method, and the parts are quickly re-
turned straight to the fi nal assembly 
line. The cabins for harvesters and 
loaders come from subcontractors 
ready-assembled and painted. 

Finished in one pass

Tikkurila Coatings Oy’s Technical 
Service was closely involved in de-
signing the new paint shop’s opera-
tions. After extensive testing, the paint 
chosen was the two-component, an-
ti-corrosion pigmented, semi-matt 
acrylic polyurethane product Tema-
dur SC 20. 

“The product has a high solid con-
tent with low VOC emissions, and an 
excellent and long-lasting result is 
obtained by applying one 100–120 
µm thick paint fi lm. Temadur SC 20 
resists weathering and mechanical 
attack well, and it is good for alu-
minium and zinc surfaces as well as 
steel,” says Tikkurila Coatings’ Re-
gional Manager Kalevi Laaksonen. 
“The choice of colour was no prob-
lem as Timberjack’s base structures 
for machines are all matt black. A sin-
gle logging machine requires about 
twenty litres of paint.”

Five-hour painting process

Each logging machinery chassis is 
made of 5–6 large subassemblies, 
which are put together from shot-
blasted steel panels by hand and 
welded by robots. After the prelimi-
nary assembly, the structural parts 
are moved on to the paint shop and 
fastened to a conveyor which takes 

Raimo Sorjonen is pleased 
with the way the new paint 
shop is running. 

The king of the green forest – 
a Timberjack harvester in full 
swing. 

Acrylic polyurethane Temadur SC 20 
is well suited to single-coat applica-
tions. 
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Timberjack facts

Timberjack is owned by Deere & Company, 
also know as John Deere, which started out 
as a one-man workshop in the USA in 1837. 
Today it is a global corporation manufactur-
ing and marketing agricultural, earthmoving 
and logging machinery as well as consumer 
products. It has roughly 43,000 employees 
working in more than 160 countries.

Timberjack’s plant in Joensuu, Finland, 
was established in 1972, and it became 
owned by Deere & Company in 2000. The 
plant’s production capacity has more than 
doubled in a few years. The facility in Joen-
suu manufactures logging machinery de-
signed for the cut-timber harvesting meth-
od. More than 80% of its output is exported. 
The plant has more than 300 employees 
and it also provides over 150 further jobs 
through local subcontractors.

them one or two at a time for washing and phos-
phating.

 The washing removes oil, grease and mechan-
ical impurities from the pieces. Phosphating rough-
ens the surface to give it a better key for painting. 
The parts are air-dried at 185oC after the wash. 
After a short pause to cool them, they are tem-
porarily protected with plugs and tape before be-
ing painted. 

The actual painting is performed by two opera-
tives working in turns. The hardware is a Graco ro-
tary-fan, 180-bar airless spray fi tted with a two-
component pump, which dispenses the paint 
components in the correct proportions. A stat-
ic charge induced electrically in the workpieces 
improves penetration by the paint and helps it to 
spread over the piece’s structures, signifi cantly re-
ducing overspray. 

After a three-stage evaporation and drying 
process at 80oC, the paint coat is suffi ciently dry 
and cross-linked for the protection to be removed 
from the workpieces. Then, after a short period 
for cooling, they are taken straight to the assem-
bly line. For an individual item, the entire painting 
process takes about fi ve hours from start to fi nish. 
The practical operation and internal logistics of the 
painting line are handled by Teollisuusmaalaamo 
Kuivalainen Oy. •

Aki Kuivalainen of Teollisuusmaalaamo Kuivalainen Oy checks the 
quality of a painted surface by measuring the paint fi lm thickness. 
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“There has been low-quality, untreat-
ed timber available for wooden exte-
rior cladding on the market for years. 
This is why we set out a few years ago 
to develop a better quality boards for 
outdoor use,” explains UPM’s Prod-
uct Manager Jan Klemets. 

“Existing demand and the need 
for better timber resulted in the 
WISA-Pro Facade+ cladding, which 
combines technical quality with vis-
ual factors such as style and good 
looks. The raw material used is AB-
classifi ed spruce timber of consist-

ent quality, seasoned to the moisture 
content required for this application. 
The boards are also cut, planed and 
fi ne-sawn, always leaving the heart 
wood of the timber as the fl at sur-
face.”

UPM’s associated company Ab 
Nykarleby EkoPaint Oy, which spe-
cialises in the industrial manufacture 
and treatment of wooden exterior 
claddings, operates in Ostroboth-
nia, Finland. UPM’s WISA-Pro Fa-
cade+ claddings are given the best 
possible protection for transport and 

UPM PRIMES BOARDS 
WITH TIKKURILA’S FINISHING SYSTEM 

Improved quality for wooden products with

water-borne solutions

You get the best possible protection from sunlight and oth-
er environmental factors when wooden exterior cladding 
is primed at the factory according to rigorously monitored 
manufacturing methods. This is the kind of solution provided 
by UPM, which primes its WISA-Pro Facade+ claddings with 
Tikkurila’s Pinja 2+ fi nishing system. Careful surface treat-
ment keeps the boards looking good longer, and it also boosts 
the resale value of the building.

warehousing in EkoPaint’s expert 
handling. 

Effi cient and environmentally 
friendly Pinja 2+

“Every effort is made to ensure that 
our product, which is made from Finn-
ish raw materials, is manufactured 
and coated in an environmentally 
friendly way. Environmental impact 
caused by painting can be kept to a 
minimum and the boards can easily 
be disposed of by burning them. This 
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recycles the energy tied up in them,” 
says Robert Nyman from EkoPaint 
Oy, who is in charge of the painting 
shop. “The best possible solution to 
this was found in Tikkurila’s water-
borne Pinja 2+ fi nishing system.”

The system consists of high-
ly penetrating Pinja Oil priming oil, 
with which the boards are treated 
throughout. The product provides op-
timum protection against mould, blue 
stain fungus and rot, up to 2.0 mm 
from the surface of the wood. Pinja 
Pro Primer special primer protects 
the wood against UV radiation during 
transport and mounting, also provid-
ing a superb substrate for fi nal paint-
ing. Since the exposed side is always 
the tree’s heart wood, the result is a 
long-lasting fi nish.

A unique painting method

“For the past few years we’ve been 
using a painting line developed spe-
cially for water-borne products. It us-
es a vacuum technique, signifi cantly 
improving the absorption of the prim-
ing oil,” Nyman adds. 

Another advantage of the vacuum 
technique is that the boards need to 
be primed throughout, at the same 
time ensuring the consistent quality 
of the board. There is also no wast-
age of paint, and the working envi-
ronment stays clean. 

Price matters

“The focus of attention has been to-
tally on the price in this business for 
a long time. This has eroded the im-
age of wood, and at the same time 

the importance of surface treatment 
has been forgotten, as have years of 
research and tests on wood ma terial. 
But a low price is no guarantee of a 
quality product.

“For us it’s important that the 
product we manufacture is made 
with professional skill from high-qual-
ity Finnish spruce timber and coated 
in controlled factory conditions. This 
means products with longer-lasting 
value, giving the customer value for 
money,” says Jan Klemets. “In this 
way, we can respond to the market’s 
demands for higher-quality wooden 
exterior cladding.”

All-round service

According to Klemets, the idea was 
to give the customer a wider choice 
of colours than just white. As a result 

UPM PRIMES BOARDS 
WITH TIKKURILA’S FINISHING SYSTEM 

In partnership with Tikkurila, UPM 
has chosen the most popular col-
ours from the Tikkurila colour card 
for exterior paints for prefabricated 
house factories and house-build-
ers. When the claddings have been 
primed at the factory in a colour 
that is as close as possible to the 
topcoat, the fi nish is more opaque 
and a primer of a different colour 
does not show up. In addition to 
the colour, the treatment gives the 
wood the best possible protection 
for transport and storage.
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of this, a primer colour card including 
colours such as yellow, green, blue 
and red in addition to white was de-
veloped in partnership with Tikkuri-
la. This is useful both for house fac-
tories and for house builders. When 
the colour of the primer is as close 
as pos sible to that of the topcoat, the 
paint fi lm has better hiding powder 
and the primer’s different colour does 
not “shine” through the topcoat. 

“Taking Finland’s variable weather 
into consideration, spring and sum-
mer are the best times of the year 
for painting and repainting wood-
en houses. Preparations are being 
made for the forthcoming season in 
good time by working three shifts. The 
main thing is for us to be able to serve 
our customers according to demand 
and to provide qualitatively the best 
wooden exterior cladding using the 

optimum manufacturing and painting 
methods,” says Jan Klemets. 

“Product availability is also as-
sured to the highest degree. WISA-
Pro Facade+ cladding fi nds its way 
to the consumer through our exten-
sive network of distributors covering 
the whole of Finland,” Jan Klemets 
assures us. 

Quality-classifi ed boards

“The high-quality industrial paint-
ing process is based on Tikkurila’s 
SATEMA quality system, in which 
the painting is performed in accord-
ance with approved manufacturing 
methods and a rigorously monitored 
painting process. The batch number 
on the back of the quality-classifi ed 
board is an assurance of the qual-
ity of the product as well as that of 

the manufacturer,” Robert Nyman ex-
plains.

WISA-Pro Facade+ cladding have 
a ten-year working guarantee, provid-
ing that the product is treated in com-
pliance with the instructions in the 
maintenance guide included in the 
package. Properly treated and well 
maintained, wooden buildings are 
long-lasting and require little main-
tenance. The long-term effects take 
the form of the wooden building’s in-
creased resale value. 

HEIDI JUVONEN-LINDSTRÖM, 
GROUP MARKETING COORDINATOR

PHOTOS: UPM AND TIKKURILA

Further information:
jan.klemets@upm-kymmene.com
www.wisa.fi 
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Both Finnish and foreign types of wood are used to make garden fur-
niture. In addition to furniture, wood is popular for things like sheds, 
fences, terraces and children’s play areas. Fashionable, exotic brown 

types of timber such as teak and hardwood are gaining ground in the furni-
ture market. One of the most common reasons for choosing them, in addition 
to their unusual appearance, is believed to be the softness of the brown col-
our that is characteristic of these types of timber. 

Keeping the colour right sets demands for the surface fi nishing product. 
Applying it must not change the wood’s own colour, but it must give protec-
tion against the sun’s UV radiation. Because of the different composition of 
different types of wood residue, sunlight affects the appearance of the wood 
surface in different ways. 

Criteria for choosing a surface fi nishing 

The life expectancy of wood in outdoor structures is greatly improved when it 
is primed and fi nished against the variations in weather, damp and other out-
door stresses. In addition to the protective treatment, ecological aspects are 
also important when choosing a product. Using water-borne products can help 
to minimise environmental contamination. These products are also easy to 

Properly chosen surface fi nishing makes 

outdoor wooden 
structures 
long-lasting

Its multiform uses and aesthetic aspects have in-
creased the use of wood for both garden structures 
and environmental construction. Scenery that lives 
with the seasons, combined with wooden structures 
and details, forms a harmonious and ecologically 
sustainable unity to last for years to come. 

RIITTA ERONEN, TECHNICAL MANAGER, INDUSTRIAL WOOD FINISHES
PHOTOS: TIKKURILA AND FINNFOREST

The effect of colour on weatherability in an accelerated weathering test: on 
the right is the situation at the start, on the right after three weeks of the test 
(the lower part of the boards has been protected from the light). 

Continued on p. 32
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Table 1. Recommended length of maintenance inter-
vals with different surface fi nishing products in nor-
mal conditions.

Product group
Maintenance

interval (years)

Unpigmented glaze or wood preservative  1 

Pigmented glaze or wood preservative  3 

Lacquer (colourless) 2–3 

Film-forming pigmented glaze or lacquer 3–7 

Opaque wood preservative and paint 8–15

Table 2. Water-borne surface fi nishing systems 
suited to industrial painting on outdoor wood 
surfaces.

Sawn timber, external walls

Opaque: 
Pinja Oil priming oil and Pinja Pro Primer (can be tinted close 
to the topcoat colour). Topcoat Ultra, Pika-Teho or Teho.
Opaque wood stain type: 
Pinja Oil priming oil and Pinja Top of the desired colour. 
Final surface fi nishing with Vinha. 
Glazing fi lm-forming:
Pinja Oil priming oil and Akvi Wood Primer of the desired 
colour. Lacquer application with tinted Pinjalac Solid.

Terrace fl oors

Oil application:
Pinja W-Oil 
Glazing non-fi lm-forming:
Pinja Oil priming oil and Pinjacolor of the desired colour. 
Final colour with Valtti Akvacolor.

Fine-sawn thermal wood 

Opaque wood stain type: 
Pinja Oil priming oil and Pinja Top of the desired colour. 
Final colour with Vinha.
Glazing non-fi lm-forming:
Pinja Oil priming oil and tinted Pinjacolor (TVT 882R thermal 
wood colour). Final colour with Valtti Akvacolor.
Glazing fi lm-forming:
Pinja Oil priming oil and tinted Akvi Wood Primer (TVT 882R 
thermal wood colour). Lacquer application industrially with 
tinted Pinjalac Solid.

Glulam (precision-sawn surface) 

Opaque wood stain type: 
Pinja Oil primer oil and Pinja Top to the desired colour. 
Final colour with Vinha.
Glazing non-fi lm-forming:
Pinja Oil priming oil and Pinjacolor of the desired colour. 
Final colour Valtti with Akvacolor.
Glazing fi lm-forming:
Pinja Oil priming oil and Akvi Wood Primer of the desired co-
lour. Lacquer application industrially with tinted Pinjalac Solid.

A surface fi nis-
hing suited to hea-
vy wear means an 
enjoyable place for 
the young ones to 
play. 
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handle and the waste paint and wood residue caused 
by the fi nishing treatment can easily be recycled. 

With a correctly chosen surface fi nishing system it 
is possible to make a great difference to the amount of 
time between maintenance jobs. The more demand-
ing the application and the more diffi cult it is to work 
with, the more important it is to pick a surface fi nish-
ing system that will ensure the longest possible main-
tenance interval. 

The maintenance interval 
for wooden surfaces

Surface fi nishing products can be roughly divided 
into two classes:
–  absorbent, non-fi lm-forming glazes and wood pre-

servatives and 
–  fi lm-forming glazes, opaque wood preservatives 

and paints.
Treatment with an opaque product gives the longest 

maintenance interval. Treatments with glazing prod-
ucts always last less long, and maintenance will be-
come necessary sooner than with an opaque product. 
      The surface of the wood being painted also affects 
the result – fi ne-sawn surfaces usually mean a long-
er maintenance interval than planed surfaces. Table 1 
shows a comparison of the maintenance interval with 
different groups of products. However, there are differ-
ences between individual products. 

Film-forming products usually require more work 
when maintenance is done than is the case with 
non-fi lm-forming ones. It is worthwhile to carry out 
maintenance on wooden surfaces treated with opaque 
products as soon as the topcoat is suffering wear to 
some extent, even if the primer is not yet visible. Sur-
faces treated with glazing products which form a fi lm 
often need the old product to be partly stripped off 
before a new treatment can be applied. This makes 
maintenance more labour-intensive than similar sur-
face fi nishings with non-fi lm-forming products.

Horizontal surfaces in outdoor locations are sub-
jected to a great deal of stress from water due to 
snow and/or rain, and this affects the life of the sur-
face fi nishing. In particular, the maintenance interval 
of fi lm-forming paints and glazing products is short-
ened. In most cases, the surface fi nishing begins 
to crack at a strikingly early stage. For this reason, 
horizontal surface in outdoor locations, such as ter-
race fl oors, are treated with non-fi lm-forming surface 
fi nishings, which erodes in a different way and can be 
maintained more simply.

The protective effect of pigmenting

A glazing treatment, such as pigmenting with wood 
preservatives, substantially increases the life of wood. 
Depending on the properties of the pigments, the pro-
tection they give against the harmful effects of UV 
radiation is different. The quantity of pigment also 

With its beautiful colour and good looks, heat-
treated wood is great for terraces. The fl ooring 
in the picture was made with Finnforest’s quality 
Thermo Wood terrace profi le. 

makes a crucial difference to the anti-UV protection: very 
light or low-pigment products give shorter protection than 
dark ones which generally contain a lot of pigments. In the 
case of treating with glazing products, pigments should be 
chosen which resist the effect of the sun’s UV radiation.•

PROPERLY CHOSEN SURFACE FINISHING...
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The combined emissions of 
the joinery industry already 
meet the requirements set 

for 2007. In the furniture industry, 
however, the survey indicates that 
20–30 companies will have to cut 
back on their use of solvents.
 The Government Decree (435/ 
2001) on the restriction of emissions 
of organic compounds caused by the 
use of organic solvents in certain ac-
tivities and plants came into effect in 

Finland in May 2001. This VOC De-
cree, as it is called (VOC = Volatile 
Organic Compound), applies to both 
new and existing plants. The Decree 
sets thresholds for business entities 
(15 or 25 tonnes/per year) and limits to 
which solvent emissions must be kept.
 The reductions have to be effect-
ed either by treating the exhaust gas-
es or with a so-called reduction plan. 
The solvent emissions of plants us-
ing a reduction plan should be below 

1.5 times the targeted  emission lev-
el in 2004 and below 1.0 times the 
targeted emission level in 2007 (sol-
vent emissions 15–25 tonnes, solid 
content 42%, or solvent emissions > 
25 tonnes, solid content 50%).

Questionnaire
on a national plan

In addition to action taken at specifi c 
plants, it is also possible to use a so-

The furniture industry needs to cut back 

on VOC emissions 
PASI MARTIKAINEN, TECHNICAL REPRESENTATIVE, 

EMPLOYERS’ ASSOCIATION OF THE FINNISH FURNITURE AND JOINERY INDUSTRY
PHOTOS: ISKU (FURNITURE), AWUTEK OY (PAINTING LINE)

The Employers’ Association of the Finnish 
Furniture and Joinery Industry and the Finn-
ish Association of Furniture and Joinery En-
trepreneurs have carried out a questionnaire 
survey to determine whether it is possible to 
use a national plan to reduce emissions of 
VOCs in the wood products industry. The abil-
ity to meet solvent emission limits set by the 
VOC decree was also investigated. 
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called national plan to reduce VOC 
emissions. According to the decree, 
a national plan may be submitted to 
the Ministry of the Environment by an 
industry association no later than 31 
December 2004.

The Employers’ Association of the 
Finnish Furniture and Joinery Indus-
try and Finnish Association of Fur-
niture and Joinery Entrepreneurs 
aimed to learn through the survey 
if it was possible to deploy a nation-
al plan and how prepared the wood 
products industry is to meet the sol-
vent emission limits set by the VOC 
Decree. The questionnaire was sent 
to 111 companies and the response 
rate was 30%.

An emission-reduction pro-
gramme has to be submitted for a li-
censed plant when an environmen-
tal permit is being applied for, and in 
the case of plants to be entered in the 
data system, when notifi cation for en-
try in the data system is submitted. 
The application for the permit had to 
be submitted by 31 December 2004, 
and the deadline for notifi cation for 
the environmental agency’s data sys-
tem was 30 June 2004. The VOC de-
cree affects roughly 1,000 compa-
nies in Finland, of which fewer than 
100 are in the wood products sector. 
Most companies in the wood prod-

ucts sector are covered by the per-
mit procedures of the local municipal 
environment authorities.

The joinery industry already 
meets the emission limits

The VOC emissions of the companies 
which responded to the questionnaire 
were calculated using a VOC calcula-
tor based on the use of surface treat-
ment products. The calculation used 
the average solid content and spe-
cifi c weight for each type of surface 
treatment product. The margin of er-
ror for the solvent emission calcu-
lated was estimated at ±5%.

At the joinery industry production 
plants which responded to the ques-
tionnaire (window and door manufac-
turers), the average solid content of 
the surface treatment products was 
over 50% by weight. Surface treat-
ment at most of these plants means 
painting. The overall average solid 
content for the companies was 60%. 
These companies therefore have no 
need to cut back on solvent emis-
sions because of the VOC decree. 
However, questions related to the 
product’s attributes, such as formal-
dehyde emissions or classifi cation of 
indoor climate, may set requirements 
for improvements in surface treat-
ment products or methods.

Need to reduce emissions 
in the furniture industry

Of the respondent companies in the 
furniture industry, 50% of the compa-
nies with solvent emissions of over 
15 tonnes did not fulfi l the solvent 
emission requirements for 2007. The 
situation for companies with solvent 
emissions of 10–15 tonnes was sim-
ilar. An increase in output will easily 
put the company within the sphere of 
the VOC decree. 

Big companies have largely car-
ried out their solvent reduction plans 
or they have no need for one. The 
questionnaire shows that the great-
est need to reduce consumption of 
solvents in the furniture industry is in 
companies with solvent emissions of 
less than 30 tonnes per year. Compa-
nies which use solvent-free lacquers 
– such as UV lacquers – in their pro-
duction in addition to solvent-borne 
lacquers, fulfi l the requirements for 
2007.

It is mostly small and medium-
sized companies whose surface 
treatment is based on solvent-borne 
lacquers and stains which will have 
to take action. The survey indicates 
that the VOC decree means that 20–
30 furniture industry companies will 
have to reduce their consumption of 
solvents. The combined required re-

Solvent emissions can be substantially 
reduced by going over from solvent-borne 
paints, lacquers and stains to water-borne 
or solvent-free products.
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by the Employers’ Association of the 
Finnish Furniture and Joinery Indus-
try, furniture manufacturers and Pir-
kanmaa regional environment cen-
tre estimated that 1,000 tonnes of 
this type of waste are generated in 
Finland each year. The respondents 
produced 220 tonnes of waste paint. 
94% of the companies had checked 
out the landfi ll disposability of their 
waste.

The commonest methods of dis-
posal were landfi ll or sending it to 
hazardous waste treatment. Land-
fi lls were the main method for small 
and medium-sized companies. 
Waste paint was sent for incinera-
tion at power plants by 10–15% of 
the companies. The survey on land-
fi ll disposability found incineration to 
be the best and most environmen-
tally friendly option for disposing of 
waste paint.

New technology and 
items for improvement

Of the companies with emissions ex-
ceeding 25 tonnes, 50% had pro-
duced a reduction plan for solvent 
consumption. Only less than 25% of 
the SME companies using less than 
25 tonnes had done so. How do these 
companies intend to cope with the 
new requirements?

Companies whose solvent emis-
sions are 10–25 tonnes were consid-
ering the introduction of water-borne 
surface treatment products. There 
was little preparedness to make ma-
jor investments in new surface treat-
ment technology as yet. However, 
bigger companies were ready to in-
vest in new technology, to improve 
the effi ciency of the surface treat-
ment process, and to introduce new 
surface treatment products.

One individual measure that was 
mentioned is to reduce the consump-
tion of washing solvents. Items for im-
provement included developments 
in recovery systems, improvements 
in the pretreatment of wooden sur-

duction is fairly low. The total required 
reduction in solvent consumption is 
100–200 tonnes, which is probably 
less than 10% of the total emissions 
of the furniture industry companies 
affected by the VOC decree. 

No added value for 
exhaust gas measurements

Periodical or continuously oper-
ating solvent emission measure-
ments cause companies costs. Of 
the 34 companies which respond-
ed to the questionnaire, 4 had per-
formed measurements. Only compa-
nies with solvent emissions in excess 
of 25 tonnes per year had done so.

A signifi cant observation was that 
the limit for exhaust gases (75 mg/
m3) is exceeded in the spraying area 
even if the company uses only wa-
ter-borne surface treatment products. 
The co-solvents in water-borne sur-
face treatment products are enough 
to exceed the limits set for exhaust 
gases. On the basis of this, little add-
ed value can be expected from ex-
haust gas measurements. When re-
duction plans are made, it is better to 
concentrate on calculations of emis-
sions based on the mass balance in-
stead of emission measurements. 

Of the respondents, 40% use 
VOC calculators based on the mass 
balance for monitoring solvent emis-
sions. In small and medium-sized 
companies, VOC calculators are pre-
dominantly used by companies with 
solvent emissions of 15–25 tonnes 
per year. Only 10% of small compa-
nies with emissions of less than 10 
tonnes use VOC calculators. A VOC 
calculator based on Excel is obtain-
able from the Employers’ Association 
of the Finnish Furniture and Joinery 
Industry.

Disposing of waste paint 
by incineration

A study on the applicability of landfi ll 
disposal for paint shops’ waste paint 

faces and sanding, and the use of 
water-borne UV lacquers and paints 
in the surface treatment of planar and 
moulded pieces. It was also hoped 
that the attributes of water-borne sur-
face treatment products could be im-
proved.

Trying to fi nd common goals

Would it have been possible to car-
ry out an industry-specifi c national 
plan for the reduction of solvent emis-
sions? The combined solvent emis-
sions of the joinery industries (window 
and door industry) already meet the 
targets set for 2007. In the furniture 
industry, 50% of the companies in the 
sphere of the VOC decree which re-
sponded to the questionnaire did not 
meet the requirements set for solvent 
emissions. Implementation could be 
possible in the joinery industry, but 
in the furniture industry it could turn 
out diffi cult to implement a joint target 
and mutually agreed action.

Large companies have mostly 
completed the action necessary to 
reduce solvent emissions to meet 
the requirements of the VOC decree. 
The need to reduce or monitor emis-
sions is mostly in companies which 
use only solvent-borne lacquers and 
whose solvent emissions are 10–30 
tonnes per year. 

Before the end of 2004, compa-
nies were to check out their actu-
al annual consumption of solvents 
and whether they needed to reduce 
emissions. They were also to ascer-
tain their liability for an environmental 
permit, produce a plan to reduce con-
sumption of solvents, and if neces-
sary apply for an environmental per-
mit. Help in making a reduction plan 
could be obtained from manufactur-
ers of surface treatment products.•
Further information: 
www.puusepanteollisuus.fi /Eng
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Factories making both colour 
cards and paints have long 
aimed to decrease the con-

sumption of solvents, thus reduc-
ing occupational health hazards, by 
replacing nitrocellulose paints with 
water-borne products in colour card 
production. In the early phase, efforts 
were made in this direction by using 
water-borne paints but on papers that 
were fi rst coated with a clear NC lac-
quer to make them water-resistant. 
This requires an extra coating cycle 
and the solvent emission is reduced 
only by about half. 

A complete concept, Colour à la 
Carte, has now been developed for 
the production of colour cards. This 
includes water-borne paints and col-
ourants, dispensing equipment, col-
our formula management software 
and hydrophobic (water-resistant) 
paper. Several test programmes in-
cluding drying, adhesion, blocking, 
cracking, colour stability and print-
ability have been done in order to en-

In the new water-borne tinting con-
cept for the production of colour 
cards – Colour à la Carte – the col-
ours are produced by accurate dosing 
of controlled colourants into paints 
according to programmed colour for-
mulae. This method reduces solvent 
emissions and waste, meaning small-
er stocks and increased productiv ity
compared to the current method of 
using solvent-borne nitrocellulose 
paints. The colours can also be easi-
ly reproduced in any quantities.

A new concept for 
the production of colour cards

sure the performance of this water-
borne concept. 

Colour marketing 
and the environment 

Among the most important market-
ing tools for manufacturers of paints 
are colour cards and the colour 
system. Leading manufacturers of 
decorative paints spend about 2% of 
their  net sales on colour marketing; 
this is about the same amount that 
they spend on R&D. 

 Today’s main R&D focus of paint 
companies is on more environmen-
tally friendly products with low or zero
VOC emissions and containing no 
APEO compounds and other harm-
ful substances. The new products are 
made not only to be compliant with 
existing and future regulations but 
also for customers who prefer envi-
ronmentally safe products. The en-
vironment is an increasingly impor-
tant sales argument, and consumers 

must have confi dence that well-
known manufacturers’ products are 
safe in every respect. 

However, colour card producers 
have been left with no choice but 
use nitrocellulose paints contain-
ing high quantities of solvents and in 
some cases even lead-chromate pig-
ments. Also, paint companies order-
ing colour cards indirectly encourage 
the use of these substances. All mar-
keting tools, including colour cards, 
should support the company’s en-
vironmentally friendly strategy. The 
Colour à la Carte concept allows col-
our card producers to comply with 
environmental regulations. 

VOC emissions 
and waste under control

Emissions from paint products con-
stitute approximately 10% of the to-
tal VOC emissions in the “old” EU (i.e. 
before enlargement). The same VOC 
regulation (EU directive 1999/13/EC)

CAROLA GRUNDFELT-FORSIUS & VESA AULANKO, AKTIKO OY, JÄRVENPÄÄ, FINLAND
PHOTOS: TIKKURILA
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applies to the colour card indus-
try as to the paper coatings indus-
try. This regulation stipulates that all 
existing coatings installations using 
more than 15 tonnes of organic sol-
vents per year must reduce their VOC 
emission considerably no later than 
31 October 2007. 

There are two alternatives for re-
ducing emissions: to treat the emitted 
VOC or to move over to using prod-
ucts containing less volatile organic 
compounds. 

There are technical solutions 
available for the treatment of VOC 
emissions, but the investments and 
operating costs will be high and the 
occupational health aspect will not be 
entirely resolved. The installation of 
incinerators for scrubbing VOC has 
not been successful because the sol-
vent emission from the coating of col-
our cards is not constant but comes 
in pulses. This means that these in-
cinerators do not work effi ciently 
without support fuel, which natural-
ly requires more energy and causes 
more CO2 emissions. 

The main method for reducing 
VOC emissions in colour card pro-
duction is to change the process by 
replacing today’s nitrocellulose paints 
with paints containing less organ-
ic solvents. Eliminating the source 
of emission rather than treating the 
symptoms results in sustainable de-

velopment. It also makes it possible 
for colour card producers that have 
sites close to residential areas to 
continue safely in business. 

The new concept works in prac-
tice as a tinting system, making it pos-
sible to produce the precise amount 
of paint needed per colour for the pro-
duction of precisely the economical-
ly optimum number of colour cards. 
Less waste and less harmful waste 
makes waste disposal less expen-
sive.  

Reproducibility is one of the main 
benefi ts of this concept: each colour 
formula is matched only once and 
stored in the database to allow the 
reproduction of exactly the same col-
our when needed. With only enough 
colour to cover the need, there are no 
obsolete stocks to pay for.

Colour accuracy 
and reproducibility

The basis of the Colour à la Carte 
concept is similar to a tinting sys-
tem with controlled base paints, a 
wide range of colourants and auto-
matic dispensing equipment. Colour 
formula management forms a vital 
part of the concept. The tinted paint 
is applied to water-resistant paper, 
and after drying the colour sample 
is ready. 

When a new colour formula has 
been made and approved once, the 
colour can be reproduced later with 
this same formula with no need for 
corrections. This is possible because 
all the components are strictly con-
trolled for batch-to-batch consistency 
and the colourants are intended for 
use with automatic dispensing equip-
ment (Fig. 1). 

The colours can be produced 
without metamerism, because the 
pigments used in the colourants are 
of the same type (the same Colour 
Index) as those used in decorative 
paints. It is not always possible to 
match colours for decorative paints 
without metamerism in nitrocellu-
lose paints because not all the deco-
rative pigments in the solvents used 
are stable. 

The binder system used in the 
Colour à la Carte paint component 
has been selected especially for its 
colour stability both in cans and as 
a dried paint fi lm. Yellowing is mini-
mal during normal storage and usage 
conditions for colour cards. 

How to produce 
colour cards

Method with NC paint
When a paint company wants to in-
troduce a new colour card, a formula 
for each colour is made in the labo-
ratory and a colour standard is pro-
duced. It is then sent to the colour 
card producer for making a new col-
our formula according to the quality 
requirements agreed with the paint 
company. This colour is made in a 
batch of NC paint large enough for 
the whole job, for example 24, 118 or 
230 litres, depending on the number 
of colour cards that need to be pro-
duced. A coated pre-sample is then 
sent to the paint company for approv-
al.

This procedure is normally re-
peated at least once due to colour 
corrections. The colour is corrected 
by the addition of more NC paint to 
the original batch. If necessary, for 
example as a result of metamer-
ism, a new batch has to be produced 
and corrected until the colour is ap-
proved. Actually, because of correc-
tions, much more paint is produced 

Base paint Colourants

Colour formula Tinted colour Dispensing

Paper Coated fi lm

All the tinted colours are constant, when all components 
are kept constant.
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than is necessary for the production 
of colour cards.

The coating process starts when 
all or most of the colours have been 
matched and approved. This can take 
several months for a medium-sized 
colour card or fan deck of about 500 
colours. During this time the NC paint 
is kept in stock.

Because the same colour cannot 
be reproduced without correction, the 
whole order is usually made at once 
and the colour formula is not neces-
sarily stored at all. The colour formula 
may also be unknown due to the un-
known amounts of coloured NC paint 
added to the batch. For the next order 
of the colour card, the same proce-
dure must therefore be repeated.  

Method with tinting system
The working method is different when 
colours are made by so-called paint-
in-paint mixing than by tinting base 
paints. In modern colour card facto-
ries, the coloured NC paints are also 
rather concentrated and automatic 
dosing equipment is used. Never-
theless the colours cannot be repro-
duced using the same colour for-
mula, because the NC components 
are not strictly enough controlled to 
eliminate batch-to-batch variations. 

In the case of a tinting system 
such as the water-borne Colour à la 
Carte system, the procedure is as 
follows. When a colour formula has 
been made and approved for colour, 
metamerism, hiding power, viscosity 
and gloss, it is then stored in the da-
tabase software connected to the au-
tomatic dispensing machine. Due to 
the high accuracy of most machines 
today, the coloured paint can be 
made in the colour laboratory, for ex-
ample in a 1 litre batch, and still give 
the same colour when multiplied by 
17, 162 or any factor, for producing 
coloured paint in the amounts need-
ed for an order.

Coating and drying 

The current coating processes are 
spraying, solid coating, stripe coat-
ing and direct deposit. Replacing 
NC paints with water-borne paints is 
quite easy if the material of the ex-
isting equipment is suitable for use 
with water.

The experience with the water -
borne Colour à la Carte system 
shows that in all methods, except in 
some cases of direct deposit, the ex-
isting coating lines can be used with 
slight modifi cations to the drying pro-

cedure. With water-borne paints, the 
drying parameters are different and 
the possibility of using infrared (IR) 
radiation for drying has been suc-
cessful. 

New colours quickly 
to the marketplace 

When a paint company has decided
to launch a new colour collection, it
involves several functions of the com-
pany: marketing, sales, the colour lab-
oratory (which is usually part of R&D),
and purchasing. A colour collection 
needs careful planning: the number 
of colours, the colours themselves, 
the size of colour samples, the for-
mat: a colour card, a fan deck or col-
our chips – depending on the users.

Today, a colour collection is typi-
cally produced to cover several years’ 
needs. For the colour card manufac-
turer, the reproduction of an existing 
colour card in NC paints also involves 
re-matching all the colours and it is 
almost as laborious and costly to do 
as the production of a completely 
new colour card. 

With the Colour à la Carte con-
cept, the biggest single cost is to set 
up the coating line. Reproduction is 
so easy and relatively cheap. This in 
turn leads to shorter production in-
tervals, less stock and steadier pro-
duction cycles for the colour card pro-
ducer. 

An additional benefi t is the ease 
of producing smaller colour selec-
tions: trend colours, seasonal col-
ours, or colours for special purpo-
ses such as bathrooms or children’s 
rooms. These colour selections may 
be used only for a limited period, but 
they may be very important for sales 
of decorative paints. When the lead 
time is shorter, you can get to the 
market faster with new colours. 

Further information: 
carola.grundfelt@aktiko.com

The above article is based on a 
paper presented at the FATIPEC 
Conference 19–21 April 2004
at Aix-en Provence, France. 
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Water-borne paint for better 
working conditions at Norcolour

HENRIK GRANHOLM, DEVELOPMENT MANAGER (M.SC., ENG.) NORCOLOUR OY AB, PARAINEN, FINLAND
PHOTO: NORCOLOUR 

Colour card manufacturer 
Norcolour has production 
plants in Norway and Fin-

land. The company’s products are 
delivered to the Nordic region, the 
Baltic countries, Eastern Europe, 
Russia and beyond. Norcolour was 
founded in 1991, but its predecessor 
made colour cards in Scandinavia 
from the 1960s onward. Its custom-
ers are mostly paint manufacturers, 
but it also serves other fi elds of in-
dustry in which precise colour tones 
are of great importance.

Since 1996, Tikkurila Coatings Oy 
has cooperated with Finland-based 
Norcolour Oy Ab to develop water-
borne paint for making colour cards. 
Between 2001 and 2004, Norcol-
our carried out a major project when 
Tikkurila Paints Oy updated its col-
our system. In the Tikkurila Sympho-
ny project, only water-borne Akvi CS 
paint made by Tikkurila Coatings was 
used. In addition to Norcolour oper-
ating locally and fl exibly, environ-
mental aspects were of great impor-
tance, when Tikkurila Paints decided 
to place the order with the company 
in Parainen. 

Today colour cards made with 
Akvi CS paint are delivered not on-
ly to Tikkurila but also to all the ma-
jor paint manufacturers in the Nor-
dic countries. A great advantage of 
the new system is that the custom-

er’s own colourants and tinting for-
mulae can be used to make the col-
our cards. This effectively eliminates 
metamerism. 

Not entirely problem-free

Before the Tikkurila Symphony 
project, Norcolour exclusively used 
nitrocellulose paints to make col-
our cards. The changeover to water-
borne products has not been prob-
lem-free. The process has brought 
along some costs. Investments were 
necessary in machinery and the dry-
ing process. Drying waterborne paint 
is initially more challenging than dry-
ing nitrocellulose paint. The company 
believes it has achieved a clear lead 
over its competitors in this fi eld.

In 2007, the new VOC directive 
will enter into force, restricting emis-
sions of solvents in the EU. Norcol-
our has already adjusted its produc-
tion to meet the new limits. In spite of 
this, work continues on the develop-
ment of the water-borne system. It is 
still today slightly more expensive to 
make colour cards with water-borne 
than with nitrocellulose paints. The 
time needed for drying is one of the 
key factors if production costs are to 
be brought down. The spotlight today 
is on fi ne-tuning the system so that 
these differences from the old system 

can be reduced. This will very likely 
be achieved in the near future.

Considerable reduction 
in solvent emissions

Perhaps the most striking difference 
since Norcolour went over to using 
water-borne products has been the 
improvement in air quality in its manu-
facturing facilities. This has also been 
confi rmed by customers who have 
visited different colour card manu-
facturers and by occupational health-
care representatives, who have not-
ed the changes with satisfaction – the 
difference is striking.

Just carrying out the Tikkurila 
Symphony project with water -borne 
paints has reduced the quantity of 
solvent emissions into the environ-
ment by roughly 100,000 kg. The dif-
ference is perhaps most clearly felt 
in the production. When colours are 
mixed using nitrocellulose paint in 
open containers, the workers are ex-
posed to heavy solvent fumes. Akvi 
CS paint is odour-free and it contains 
no harmful solvents. The people at 
Norcolour believe that these environ-
mental developments are lifting the 
business to the standards of the new 
millennium.•
Further information: 
mail@norcolour.fi 

VOC emissions when using 
100,000 litres of paints per year 
  Colour   Nitrocellulose  

à la Carte system
VOC content ~ 55 g/litre > 700 g/litre
Thinner    mainly water ~ 900 g/litre 
VOC emission ~ 5,500 kg/year ~ 75,000 kg/year 

The VOC emissions of a colour card producer are reduced 
to less than one tenth, when the water-borne Colour à la 
Carte products are used instead of nitrocellulose paints. 
When the difference in solid content between NC and 
water-borne paint is taken into account, the VOC reduction 
is even more signifi cant.

Source: Aktiko Oy
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MED
approval for 

Tikkurila
products

Materials used for the interiors of ships have 
to fulfi l the requirements of the Internation-
al Maritime Organisation (IMO). If the vessel 

sails under a European Union fl ag, the products have 
to be approved under the MED (Marine Equipment Di-
rective).

For paint products, this means that fl ame-spreading 
tests have been performed on the product and it has 
been assessed for the toxicity of smoke and combus-
tion gases, and type approval has been obtained for it. 
The quality system of the paint manufacturer is assessed 
regularly by an external inspector.

After approval, the product receives the “helm la-
bel” on the label or side of the can. MED approval has 
been received for Tikkurila Coatings products Temacoat 
GPL-S Primer, Temadur 20/50, Temadur Clear, Dicco-
plast 30, Merit 30, Tematherm AA 30, and Tematherm 
AA 90, and for Tikkurila Paints products Otex, Joker and 
Jalo matt lacquer.

MÅRTEN JUSLIN
APPLICATION ENGINEER
PHOTOS: TIKKURILA 

Further information: 
info.coatings@tikkurila.fi       
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In summer 2004, Pentti Väänä-
nen, Tikkurila Coatings’ export 
manager for the Baltics, retired 

after almost 20 years’ service. Be-
fore coming to Tikkurila he had al-
ready worked for wood industry com-
panies in Lahti (Finland) for 20 years. 
His years in the Baltic countries have 
been educational for both sides.

On 1 October 1990, Väänänen 
set out for Estonia – then a Soviet 
republic – for the fi rst time. The Finn-
ish company Järvinen commissioned 
children’s skis from the Viisnurk fac-
tory in Pärnu, but there were prob-
lems with the paint and lacquer fi nish. 
Väänänen knew skis and the surface 
treatment business, so he was asked 
to help.

It was a big, state-owned facto-
ry, but there was still enthusiasm 
for work and for fi nding solutions to 
problems. The paints, lacquers and 
thinners ordered from Moscow were 
soon replaced with Tikkurila prod-
ucts. “That was when the confusion 
started, time went by and it called for 
good nerves, but the quality started 
to come right,” Väänänen recalls. 

Tikkurila Coatings’ biggest cus-
tomer in Estonia today is Viljandi 
Aken ja Uks, with which the fi rst con-
tact was made in 1992. In 1998, the 
factory open-mindedly started up a 
new, environmentally friendly paint-
ing line for interior doors, which had 
been custom-made for water-borne 
UV-cured products. According to 
Väänänen, the line continues to op-
erate just as planned.

The fi rst customer in Latvia was 
Bolderoy, a manufacturer of hard-
board and chipboard. A Finnish 
company was buying painted hard-
board from them and wanted “West-
ern quality”. Once again the job went 
to Tikkurila. Since 1992, paints have 
also been delivered to A/S Latvijas 
Finieris, a company which is now one 
of Europe’s leading manufacturers of 
birch plywood. Business started up in 
Lithuania at about the same time with 
an importer called Skandex. 

On the move at the right time

“It was really tough at fi rst as noth-
ing went right. Consignments disap-
peared and there were no spare parts 
for broken machinery,” Väänänen re-
members. “Travelling was much more 
complicated than it is now, and in oth-
er ways too it was incredibly hard to 
make contact by today’s standards. 
You had to have a visa and there was 
a lot of red tape making it harder to 
do business.

“Still, it was the right time to get 
started, even if you found yourself 
beating your head against the wall 
sometimes,” Väänänen says. “Tikkuri-
la has moved ahead with industrial 
coatings judiciously, not competing 
on price in the hope of a fast profi t. 
Continuity and reliable delivery are 
appreciated in the Baltic countries.”

Tikkurila’s industrial coatings are 
now moving briskly. Some deliver-
ies are still direct, but a growing pro-
portion is handled by distributors. 
In all, there are about 200 Tikkurila

distri butors in the Baltic countries, 
of which some 20 also sell industrial 
coatings. SIA Asto-Riga, with which 
relations started in 1996, is today 
Tikkurila Coatings’ biggest distribu-
tor throughout the Baltic countries.

The fi rst products in the Baltic 
countries were industrial wood fi n-
ishes – paints and lacquers. Prod-
ucts for metals came later. The avail-
ability of Tikkurila products in Estonia 
improved at a stroke when the com-
pany got its own warehouse and tint-
ing equipment in Tallinn in 1993. This 
meant a lower threshold for ordering 
Finnish paints and lacquers, espe-
cially in the case of small companies. 
The same thing happened in Latvia 
when a service centre was opened in 
Riga in 2000. 

Pentti Väänänen is unwilling to 
predict the future, but he notes that 
the competitive scenario won’t stay 
so good for us for much longer. “EU 
membership has meant more inward 
investment, but within fi ve years pric-
es will go up, and so will the price of 
labour. You also have to remember 
that the Baltics are not a single unit 
but three different countries, with dif-
ferent languages and different cul-
tures. And you must never neglect 
humour – it can get you a long way, 
even through the language barrier.”

BALTIC EXPORT MANAGER REMEMBERS:

It all started with 

skis…

Pentti Väänänen trained his succes-
sor, Pekka Ovaska, for half a year be-
fore retiring to the familiar sights of 
Lahti.
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Plastisol has a greater fi lm 
thickness than other coil 
coatings, which gives pro-

tection against mechanical stress in 
profi ling and makes the sheets easi-
er to handle for installation and main-
tenance work. The thicker fi lm does, 
however, make the coating more vul-
nerable to edge corrosion, and PVC 
is not the best possible option for re-
sistance to heat and UV radiation. 

Surface structure matters

Research and development into new 
coil coatings has focused on retaining 

Structured 
Novacoil® coatings 
replacing plastisol

As recently as the 1990s, plastisol was still the commonest coat-
ing used to paint hot-galvanised steel sheet. Today, however, it 
has been almost totally superseded in Finland by polyurethane 
and polyester paints for roof coatings. The trend has been the 
same in all the Nordic countries. The new, structured Novacoil®

coatings are Tikkurila Coatings’ response to this need.

the excellent mechanical qualities of 
plastisol. Typical features of the new 
coatings are different kinds of surface 
structure and texturing. The idea of 
this is not just to enhance the coat-
ings’ good looks and to distinguish 
them from other coatings – in many 
cases, the mechanical qualities are 
also improved.

Flexibility, scratch resistance, 
abrasion resistance and dirt pick-
up are characteristics of coatings 
which can be infl uenced by adding 
structure-giving organic extenders to 
the paint. The surface structure can 
be achieved chemically by interfer-

ing with the fi lm formation or by ad-
ding particles to the paint which part-
ly melt and become bonded to the 
binder matrix as the coating dries.

The appearance of the surface 
structure can be modifi ed by means 
of the particle size, by particle size 
distribution, and the melting point of 
the particles. The fi lm thickness of the 
coating and the type of binder also 
make a big difference. When manu-
facturing new coatings, in addition to 
adjusting the colour and gloss grade 
during production and quality con-
trol, one should modify the structure, 
which also affects the characteristics 
referred to above. 

KAJ LINDEQVIST, R&D MANAGER, COIL COATINGS PHOTOS: TIKKURILA
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Testing coatings

Before a new coating is launched on 
the market, it has to undergo a large 
number of tests, outdoor testing and 
test applications. The largest quantity 
of Novacoil® coatings is used by the 
construction industry.

The external parts of buildings 
– such as roofs, façades, rainwater 
drainage systems and other sheet 
steel elements – are a major chal-
lenge in terms of weatherability re-
quirements. As all coil coated sheet 
metal is profi led and shaped only af-
ter it is coated, this places exception-
ally high demands on the coating’s 
fl exibility and its other mechanical 
qualities.

The testing carried out on coat-
ings investigates the following:
–  weatherability, using accelerated 

testing and fi eld tests
–  hardness
–  fl exibility
–  adhesion characteristics
–  resistance to moisture and corro-

sion.
Depending on the intended appli-

cation, heat resistance and chemical 
resistance may also be tested. 

The use of structured coatings

Tikkurila Coatings Oy is the Nor-
dic region’s biggest supplier of matt 
polyester, under the product name 
Novacoil® Wrinkle Polyester. This 
matt-fi nished product is used on pro-
fi led tile sheet roofi ng, and it is also 
highly popular in Eastern and Cen-
tral Europe. Matt polyester has ex-
cellent weatherability and corrosion 
protection, making it well suited as a 
roof coating.

The use of polyurethanes for coat-
ing sheet metal has been increasing 
steadily in the past decade. An ad-
vantage of polyurethane is its excel-
lent balance between hardness and 
fl exibility. In addition to this, poly-
urethane coating has superb chemi-
cal resistance and weatherability.

A polyurethane coating can be 
given a lightweight structure, thus al-
so increasing the product’s scratch 
resistance and abrasion resistance 
(Novacoil® Polyurethane T). In ap-
plications requiring particularly hard 
abrasion resistance and excellent 
fl exibility, such as roller shutters, 
the structured polyurethane coating 
Novacoil® Polyurethane RS is also 
used. 

New structured polyester coat-
ings, such as Novacoil® Polyester 
HA/HB and Novacoil® Textured Poly-
ester, are gaining more and more 

popularity as they improve the coat-
ing’s abrasion resistance and work-
ability. The commonest applications 
are sheet roofi ng, rainwater drain-
age systems and other sheet steel 
elements. The products are based 
on a polyester binder of which there 
is practical experience going back 
for years. A structured superpolyes-
ter (Novacoil® PX-201 HA/HB) is al-
so used when the product’s UV radi-
ation resistance needs to be further 
improved. 

An example of the very latest in 
product development is the matt-
fi nished polyurethane coating No-
vacoil® Wrinkle Polyurethane. It re-
sembles matt polyester, but it has 
better scratch and abrasion resist-
ance. The product’s better workabil-
ity also makes it suitable for machine-
folding.•

Views of the coating through a microscope, in cross-section 
(left), seen from above (right).
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Structure-giving particles.

Chemical composition
Melting point,
°C

Particle size,
µm Attribute

Polyamide 6, 11 and 12 142–177 5–100 Structure, improves scratch resistance 
and resistance to abrasion

Methylmetacrylate  
polymer

Not specifi ed 20–100 Structure and mechanical qualities

Polyester 108–196 20–100 Structure and fl exibility

Polyolefi n  max. 260 18–340 Structure and mechanical qualities

Important  tests for coatings intended for outdoor use.

Attribute tested Test
Standards

Hardness Pencil hardness ASTM D 3363, EN 13523-4, ISO 15184

Taber-abrasion-resistance ASTM D 7060, EN 13523-16

Scratch resistance ISO 1518, EN 13523-12

Flexibility and adhesion Impact resistance ISO 1518, EN 13523-5

T-bend ISO 1519, EN 13523-7

Corrosion Salt-fog ISO 7253, EN 13523-8

Cyclic corrosion test ASTM G85

QTC ISO 4628-2

UV-resistance (accelerated tests) QUV-A and QUV-B EN 13523-10

Xenon

Tikkurila Coatings’ new structured Novacoil® coatings.

Novacoil® coil coatings Appearance and properties Usual applications

Wrinkle Polyester Matt fi nish, good weatherability Sheet roofi ng

Textured Polyester Structured, good handling characteris-
tics

Sheet roofi ng, folded roofi ng, external walls, 
facades and rainwater drainage systems

Polyester HA
Polyester HB

Structured, thick fi lm, good handling 
characteristics

Sheet roofi ng, folded roofi ng, external walls, 
facades and rainwater drainage systems

PX-201 HA
PX-201 HB

Structured, thick fi lm, good handling 
characteristics, excellent weatherability

Sheet roofi ng, folded roofi ng, external walls, 
facades and rainwater drainage systems

Polyurethane T Structured, good handling characteris-
tics, excellent weatherability

Sheet roofi ng, folded roofi ng, external walls, 
facades and rainwater drainage systems

Polyurethane RS Structured, good handling characteris-
tics and abrasion-resistance

Venetian blinds and roller shutters

Wrinkle Polyurethane Matt fi nish, excellent weatherability, 
excellent handling characteristics

Sheet roofi ng and folded roofi ng

STRUCTURED NOVACOIL® COATINGS...
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Tikkurila Coatings has issued a col-
our card called Novacoil® Metallic Col-
ours for metallic and “colour-chang-
ing” coil coatings. The card has a total 
of 36 colours in three different prod-
uct groups: “subdued” Novacoil® Me-
tallic, “scintillating” Novacoil® Spar-
kling Metallic, and Novacoil® Colour 
Shift with colours that vary accord-
ing to the angle it is viewed at. These 
colours can be produced in polyester, 
polyurethane and PVDF coatings.

Coil coated products differ from 
other painted products in that fl at 
steel or aluminium strips are paint-
ed at the coating process by the coil 
coater who sends the coated coils to 

its customers, who mould the mate-
rial into the desired shape. This sets 
heavy demands for the products, par-
ticularly in terms of fl exibility, and they 
are also usually expected to have ex-
cellent weatherability.

In coil coating, various types of 
structured fi nishes and special effects 
are constantly growing in popularity 
(see article on p. 42). Structured fi n-
ishes, such as matt polyester, struc-
tured polyurethanes and polyesters, 
are used today in vast quantities. Var-
ious special effects, such as the col-
ours on the new colour card, are al-
so gaining in popularity.

New colour card 
Novacoil®

Metallic Colours
for coil coatings

Special effect colours are used 
a great deal in public buildings and 
offi ces but also on smaller items such 
as rolling shutters. Effect colours can 
be used either throughout a building 
or for details such as a stripe around 
it.

The Novacoil® Metallic Colours 
card features both subdued colours 
for adding a discreet touch of digni-
ty to a building and strong colours for 
making a building stand out and at-
tract attention.

PETER PORTIN
TECHNICAL MANAGER
COIL COATINGS
PHOTO: TIKKURILA

Ideas and topics to editors: 
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The products originally used for 
coil coating were solvent-borne, 
but for environmental reasons 
water-borne alternatives for them 
were developed in the 1980s. How-
ever, these do not always work en-
tirely satisfactorily on high-speed 
painting lines. Water-borne coil 
coatings are used on slower lines 
for special products and on lines 
with no afterburners.

The facade of the Audio-
visual Education Institu-
tion in the Arabianranta 
district of Helsinki us-
es many colours. In ad-
dition to the colours, the 
use of different profi ling 
solutions highlights this 
sophisticated design.
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Coil coating is an ecological-
ly acceptable and economi-
cal way to paint thin sheet 

of aluminium or steel in a continuous 
process. The process is often high-
ly automated and effi cient. Smooth 
coils of thin metal, which can weigh 
as much as 10 tonnes, are a maxi-
mum of 2 metres wide and 0.14–2 
mm thick. Steel strips are normally 1–
1.25 m wide and 0.5 mm thick.

The coil coating process is also 
highly environmentally friendly. Al-
most all modern painting lines have 
an afterburner, in which vaporised 
solvents are burned off, heat is re-
covered and the gases of combustion 
are scrubbed before being vented. 
There is a special purifi cation plant 
for cooling water etc., so emissions 
into both the air and water are under 
tight control.

Water-borne products 
were tested 20 years ago

 A lot of coil coating lines used to be 
without afterburners. When environ-
mental and pollution issues came to 
the fore in the 1980s, the idea arose 
of developing water-borne paints al-
so for coil coating. Development work 
proceeded apace in spite of the many 
problems, and even in the fi rst half 
of the decade water-borne topcoats, 
backing coats and primers were 
available.

The quality and weatherability of 
these new paints were improved to 
give them attributes that were equal 

to those of comparable solvent-borne 
coatings. The most popular painting 
system using water-borne products 
was based on an acrylate binder, and 
it was used as both a topcoat and a 
backing coat. In addition to this, there 
were water-borne primers (including 
some based on a polyurethane bind-
er) and silicone-modifi ed topcoats 
available.

Before the paints could work as 
expected, many problems had to be 
solved. Some of the diffi culties were 
related to the product itself: low fl exi-
bility, adhesion, weather resistance, 
and so on. Other problems concerned 
the application of the paint: poor fl ow, 
short pot life, too fast drying, or dried 
paint forming a “drift” in the paint 
tray.

Sometimes there was also a prob-
lem with cleaning the rolls: the paint 
dried fast so effi ciently that normal 
cleaning was impossible. The fi n-
ished paint surface sometimes had 
streaks on it, particularly after long 
runs. Paint in the tray began to dry 
on the surface as a result of con-
tact with the air, forming lumps that 
caused streaks when the paint was 
applied. 

Different paints 
for different speeds

Faster production lines in the paint-
ing process led to a situation in which 
water-borne coil coatings could no 
longer be used as their maximum ap-
plication rate (50–60m/min) could not 

be exceeded. Also, more energy was 
needed for the afterburner stage to 
eliminate the water evaporating from 
the paint. This meant higher energy 
costs. 

In the fi rst half of the 1980s, vast 
quantities of water-borne acrylate 
products were used as topcoats paints 
and backing coats in the Nordic coun-
tries. However, higher speeds on ap-
plication lines caused problems, and 
most coil coating users went back to 
using solvent-borne products. Nowa-
days water-borne paints are not used 
on large, high-speed lines.

Growing environmental aware-
ness has sparked new interest in 
water-borne coil coatings also in 
growing markets such as Russia. 
There is nothing wrong with the du-
rability of the paints, but because of 
other problems, major coil coaters 
prefer to coat their thin sheet with sol-
vent-borne products.

In special cases, water-borne 
paints could be used on smaller and 
slower lines, but this requires special 
arrangements (such as “encapsula-
tion” to prevent surface drying), so 
that they could do the job satisfacto-
rily. Overall costs and effi ciency as-
pects mean that traditional coatings 
still perform the best.

Tikkurila Coatings has a wide 
range of both solvent- and water-
borne coil coatings. Working togeth-
er with the customer, the best system 
can be picked for the fi nal application, 
fi guring in the product’s attributes, 
economic aspects and durability. •

Water-borne products 
available also for
coil coating 

PER-ERIK AURA, VICE PRESIDENT, COIL COATINGS  PHOTO: TIKKURILA



A boat looks its best when it has a long-lasting surface 
treatment and colouring. For decades, Tikkurila’s in-
dustrial coatings have had strong evidence of products 
which resist weather and mechanical wear. This is par-
ticularly important for applications exposed to climatic 
stress and immersion. This is why our products are al-
so excellent for the surface treatment of boats. 

Without suffi cient protection, an untreated surface 
is exposed to changing weather conditions and vari-
ous environmental factors. A properly chosen surface 
treatment prevents corrosion from getting started and 
stops microbes from getting under the paint surface, 
and it also means longer intervals between servicing. 
A carefully treated surface is easy to keep clean and it 
will please the eye for years to come. 

A further proof of our paints’ durability is that Buster’s 
Inha Works in Ähtäri went over to using a Tikkurila sur-
face treatment system in July 2004. In the future, all of 
Buster’s aluminium boats from M to Magnum will be 
primed with two-component Temacoat RM 40 epoxy 
paint and fi nished with a topcoat of two-component 
Temadur 90 polyurethane paint. The parts above the 
waterline are fi nished with Temadur Clear acrylic poly-
urethane lacquer. 

Tikkurila has a range of paints and lacquers suitable 
for painting new and previously painted boats, whether 
they are of steel, aluminium, plastic or wood. The prod-
ucts can conveniently be tinted to the desired colour in 
batches as small as one litre by your local Temaspeed 
distributor. The contact details of distributors can be 
found at the website www.temaspeed.com. 

HEIDI JUVONEN-LINDSTRÖM

Protective treatment 
lengthens the life of boats 

P.O. Box 53, Kuninkaalantie 1
FIN-01301 VANTAA, Finland
Tel. +358 9 857 741
Fax +358 9 8577 6911
E-mail: info.coatings@tikkurila.fi 
www.tikkurila.com
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