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Dear reader,

I have followed the industrial coatings busi-
ness from a front-row seat for over four months 
now. During this period, plenty has happened 
— plenty of learning, plenty of strategic defi ni-
tions of policy and plenty of concrete actions. 

The Tikkurila Coatings organisation has 
experienced demanding challenges while 
switching to a new system for steering oper-
ations management. Unfortunately, also our 
customers have had to experience distur-
bances in our service. Our usually very reli-
able deliveries have been occasionally jam-
ming. I wish to thank our customers for your 
understanding and support during the time 
we were fi xing our things in order to serve 
you even better! 

Towards the end of 2005, Tikkurila sold its 
coil coatings business. This gives us an op-
portunity to focus more effi ciently on serving 
the metal and woodworking industry both in 
Finland and abroad. The paints and coatings 
for these industries are the core of our strat-
egy – we invest all of our expertise in develop-
ing them, as a pioneer should.

The focus of our R&D will be in develop-
ing water-borne industrial coatings and prod-
ucts with a low solvent content. In addition to 
the interest of our customers and our envi-
ronment, the VOC directive regulating solvent 
emissions and the REACH chemical legisla-
tion slowly progressing in the EU commission 
and its requirements also support this strat-
egy. The latter will set major challenges for the 
product development of the entire chemical 
industry. In this respect, Tikkurila is in a good 
position, however — several of the required 
items already exist or have been extensively 
prepared — thanks to our many years’ work 
on protecting the environment and decreas-
ing the amount of solvents.

A signifi cant achievement in 2005 was the 
RadTech Europe innovation award Tikkurila 
Coatings received during the RadTech con-
ference in Barcelona in October – the award 
was granted for the water-borne UV-curing 
lacquering method UVITEC developed for 
three-dimensional objects. This innovation of 

New age
of Tikkurila Coatings

the century provides Tikkurila Coatings and 
the furniture industry — only as an exam-
ple of a branch of industry — the possibil-
ity of the century to meet the requirements 
of the tightening environmental legisla-
tion while clearly improving overall econo-
my. You can read more about the UVITEC 
method elsewhere in this magazine. 

Today, Tikkurila Coatings is a very inter-
national company. Even with almost 70% 
of our turnover coming from abroad, how-
ever, leadership in the quality-driven do-
mestic market is the key factor of con-
tinuous success for Tikkurila. Our other 
strategic main market areas are Scan-
dinavia and the growth areas of the paint 
industry, Russia and the rest of the East-
ern Europe. In these areas, our goal is to 
achieve an important 
position and to grow 
at a faster rate than 
the market .

Tikkurila Coat-
ings believes strong-
ly in the important 
role of distributors in 
the sales of indus-
trial paints as a part 
of comprehensive 
service. For this rea-
son, we continue to 
develop our well-re-
ceived Temaspeed 
concept. As of this 
writing, the Temaspeed network is already 
serving the industry in 25 countries in 
Europe and Central Asia by 250 distributors 
and keeps on expanding.

Thus, the new age of Tikkurila Coatings 
means changes and major challenges for 
us. However, every challenge is a possibil-
ity, an opportunity to a better future. You are 
welcome to join us!

ILPO JOUSIMAA
EDITOR-IN-CHIEF
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Tikkurila has simplifi ed its structure by merging its compa-
nies in Hungary and the Baltic States. Tikkurila now has 
single legal companies in Hungary and each of the Baltic 
countries. The changes concern the legal companies only ;
the operative businesses continue as before, meaning, for 
example, that industrial coatings and decorative paints con-
tinue to have sales and marketing organizations of their 
own.

– From 30 April 2005, Tikkurila companies Tikkurila Fes-
ték Kft and Tikkurila Coatings Kft. in Hungary have been 
operating under the common name of Tikkurila Kft.

Tikkurila becomes 
the leader in Russia

On 1 November 2005, Tikkurila Oy announced that it had ac-
quired the paint company OOO KRASKI TEKS in Russia. The 
agreement is subject to fi nal approval by the relevant authorities 
and other conditions set out for fi nalising the transaction. The 
debt-free purchase price was set at USD 40 million.

The acquisition will double Tikkurila’s market share in deco-
rative paints and make it the clear market leader on the Russian 
paint market, which is showing very strong growth. The compa-
ny will have four paint plants and a network of retail outlets in 
100 towns and cities in Russia along with strong brands in all 
customer segments.

KRASKI TEKS has experienced strong growth during the 
past few years and it is today one of the strongest local play-
ers on the Russian decorative paints market, which has an es-
timated total volume of some 500 million litres. KRASKI TEKS 
has a 10% share of these markets while Tikkurila currently has 
some 9%.

KRASKI TEKS was established in 1994. The company has 
paint production in St Petersburg and Stary Oskol in Western 
Russia, and a central warehouse in Chelyabinsk. The exten-
sive production range consists of both water- and solvent-borne 
paints, wood stains and putties. 

Tikkurila has been an active player in Russia and the former 
Soviet Union since the mid-seventies. In 1995, paint production 
was started in St Petersburg and in Moscow in 2000, the same 
year when also a sales company and a central warehouse were 
established in Novosibirsk, in the centre of Siberia. Tikkurila is 
today the best-known western paint brand in Russia. 

In 1998, Tikkurila established the sales company ZAO 
Tikkurila Coatings in St Petersburg to be of service to industrial 
customers throughout the big country with the help of distribu-
tors. Products for the wood- and metal-working industries are 
exported from Finland under the name of Tikkurila Coatings.

ARJA SCHADEWITZ

Changes in Tikkurila
  in Hungary and  

Tikkurila Coatings has received an award from the 
RadTech Europe Association for the development 
of the UVITEC ultraviolet (UV) coating system, 
which utilizes UV curing in an inert atmosphere. 
The award was presented last October on the oc-
casion of the RadTech 2005 Conference in Barce-
lona, Spain. The competition was open to all com-
panies employing UV/EB technology. 

The competition had three categories: Printing 
& Packaging, Automotive & Specialty and Indus-
trial Coatings & Adhesives. Tikkurila participated in 
the third category with its water-borne UV-coating 
method, which consists of a spraying booth with a 
recovery system, lacquers and a UV curing oven 
suitable for 3D components (UVITEC). 

This was the second time that RadTech Europe 
(RTE) Association for UV/EB technology hosted 
the RTE Award for Innovation Competition. The 
competition has been designed to recognise and 
encourage innovative companies utilizing technol-
ogy based on curing with ultraviolet radiation (UV) 
or electron beams (EB). These technologies are in 
use in a wide variety of industrial sectors, and the 
trend is upwards because of the increasing pres-
sure to decrease organic solvents and improve 
product performance.

ARJA SCHADEWITZ 

Mr Kari Soljamo, Vice President, R&D, for Tikkuri-
la Coatings (left), receives the RadTech Europe 
award from Mr Wolfgang Paulus, Chairman of the 
Award Committee.  PHOTO: RADTECH

Tikkurila receives 
RadTech Europe 
innovation award 
FOR INDUSTRIAL COATINGS & ADHESIVES

news
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Tikkurila Coatings was the fi rst to arrange a seminar in the Bal-
tic area regarding emissions of volatile organic compounds. The 
seminar took place in Tallinn in April 2005. There were some 
150 participants from various companies in Estonia, Latvia 
and Lithuania. Simultaneous interpretation was arranged for 
the event, since both the lecturers and the audience were from 
Finland and Baltic countries and the language selection was 
wide. 

The Baltic countries joined the European Union in spring 
2004. At the same time, they agreed to follow the EU directive 
restricting emissions of volatile organic compounds (1999/13/
EC), which will become valid in stages also in these countries 
by the end of year 2007.

“The idea to arrange a seminar came from our customers,“ 
says the organiser of the event Rymas Herman, the Sales Man-
ager for industrial coatings in our Estonian company. “Informa-
tion was needed about the contents of the directive and its ef-
fects, because the matter had not yet been widely dealt with in 
any of the Baltic countries.”

The programme of the seminar day included both the con-
tent of the VOC directive as well as customer-specifi c calcula-
tions of solvent emissions. Paint and equipment suppliers de-
scribed how different products and methods can also reduce 
emissions.

The lecturers in the event were experts in the fi eld from sev-
eral countries. Joel Valge and Elle Haljak from the Estonian Min-
istry of the Environment and Anneli Karjalainen from the Minis-
try of the Environment of Finland. Cefl a srl from Italy, Venja kob 
GmbH from Germany and Triab AB’s Estonian importer 
represented the equipment suppliers. The lecturers from Tikkuri-
la Coatings were Vice President Kari Soljamo and the Technical 
Service Manager Arto Nummela.

The feedback from the seminar was very positive. We will 
be delighted to arrange a similar event in another Baltic coun-
try on request. 

PEKKA OVASKA, EXPORT MANAGER
PHOTO: PETRI JÄRVINEN

Elle Haljak from the Estonian Ministry of the Environment 
explained the recycling possibilities for used paint cans and 
related legislation in Estonia. 

VOC information 
in a seminar in Tallinn

Tikkurila Oy signed an agreement on 19 October 2005 
to sell its coil coating business to the Finland-based Tek-
nos Group Oy. Net sales of the operations totalled ap-
prox. EUR 15 million in 2004. The parties have agreed 
not to disclose any fi nancials details. The actual take-
over of the business took place on 1 December.

Teknos will transfer the coil coatings business to 
a new company established under the name of Tek-
nos Nova Coil Oy (TNC). Some of the key person-
nel related to sales and R&D in Tikkurila’s coil coat-
ing business transferred to the Teknos Group as old 
employees.

No employees in coil coating production will trans-
fer to the new company. Production will continue at 
Tikkurila for a certain transitional period in order to 
secure deliveries to customers. During this time, the 
tasks of the employees working in coil coating produc-
tion will be reorganised and they will be offered new 
jobs at Tikkurila companies.

The principal owner of the new company is the 
paint manufacturer Teknos Group Oy. Mr Ulf Koivula, 
formerly President of Tikkurila Coatings Oy, is a mi-
nority shareholder and also Managing Director of the 
new company.

Coil coatings represent a special area of expertise 
within the paint industry, and they have been part of 
both Tikkurila’s and Teknos‘s product range since the 
late 1970s. Combined operations will bring more re-
sources into the business area and improve effi ciency, 
thus benefi ting customers. The new company will be a 
signifi cant and competitive player in Finland.

 ARJA SCHADEWITZ

Tikkurila sold 
its coil coating 

business to Teknos

companies 
the Baltics 

– From 1 October 2005 AS Vivacolor and AS Tikkuri-
la Coatings in Estonia have been operating under the 
name of AS Tikkurila-Vivacolor.

– The decorative paints company SIA Vivacolor in Latvia 
changed its name on 1 October, 2005 to SIA Tikkuri-
la-Vivacolor. This company and the industrial coatings 
company SIA Tikkurila Coatings merged on 1 January 
2006 and now operate under the common name of SIA
Tikkurila-Vivacolor.

– The decorative paints company UAB Vivacolor in 
Lithuania changed its name on 3 November 2005: it is 
now called UAB Tikkurila-Vivacolor.

ARJA SCHADEWITZ 

news
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Tikkurila Coatings Oy has already 
offered its customers a wide range 
of products comprising both pow-

der coatings and wet paints for indus-
trial applications for years. During a long 
period , our business partner in powder 
coatings was Ruhr-Pulverlack GmbH, a 
German company belonging to the Ferro 
Group. A few years ago, Rohm and Haas 
Powder Coatings acquired the operations 
of both the Ferro Group and another suppli-
er of powder coatings, Pulverlack from Italy. 
     At the outset of 2005, Tikkurila and Rohm 
and Haas Powder Coatings signed a dis-
tributor alliance for the sale and market-
ing of powder coatings in North and East 
Europe. Tikkurila Coatings now exclusively 
handles the sale of powder coatings in Fin-
land, Sweden and Norway as well as in Es-
tonia, Latvia, Lithuania, Russia and other 
CIS countries. 

In this area, Tikkurila’s products for the 
metal industry are well known and their 
market position is strong. Powder coatings 
complement our overall service range, as 
the customer is now able to obtain both wet 
paints and powder coatings from Tikkurila. 
This expanded product selection supports 
both the current and future needs of cus-
tomers.  

A comprehensive range 
of powder coatings  

There are various products amongst these 
powder coatings, and their features and 
recommended applications vary. In Tikkuri-
la’s standard line of products, epoxy, poly-
ester, epoxy-polyester and polyurethane 
qualities can be found, with gloss grades 
varying from 5 to 95.    

Special products are also offered such 
as metallic and textured coatings. Our anti-
graffi ti products (Graf-away) provide perma-
nent protection against graffi ti and scrawls, 
and our heat-resistant line (Mor-Temp) is 
well-suited for the surface treatment of ex-
haust pipes and grills, for example.   

Rohm and Haas
              JUHANI SAARELA

VICE PRESIDENT, INDUSTRIAL METAL COATINGS

PHOTO: STUDIO ZOOMI
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Powder Coatings
  reinforce Tikkurila’s service
      in North and East Europe

For priming, Tikkurila Coatings 
now feature, in addition to water-
borne and solvent-borne paints, pow-
der coatings – for instance, a zinc-
pigmented primer which substantially 
improves the protection against corro-
sion obtained with powder coatings. 

Of the wet paints, for instance, 
Fontecryl PP, a water-borne, anti -
corrosive  pigmented acrylic prim-
er is particularly appropriate for use 
underneath  a powder coating. By 
using wet paint as a primer, a more 
durable result can be obtained if the 
object being painted has diffi cult cor-
ners and fi ne cavities, etc. Wet paint 
penetrates these places better than 
powder coatings.       

Expert help in the 
selection of products 

The basic principle behind Tikkuri-
la Coatings is to offer its customers 
comprehensive service through its ex-
pert personnel. Our technical service 
provides support on a customer-spe-
cifi c tailor-made basis and, together 
with the customer, looks for the sort 
of technical solutions by which in-
creased turnaround capacity  and re-
duced costs can simultaneously be 
achieved.   

By working with each customer 
and listening to his wishes, we are ca-
pable of providing an alternative that 
is both technically the best one and 
economically the most profi table for 
various surface coating requirements. 
The solution in production processes 
can either be a powder coating or wet 
paint, or the use of both. Shades and 
gloss grades of powder coatings and 
wet paints can be adjusted so that 
they defi nitely suit each other, and 
they can be fl exibly ordered from the 
same supplier – Tikkurila. 

Powder coatings can also be ordered 
via the well-equipped Temaspeed dis-
tributors. They are capable of fl exi-
ble service because their sales out-
lets are frequently located close to 
the customer. Deliveries are expedit-
ed very quickly and the distributor al-
so offers technical assistance on the 
local level.   

No solvent emissions 
from powder coatings

The fi rst concrete requirements of 
the European Union’s VOC directive 
concerning the industrial use of sol-
vents came into effect in 2004, and 
will have full impact in 2007. This 
directive entails signifi cant chang-
es for many customers using indus-
trial coatings. Tikkurila Coatings has 
long actively explained the practical 
impact of these changes to its clien-
tele in, for instance, training events, 
newspaper/magazine articles and in-
formation events.   

There are many products in Tik-
kurila’s range which allow substantial 
reduction of production-related sol-
vent emissions. A switch in wet paints 
to either water-borne or “HS” prod-
ucts, which have a high solids con-
tent, will bring a required reduction 
in solvent emissions to many com-
panies. Since powder coatings do 
not contain chlorinated hydrocarbons 
or organic solvents, they represent 
a serious alternative in considering 
the reduction requirements related to 
solvent emissions.•

A combination of wet paint and pow-
der coating also functions well. Ko-
vil Oy utilizes Tikkurila’s water-borne  
Fontecryl PP dip coating as a primer 
in its trailer hitches in order to protect 
them against corrosion. The topcoat is 
applied on the powder coating line. 

PHOTO: TIKKURILA 

A metal-pigmented powder 
coating protects the base of the 
EFG Furniture Group’s Avia 
bench for offi ces.  

PHOTO: EFG OY
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VPS a.s. is one of the major manu-
facturers of storage tanks and tank 
trucks for LPG (Liquid Propane Gas) 
in the Czech Republic. Founded in 
1950, the company exports today 
LPG tanks to most of the EU coun-
tries as well as Eastern Europe. The 
majority of its current technical, con-
struction and production capacity is 
designed for technologies related 
to LPG usage and the production of 
pressure tanks. 

Improved effi ciency 
in the painting line

Low effi ciency in the painting shop 
used to be a bottleneck in the whole 
manufacturing process at VPS, and 
increasing production volumes put 
even more pressure on the painting 
process. Personnel at Montako Color 
s.r.o., a Temaspeed distributor in the 
Czech Republic, helped to solve the 
problem.

Following trials, VPS realized that 
the high-solids, single-coat paint Te-
madur SC 80 met their requirements 
perfectly. The product provides LPG 
tanks with excellent colour and gloss 
retention. Use of Temadur SC 80 en-
abled VPS to shorten signifi cant-

ly the time needed for the painting 
process.

At VPS, Temadur SC 80 is applied 
with airless spraying equipment using 
the wet-on-wet technique to achieve 
the required fi lm thickness of 120–
140 microns. The second, full coat is 
sprayed on almost immediately after 
the fi rst, misty coat. 

Naturally, thorough surface prepa-
ration is needed for good adhesion 
and long-lasting protection. The pro-
duction line at VPS is equipped with 
a blast-cleaning chamber, in which 
LPG tanks are blasted to the prepa-
ration grade Sa 2½ (ISO 8501-1).

Perfect protection for LPG tanks 
provided by Temadur SC 80 

The high-solids, polyurethane paint Temadur SC 80 gives excellent 
weathering and abrasion resistance to various types of machin-
ery, equipment and tanks. In painting lines, Temadur SC 80 helps 
to reduce production lead time, because it gives a ready fi nish with 
only one coat. 

Reduced VOC emis-
sions are just one 
benefi t of using a 
paint with a high 
solids content. 

The LPG tanks manufactured by 
VPS a.s. are protected with the 
polyurethane paint Temadur SC 80.

Petr Sedlák, Deputy Director 
at VPS, is satisfi ed with Tema-
dur SC 80, which helped to 
speed up the lead time of the 
company’s production pro-
cess. 

In order to increase the effi cien-
cy of the painting process as much 
as possible, VPS has equipped the 
production line with an oven for Te-
madur SC 80 to dry in 30 minutes at 
60–80°C. After cooling, the tanks are 
removed from the production line. 

The high solids content (65% by 
volume) of Temadur SC 80 helps 
VPS to fulfi l the requirements of the 
European Union’s VOC legislation, 
another important benefi t of using 
these products.•

For more information: www.vpsr.cz

VLADIMÍR HNÍZDIL, MONTAKO COLOR S.R.O., CZECH REPUBLIC  PHOTOS: VLADIMÍR HNÍZDIL
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Inha Works Ltd, a part of the 
Fiskars Group, is the largest 
producer of aluminium boats in 

Europe. It has manufactured Busters 
in Ähtäri (Finland) since 1977. Today, 
the boat manufacturer employs 150 
persons, and more than 3,000 boats 
were produced in 2004. The turnover 
of Inha Works consists of the boat 
business together with the produc-
tion of Fiskars door and window hing-
es and rail fastenings.

on the crest of a wave
of boats and fi nishing

The 2006 Buster L now shines with the metallic blue Temadur 90 poly-
urethane paint. In addition to the topcoat, all the parts above the water 
line have been fi nished with the durable Temadur Clear lacquer. 

ILARI HYYRYNEN / SALES MANAGER / INDUSTRIAL METAL COATINGS
PHOTO: INHA WORKS LTD

For about a year, Buster boats have been fi nished with Tikkurila 
products in the new fi nishing hall of Inha Works in Finland. By 
painting, it has been possible to further improve the durability, 
manageability and appearance of the aluminium boats.

The Busters are open aluminium 
boats with a length of 4.15 to 6.70 
metres. There are seven models in 
all: XS, S, M, L, XL, XXL and Mag-
num. The models from M to Magnum 
are painted allover.

The Buster has become the most 
popular motor boat in its size class in 
Finland. And the Busters are popular 
not only in domestic markets. Strong 
growth is currently evident also in 
Sweden and Norway. 

Painting experiments and 
tests convinced

Growing pleasure boating has consid-
erably increased the sales of boats. 
This can also be seen in the rise of 
the consumers’ demands. They re-
quire more and more presentability 
from a boat: good looks, colour and 
durability. This was a challenge also 
to Inha Works that was planning to 
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build a new fi nishing hall for paint-
ing Busters.

The project with Inha Works Ltd 
started in the autumn of 2003, when 
Tikkurila’s representatives visited the 
works. They introduced versatile fi n-
ishing alternatives and listened to the 
customer’s future plans on painting 
boats. The plan looked like a major 
change, as since the start of produc-
tion, the aluminium surface of Busters 
– with very little decoration – had al-
ready become familiar. During our 
visit, Inha Works became interested 
in the Temadur 90 metallic shades. 
The product provides a good-looking 
surface that at the same time is very 
resistant against weather and chemi-
cal stresses.

Based on the visit, Tikkurila start-
ed extensive testing in order to en-
sure that the painting systems recom-
mended to the customer would work 
without problems. In the Tikkurila la-
boratory, the durability of various sys-
tems was studied, e.g. in immersion 
test, salt spray, UV radiation and im-
pact resistance. After the test results 

had arrived, it was decided to recom-
mend certain painting systems, and 
boat painting experiments were soon 
started in a car-painting shop in Urja-
la (Finland). It was not possible to do 
this in at the works, because at this 
stage, the subject was still to be kept 
from the “general public”. 

Strict selection criteria for 
paint suppliers

“We wanted a well-known partner 
with strong proof of expertise as a 
paint supplier. For this reason, we 
decided to choose Tikkurila,” says 
project engineer Pauli Rinne from In-
ha Works. “All of us at Inha had hardly 
any experience on wet painting dur-
ing the early stages of the project, but 
with the supplier’s strong experience 
and expertise, we were able to quick-
ly learn new things,” he explains.

Selecting the fi nishing method 
was not quite simple, either, but with 
effi cient cooperation, this too was set-
tled. The selection was made more 
diffi cult by the requirements that In-

ha Works had set for the painting pro-
cess: the paint had to dry quickly at 
a low, max. 70oC temperature, and 
the paint had to be applied immedi-
ately using the wet-on-wet method. 
When adequate fi lm thicknesses to-
gether with a certain gloss grade and 
good adhesion were added to the re-
quirements, fi nding the right alterna-
tive was diffi cult. 

“Persistence paid off, and we 
found a very successful comprehen-
sive package containing the best 
possible painting systems and cost-
effi cient equipment appropriate for 
them,” says project engineer Rinne. 
“However, we would have needed 
from the suppliers more information 
on setting up a painting shop and 
guidance on permits and statements, 
so that things would have gone more 
smoothly and on schedule.”

From pretreatment 
to painting and assembly

In the spring of 2004, construction 
of the new fi nishing hall was start-
ed. One part of it is the painting shop 
with its pretreatment lines. The con-
struction project proceeded at a brisk 
pace, and it was possible to start 
painting work in the hall in the late 
summer. The painting shop and fi n-
ishing hall were offi cially inaugurat-
ed on 25 February 2005 by Ms Tarja 
Halonen, President of the Republic 
of Finland.

In the beginning of the painting 
line, a boat or related components 
are hung for pretreatment to the line 
for degreasing and triple rinsing. 
Next, the boat receives an automat-
ic Oxilan treatment that improves the 
adhesion of paint to aluminium. Then, 
it is dried and carried through inspec-

Vesa Savolainen, production direc-
tor of Inha Works, has a ready smile – 
for a reason, as the surface treatment 
and fi nishing of Busters proceed 
smoothly in the new fi nishing hall.
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tion to priming that is performed us-
ing air-assisted high-pressure spray 
equipment. Temacoat RM 40 epoxy 
paint in the shade “Buster grey RAL 
7040” is used as the primer. 

After the priming, the boat is con-
veyed through intermediate evapora-
tion into a drying oven and from there 
back to the start. The parts of the 
primed boat above the water line are 
then treated with Temadur 90 poly-
urethane paint and Temadur Clear 
lacquer.

The fi nal coat is applied with con-
ventional painting equipment ac-
cording to the recommendations of 
Tikkurila Coatings for achieving a 
good surface quality. Currently, seven 
colours, all of them metallic, are avail-
able in topcoats. All fi nished parts are 
lacquered with the glossy and very 
durable Temadur Clear polyurethane 
lacquer.

One “round” with all its different 
stages takes approximately three 
hours. Both spraying systems use 
two-component painting equipment, 
in which the plastic part and hardener 
are mixed automatically. So far, paint-
ing has been performed using tradi-
tional methods, i.e. manually, but af-

ter robots are introduced in the near 
future, painting will become almost 
fully automatic.

After painting, the boats are con-
veyed to assembly and fi nishing. Af-
ter drying, the painted boats and 
components are dry for assembly; 
thus, there is no need for separate 
intermediate storage stages for the 
components, and throughput times 
can be made as short as possible. 
After this, the boats are ready for de-
livery to Buster distributors through-
out Europe. 

Positive feedback 
from boaters

In September 2004, Busters with the 
new surface treatment were launched 
in Finland and the Nordic countries. 
Boaters were more interested than 
one could have expected. Practical 
experiences from the Finnish sea 
areas and inland waterways as well 
as from the Atlantic, known for its 
harsh conditions, have also been 
positive. 

With the correctly chosen sur-
face treatment, it has been possible 
to further improve the good features 

of the Busters and at the same time 
to protect the aluminium from oxida-
tion. As a result, the boats can better 
withstand hard wear and are easier 
to keep clean. This results in a long-
lived “partner” that remains attractive 
and neat from year to year.

Maintenance paints from 
Temaspeed distributors

Even Busters of an older vintage can 
nowadays be maintenance-painted 
easily and quickly, as suitable prod-
ucts in standard and metallic shades 
are included in the product range 
of the Tikkurila Temaspeed distribu-
tors both in Finland and the Nordic 
countries. 

Inspired by the new surface treat-
ment of the Busters, Tikkurila pro-
duced the brochure “Protective Coat-
ing Guide for Boats” that provides 
information on the various paint-
ing alternatives for steel, aluminium, 
wood and fi breglass boats. The guide 
is available from Temaspeed distribu-
tors or by ordering from the Internet: 
www.tikkurila.com, section Industrial 
Coatings/Brochure literature.•

The painted boats and components are 
dry for assembly immediately after dry-
ing. There is no need for separate inter-
mediate storing, and throughput times 
can be made as short as possible.
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HiabHiab
The new Hiab XS range, 
introduced in the early 
2000s, was based more 
than before on the re-
quirements and wishes of 
the customers. 
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Hiab Sverige AB manufac-
tures hydraulic cranes for 
lorries and other vehicles. 

The company is the leading Europe-
an manufacturer with its experience 
of more than 60 years, and currently 
it exports its cranes all over the world. 
The progress is towards even bigger 
cranes that with the telescope tech-
nology can lift objects up to 30 me-
ters away from the vehicle. 

Until 2003, the cranes were paint-
ed by using spray application with a 
water-borne primer and a solvent-
borne oxirane-ester topcoat. The 
authorities  and other interest groups 
interested in environmental issues 
demanded that solvent emissions be 
reduced. At the same time, the need 
to improve the painting operation and 
the quality of fi nishing became ap-
parent. In other words, a new paint-
ing shop was needed.

In Hudiksvall, where the Group’s 
main factory is located, a sizable in-
vestment of approx. SEK 50 million 
was made. Hiab chose a modern 
painting system that produces as little 
solvent emissions as possible. At the 
same time, attention was paid to care-
ful pretreatment in order to ensure ex-
cellent corrosion protection in addition 
to good colour and gloss durability.

The new painting process 
based on careful pretreatment

The objects to be painted are hung to a 
conveyor with an intelligent but simple 
technology developed by the company. 
Due to the large weight of the objects, 
special lifting tools are required for lift-
ing and lowering the objects.

takes the needs of the market 
and the environment into 
consideration

The requirements for reducing solvent emissions and making 
painting operations more effective made Hiab Sverige AB to 
switch to environmentally compliant powder coating in the fi n-
ishing of hydraulic cranes. A high-quality and durable result is 
guaranteed by the water-borne primer Fontecryl PP by Tikkuri-
la Coatings.

ÅKE JÖNSSON
TECHNICAL SUPPORT
TIKKURILA COATINGS AB

PHOTO: HIAB AND 
TIKKURILA COATINGS

The Hiab cranes meet the most 
rigorous safety requirements, they 
have a long service life and they 
have been meticulously tested. 
Therefore, there are also 
strict requirements 
for fi nishing. 

Painting system with Fontecryl 
PP as the primer and a polyes-
ter powder coating as the top-
coat (R) provided excellent re-
sults at the Bohus-Malmö test 
station in a 30-month fi eld test. 
The substrate was hot-rolled 
steel blast-cleaned to prepa-
ration grade Sa2½. Polyester 
powder coating applied directly 
to the steel (L) returned 
poorer results in the test. 
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Hiab...Hiab...

ABB’s 
transformers 

now protected with 
water-borne paints

Transformers are delivered all around the world, from deserts to ma-
rine atmospheres, a fact that sets very high requirements on the 
surface treatment. In addition to excellent corrosion protection and 
weathering resistance, resistance to transformer oil is required.

LENNART BJÖRK, PRODUCT MANAGER & ÅKE JÖNSSON, TECHNICAL SUPPORT

It was not easy to fi nd water-borne alternatives which not 
only meet the same requirements as the solvent-borne 
products previously used but also suit the application 
line. But the work has paid off: the painting systems used 
today by ABB for its transformers are based exclusive-
ly on water-borne paints from Tikkurila Coatings. The re-
sults equal and even exceed past performance.

The conveyor takes the objects to be 
painted to be blast-cleaned of oxides and 
other impurities. Next, the objects are phos-
phated with a phosphating agent that does 
not contain any heavy metals. Then the ob-
jects are rinsed clean with ion-exchanged 
water. The pretreatment process consisting 
of nine stages is automatically monitored, 
and a report is output and stored in a room 
monitored with TVs. 

Primer guarantees 
a high-quality surface

After the pretreatment process, the objects 
are dipped in the water-borne Fontecryl PP 
primer supplied by Tikkurila Coatings. The 
dipping tank can hold 21,000 litres of paint. 
The one-component Fontecryl PP dries 
fast and contains active anti-corrosive pig-
ments. The organic solvent content of the 
paint is very low (< 3 %), and the product 
is very suitable for use as the primer for a 
powder coating.

The primer improves the corrosion re-
sistance of the outer surface of the crane 
while the paint also penetrates into the cav-
ities inside the crane. This improves the slid-
ing ability that is required when the crane 
arms slide inside each other. Fontecryl PP is 
air drying, but it can also be dried at +60 oC
in order to speed up the process. 

Next, the powder coating is applied to 
the objects with a robot-operated electro-
static spray ensuring that the paint pen-
etrates everywhere. The powder coating is 
based on a polyester binder, the properties 
of which are good durability outdoors to-
gether with excellent impact resistance and 
mechanical durability.

The standard colour is black, but the 
crane is naturally available in any colour. 
The powder coating is cured for approx. 30 
minutes while the temperature of the object 
(steel) is +180 oC. The design of the oven 
makes it possible to handle heavy massive 
structures weighing more than 300 kg.

The new painting shop has been used 
since the middle of 2003, and so far, the 
experiences have been very positive. The 
painting shop works very reliably and is 
able to achieve a high quality of fi nishing. 
The cranes painted using the new system 
have been very well received by the Hiab 
customers.•

More information: www.tikkurila.se
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T, TIKKURILA COATINGS AB  PHOTO: ABB

ABB Power Technologies AB, 
based in Ludvika, Sweden, 
is the world’s leading manu-

facturer of high-voltage transform-
ers. They are delivered to destina-
tions worldwide and can be found in a 
wide variety of localities – from high-
temperature desert regions to the cor-
rosive atmosphere of the Atlantic.

ABB transformers are roughly the 
size of a small single-family house. The 
size of the transformers is limited only 
by rail and road transport facilities.

Understandably, surface treat-
ment requirements are very high. A 
transformer has a minimum estimat-
ed lifespan of 30 years. The fi rst re-
quirement is to provide excellent cor-
rosion resistance and good dur ability
against weathering. Other special 
requirements include resistance to 
transformer oil.

Environmental demands 
powered the change 

A decades-long tradition has been 
to use a painting system based on a 

solvent-borne zinc-rich primer, with 
epoxy as an intermediate coating 
and polyurethane paint as a topcoat. 
This system has been compliant with 
the relevant technical standards.

 During the 1990s, however, en-
vironmental organisations and the 
authorities imposed new require-
ments geared towards reducing 
emissions of organic solvents from 
ABB’s painting shop. In those days, 
the level of emissions was around 30 
tonnes per year despite the fact that 
products with a relatively high volume 
of solids were already in use.

In view of the above, there was only 
one alternative – transition to water-
borne products. An ambitious project 
was started with the aim of develop-
ing water-borne alternatives that meet 
the same requirements as the solvent-
borne products previously used and 
that also suit the application line.

A number of products were suc-
cessively substituted with water-
borne alternatives following a series 
of comprehensive tests on, amongst 
other locations, the Bohus-Malmön 

test station on Sweden’s west coast. 
During the process, some practical 
problems appeared, but they were 
solved by the paint supplier and 
ABB’s hard-working team of painting 
operators. Since 2002, the majority 
of transformers have been protected 
with water-borne paints.

Around ½ litre of paint/m2 is con-
sumed for the environmental class 
C4 painting system and the volume 
of organic solvents emitted is around 
50 g/m2. The use of the water-borne 
paint system has reduced emissions 
from the painting shop to a level of 
below fi ve tonnes a year.

ABB’s past practice was to prime 
sanded aluminium sheets with a 
wash primer containing an 80% ra-
tio of solvent. Nowadays, however, a 
water-borne primer called Fontecryl 
APS which has only a tenth of the 
wash primer’s solvent content is be-
ing used. The results equal and even 
exceed past performance.

Ongoing development of 
painting systems

In recent years painting systems 
have been developed further to meet 
requirements raised by practical ex-
perience. The zinc-rich primer has 
evolved, in that the zinc previously 
added in powder form is now one of 
the paint components: this product is 
called Fontezinc 80.

Fontecoat DF Primer, a water-
borne epoxy paint for the interior ap-
plication of transformers, that has to 
be resistant to aggressive transform-
er oil, has also undergone an evolution 
from a three-component paint to a two-
component product. The water-borne 
polyurethane paint Fontedur HB 80 
has, after inclusion in the Temaspeed 
Fonte tinting system, made it possible 
to retain virtually any colour whatso-
ever with fast and fl exible delivery.

The painting systems used for 
ABB’s transformers are therefore 
based throughout on water-borne 
paints. They meet strict requirements, 
have been used in practical applica-
tions for several years and are very 
reliable solutions in the painting work. 
Similar painting systems are used in 
Sweden by Hägglunds in Örnskölds-
vik and Kalmar Industries in Lidhult.•

  Painting systems for demanding environments

Corrosivity category C3 as per ISO 12944

Blast-cleaning to preparation grade 
Sa 2½ as per ISO 8501–1

Exterior painting Film thickness (μm dry fi lm
Fontecryl APS 40
Fontecoat DF Primer, ice blue 60
Fontedur HB 80 60
Total 160

Corrosivity category C4 as per ISO 12944

Blast-cleaning to preparation grade 
Sa 2½ as per ISO 8501–1

Exterior painting Film thickness (μm dry fi lm)
Fontezinc 80 40
Fontecoat DF Primer, ice blue 2x70
Fontedur HB 80 60
Total 240

 The interiors of transformers are painted using Fontecoat DF Primer 
with a 60 μm dry fi lm thickness to resist the effect of transformer oil.
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Temaclad 
– a new high-performance coating system for

cladding maintenance

In many countries there are hun-
dreds of millions of square me-
tres of coil-coated cladding 

which require recoating after 15–30 
years’ service as a protection against 
weathering. In fact, many millions of 
square metres have already been re-
coated, using a variety of pretreat-
ment methods and coating systems.

The substrates treated range from 
plastisol (PVC), polyvinylidenfluo-
ride (PVDF), polyester and organo-
sol coatings to pure metal, galvanised 
or aluminium surfaces. Such mainte-
nance methods have had mixed re-
sults, triggering calls for new pretreat-
ment methods and new, more durable 
coating systems in many markets.

Training and development

Tikkurila’s Swedish subsidiary Tikku-
rila Coatings AB is a long-established 
supplier of coatings for the mainte-

nance of claddings. With its experi-
ence in advanced coil coating and 
heavy-duty protection against corro-
sion, the company has taken an ac-
tive role in developing systems and 
methods to increase the lifespan of 
recoated claddings. 

For the benefi t of the Swedish 
market, we have issued a publica-
tion on painting claddings in partner-
ship with the Employers’ Association 
of the Swedish Plate Works (Plåt-
slageriernas Riksförbund) and other 
stakeholders. We have also provided 
training in the fi eld to more than 150 
painting contractors who have learned 
to analyse various substrates, select 
pretreatment methods, use various 
control methods and choose appro-
priate coating systems.

The Swedish Standards Institute 
is currently examining the possibili-
ty of fi nancing and running a project 
which will produce a new standard 

for cladding maintenance in the con-
struction industry. Other stakeholders 
in this fi eld include real estate man-
agers, the steel industry, the Swedish 
Corrosion Institute, branch organi-
sations, consultancies and painting 
contractors.

There are many challenges, par-
ticularly with regard to the recoating 
of thin steel sheet used as roofi ng, 
as roofs are exposed to, for exam-
ple, blazing sunshine, snow and rain, 
smoke and soot deposits from chim-
neys, bird guano and mechanical 
wear.

New methods coming   

Excessive variation in the quali-
ty of maintenance coating has led 
to the development of new pretreat-
ment methods. Nowadays, qualifi ed 
contractors use high-pressure wa-
ter cleaning (34–70MPa) or high-

Tikkurila Coatings has long-
standing experience of sup-
plying coatings for the main-
tenance of claddings. The 
company has responded to its 
customers’ demands and de-
veloped new systems to in-
crease the lifespan of recoat-
ing. Temaclad is one result of 
this work. 

KURT FREDRIKSON
MANAGING DIRECTOR
TIKKURILA COATINGS AB
PHOTO: BO JONSSON 

An old water-
jetted roof made of 
thin steel sheet 
waiting for recoating.
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pressure water jetting 
(70–170MPa) as their 
pretreatment method 
according to ISO 8501-
4. This means that they 
either work with high-
pressure equipment 
operating at 500–800 
bars (using hot water) or 
at more than 1,000 bars 
(using cold water). In 
terms of costs and man-
ageability, the relatively 
low pressures involved 
when using hot water 
have gained popularity. 

When pretreatment 
methods produce both 
economically justifi  able 
costs and technically 
adequate substrates for 
continued maintenance, 
then property manag-
ers will get a durable re-
sult which will give their 

Test Method Purpose Result
Accelerated 
weathering

QUV-A to ASTM 4587-86 
for 4000h Weathering resistance Pass

Hot salt spray ASTM B 117 for 1000h Corrosion resistance Pass

Sulphur dioxide 
exposure

BS3900–F8, 0.2 litres/
10 cycles

Corrosion resistance, 
polluted/industrial envi-
ronments Pass

Adhesion ASTM 3359 method A
Adhesion, overall per-
formance Pass

Humidity BS3900–F2 for 1000h
Adhesion in extremely 
humid atmospheres Pass

Water soak 40°C for 1000h
Water ponding on hori-
zontal surfaces Pass

Alkali resistance
2% caustic soda at 20°C 
for 24h

Resistance to bird guano 
and detergents Pass

Impact resistance

BS3900–E3,
falling weight 
(direct and reverse)

Resistance to impact 
damage Pass

Scratch resistance BS3900–E2
Resistance to scratch 
damage Pass

Application to 
damp surfaces Misted surface

Tolerance to application 
conditions Pass

Low-temperature 
curing Curing at +2°C

Tolerance to application 
conditions Pass

Exterior 
weathering South facing 45° for 2 yrs Weathering resistance Pass

Scientifi cs Ltd, Materials Group, UK, carried out extensive tests on Temaclad. 
The system passed the test on all points.

Jörgen Karlsson from Specialistmålarna (left) and Kurt Fredrikson from 
Tikkurila Coatings AB show their pride in the recoated roof on the Building 
Committee’s House in the Linköping municipality in Sweden. 

buildings a long-lasting, aesthetically 
pleasing appearance. However, this 
only applies if the coating systems, 
too, are up to the standard.

Tikkurila develops high-
performance coatings

Tikkurila Coatings’ contribution to de-
veloping the quality of maintenance 
coatings was initiated over 10 years 
ago, at a time when we were supply-
ing a two-component system for re-
coating a number of buildings at the 
Landvetter Airport in Gothenburg, 
Sweden. Even today, its surfaces are 
in a beautiful condition and serve 
as an excellent recommendation for 
the system now being launched by 
Tikkurila Coatings on a broad front 
under the “Temaclad” brand. 

The system consists of a two-
component primer, Temaclad Prim-
er, and a two-component topcoat, 
Temaclad 50, which will also be avail-
able in a matt version. Temaclad has 
been tested by Scientifi cs Ltd, Ma-
terials Group in the UK (please see 
the table).

Temaclad tests were carried out 
on two different types of plastisol 
claddings with one coat of Temaclad 
50 and on galvanised surface with 
one coat of Temaclad Primer and one 
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coat of Temaclad 50. On the basis 
of this test, Corus, and internation-
al metal group, have issued a com-
munication in which they recommend 
Temaclad as maintenance coating for 
plastisol cladding.

The properties that make Tema-
clad a high-quality alternative to con-
ventional systems available on the 
market are its exceptionally good 
durability against weathering, the 
fl exibility which makes the coating 
withstand extreme fl uctuations in 
temperature, its application possibil-
ities at low temperatures (>+2oC), its 
resistance to water, chemicals and 
scratch and its exceptionally good 
application properties.

Temaclad improves the looks

Temaclad lends a “lifting” touch to 
claddings, both technically and aes-
thetically. You can expect a realistic 
durability of 10–15 years for the re-
coating of a conventional building.
In northern latitudes, Temaclad ex-
tends the painting season by many 
weeks because of its low-tempera-
ture curing property. 

Another great advantage of the 
Temaclad system is that it is pos-
sible to tint the primer to match the 
topcoat, which means that, even with 
very diffi cult colours, it is always pos-
sible to get full hiding power with just 
one layer of topcoat.

However, large facilities whose 
cladding is due for maintenance and 
where maintenance coatings paints 
have to be applied over old coats of 
paint always require rigorous analy-
sis and, preferably, a test-painting 
and prior consultation with the coat-
ings supplier.•

Addresses:
Scientifi cs Ltd, Materials Group
500 London Road
Derby, DE24 8BQ
Derbyshire
United Kingdom
www.scientifi cs.com

Corus Colors
Shotton Works, Deeside
Flintshire, CH5 2NH
United Kingdom
www.corusgroup.com

Piezo paint
senses

its environment

In 2004, the VTT Technical Research Centre of 
Finland and the Helsinki University of Technol-
ogy, together with several other companies, be-
gan a project aimed at developing coatings which 
“sense” their environment and adapt to changes 
in it. One goal was to fi nd applications for a piezo 
paint sensor, and for implementing this part of the 
project, participants included Tikkurila Coatings 
Oy, Ruukki (Rautaruukki Oyj) and the bridge tech-
nology unit of the Finnish Road Administration. 

REIMA LAHTINEN, RESEARCH SCIENTIST
VTT TECHNICAL RESEARCH CENTRE OF FINLAND 

– INDUSTRIAL SYSTEMS, ESPOO, FINLAND

PHOTOS: REIMA LAHTINEN

 The pedestrian bridge lead-
ing to the Heureka Science 
Centre.
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Piezo material is a substance 
in which electrical changes 
occur when the material it-

self is compressed or stretched. This 
so-called “piezoelectric” phenomenon 
gives rise to a measurable voltage dif-
ference in the material. Correspond-
ingly, through an external voltage, the 
form of piezo material can also be 
modifi ed.

By using alternating voltage, the 
piezo material can be made to vibrate. 
This application is used in various ul-
trasound devices, such as ultrasound 
cleaners.

The properties of piezo material 
mean that it can be used both as a re-
ceiver and a transmitter. This property 
is exploited in so-called hydrophones, 
which are used to monitor and listen 
to the sounds of such things as sub-
marine propellers and whales. In inkjet 
printers, the pump for spraying the ink 
from the print head on to the paper 
is made of piezo material. Piezo ma-
terials and their applications are mani-
fold. Perhaps the best-known applica-
tion of the piezoelectric phenomenon, 
however, is the quartz clock, which can 
be found both in wrist-watches and in-
side every computer.

Piezo paint is just a slightly more 
special piezo material, since it is made 

A piezo paint sensor was at-
tached to the lower girder of 
the bridge.

When there were many walk-
ers on the bridge, the comput-
er screen was fi lled with vari-
ous vibrations recorded by the 
sensor. 

A single person walks towards Heure-
ka. As he approaches the sensor, the 
signal of his steps increases and then 
decreases again as he moves away 
from the sensor. The bridge keeps 
swinging momentarily after the per-
son has left the bridge.

from piezo ceramic powder mixed with 
binders. Usually, piezo material ap-
plications are based on a solid piece 
of piezoceramic material. The special 
property of piezo paint, however, is that 
the piezo sensor can be applied to al-
most any surface – and the length or 
surface area of the sensor are not limit-
ed in the same way as for strain gauge 
sensors used in similar applications. 

A multitude of uses 
for piezo paint

Piezo material is “sensitive” to vibration 
and this makes it useful for applications 
such as measuring vibrations in steel 
structures, in particular those caused 
by traffi c on a steel bridge.  Japanese 
and British researchers have proven 
this.

At Newcastle University in the UK, 
a piezo paint sensor has been devel-
oped and installed on the pedestrian 
Millennium Bridge over the River Tyne, 
which fl ows through the city. VTT Tech-
nical Research Centre of Finland made 
an agreement with Newcastle for the 
exchange of information – and based 
on the information received, scientif-
ic literature and its own know-how, the 
Centre then developed its own applica-
tion for piezo paint. Tikkurila Coatings 

Oy developed an epoxy-based piezo 
paint using PZT-type (lead-zirconate-
titanate) piezo ceramic powder.

It was also thought that piezo paint 
could be used in wind-powered genera-
tors to monitor the vibrations caused 
by wind stress. A small-scale applica-
tion in this fi eld is already being pre-
pared in the UK.

For reasons of cost effectiveness, 
piezo paint can also be used as a dis-
posable sensor to detect excessive 
structural loads. In this case, the sen-
sor is designed so that the signal it 
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transmits disappears, that is to say, the 
sensor breaks before the overloading 
of the structure.

Precise work 
preparing sensors

The piezo paint sensor was made by 
applying an 80 μm thick piezo paint fi lm 
to an electro-tinned thin steel strip. Be-
cause piezo paint is an insulator, and 
therefore does not conduct electricity, 
measuring the voltage created in the 
sensor requires a conducting layer, or 
surface electrode, on top of the sensor. 
With the surface electrode acting as 
one electrode and the electro-tinned 
sheet as the other, the voltage creat-
ed in the piezo paint can be measured. 
The surface electrode was made of an 
electricity-conducting fi lm of epoxy 
paint, 100 μm thick.

At this stage, the sensor fi lm does 
not yet emit any signal, as it must fi rst 
be activated. Activation or poling takes 
place by applying high voltage across 
the piezo paint layer. The sensors were 
poled with a voltage of 1 kV, which was 
kept on for 15 minutes. After that, the 
sensor was ready to be mounted in po-
sition. 

The Heureka bridge 
as a test case

To get to the Heureka Science Cen-
tre, which is located in Vantaa, Fin-
land, you have to walk over a slen-
der and timeless-looking cable-stayed 
steel bridge. The centre pylons divide 
the bridge asymmetrically to 40 m and 
72 m spans.  

As people walk towards Heureka, 
the bridge starts to swing gently under 
the weight of the steps. There is no rea-
son to be concerned, as the long steel 
structures are fl exible and capable of 
bending under the load without losing 
their strength. Because of this charac-
teristic, the bridge is an ideal place for 
testing such paint sensors. The matter 
was agreed with the Finnish Road Ad-
ministration and the City of Vantaa, and 
the measuring software needed by the 
sensors was developed by the meas-
uring technology group at the VTT In-
formation Technology unit. 

In May 2005, two sensor strips 
were attached using super glue to the 

bridge’s lower girder on the Heureka 
side. After gluing, the strips were cov-
ered with paint, but leaving the solder-
ing points unpainted. Before measur-
ing, the conducting wires were soldered 
to the electro-tinned strip and to a cop-
per foil, which was glued to the sur-
face electrode using electrically-con-
ductive glue. 

Sensitivity of the 
piezo paint sensor proved

During June 2005, two measurements 
were made. The measuring system 
checks the signal emitted by the sen-
sor for recording 32 times per second. 
The intensity of the original piezo paint 
signal is under one millivolt.  It should 
be mentioned here that the voltage of 
a human’s nerve impulse is about 70 
millivolts.

When a single person is crossing 
the bridge towards Heureka, the swing-
ing of the bridge caused by the steps 
reaches the sensor before the person 
reaches the point where the sensor 
is installed.  As the person leaves the 

bridge, it continues to swing momen-
tarily. Figure on p. 19 shows this entire 
event, presented as the measurement 
process recorded it.

The swing of the bridge caused by 
one person measured just 1 millimetre 
at the point where the sensor was at-
tached. The swing caused by several 
people was momentarily in the region 
of 3 millimetres.

According to these observations, 
the measuring system gives a voltage 
of 8–9 μV (microvolts), when the low-
est bridge girder indicates a stretch of 
1 micrometre at the position of the sen-
sor. So it is all a question of extremely 
small values.  

As it was described above, the pi-
ezo paint sensor is very sensitive to 
vibrations in its environment. Differ-
ent kinds of structures can exploit this 
property, for example, in inspecting the 
condition of bridges, monitoring the dur-
ability of welding seams in steel struc-
tures or maybe just observing vibration 
in buildings already surrounding large 
construction sites.•

Piezo paint sensor measuring system.

Piezo paint sensor structure. 

Piezo paint sensor

VTT electronic module
Measurement amplifi er

Series
channel

Covering lay-
er of paint

Electricity-con-
ducting paint

Measurement
amplifi er 

Painted lower 
girder of bridge Electro-tinned strip

Piezo paint

PC
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Temafl oor PU

Ever since Otto Bayer (1902–1982) 
invented polyurethanes and their 
synthesis in 1937, their use has in-
creased every year. Today, applica-
tions are much more numerous than 
even Bayer himself may have imag-
ined when he invented them.

Various uses of polyurethane

As well as paint and coating indus-
tries, polyurethanes are also used in 
fi elds such as construction, textiles 
and vehicles for many different kinds 
of applications. Polyurethane can be 
used to produce foam, fl exible rub-
ber-like materials or substances as 
hard as metal.

The basis for two-component 
polyurethane paints such as Tema-
fl oor PU is generally polyol, whose 
hydroxide groups react with an 
isocya nate compound. By adjust-
ing such aspects as the number of 
hydroxide groups in the polyol part 

and chemical structure, many kinds 
of mechanical and chemical proper-
ties can be produced. There are also 
alternatives for the isocyanate parts, 
yet compounds are sought which are 
as non-volatile as possible because 
of the toxicity of isocyanate.

The many good properties 
of Temafl oor PU

Tikkurila Coatings new polyurethane 
coating, Temafl oor PU, is intend-
ed for fl oors subject to medium-to-
high level of mechanical and chemi-
cal stress, where a more fl exible and 
impact-resistant coating than epoxy 
is required. At the building site, the 
polyol part of Temafl oor PU is mixed 
with an isocyanate hardener, and ap-
plied in the same way as traditional 
epoxy coatings.

The application properties of 
Temafl oor PU are good. The end 
result is an even, glossy surface, 

which is not as slippery as tradition-
al, smooth surfaces made with epoxy 
coating. Temafl oor PU has proved 
to be more heat-resistant than cor-
responding epoxy coatings, and its 
chemical resistance is also good. Ad-
ditionally, the fl exible and solvent-free 
Temafl oor PU is also very suitable for 
coating asphalt. 

The fl oor is fi rst primed with Tema-
fl oor 400 lacquer, and then the top 
of the wet surface is sprinkled with 
quartz sand to ensure adhesion. The 
surface is fi nished by evenly apply-
ing a well-stirred Temafl oor PU mix-
ture using an adjustable or serrated 
trowel. 

Releasing air bubbles from under 
the fi lm is ensured in the same way 
as with epoxy coatings, that is to say, 
with a spiked roller after fi nishing. 
Priming for coating asphalt is done 
by smoothly applying Temafl oor PU 
with a metal or rubber trowel.•

a new polyurethane coating for fl oors

A new, solvent-free polyurethane coating – Temafl oor PU – has been de-
veloped as part of Tikkurila Coatings range of fl oor coatings.  The use 
of new binder chemistry in Tikkurila’s fl oor coatings makes new proper-
ties and applications possible for such products, where traditional epoxy 
products are less well suited. 

Temafl oor PU polyurethane 
coating gives an even, glossy 
surface, which is also easy to 
keep clean. 

MAGNUS ENGBLOM, RESEARCH CHEMIST, METAL INDUSTRY PAINTS   PHOTO: PEKKA VAINONEN
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The primer shade infl uenc-
es signifi cantly the topcoat 
shade especially in the yel-

low, orange and red colour areas. 
By using a primer with the correct 
shade under the topcoat, you can 
economically paint a precise topcoat 
shade according to the standard. 
By correctly selecting the primer 
shade, you can optimise your ma-
terial costs and achieve excellent 
colour accuracy. 

Quality management 
with coloured primers

Manufacturers of machinery, equip-
ment and steel structures are us-
ing more and more subcontracting 
in their production processes. Un-
fortunately, the use of continuous-
ly expanding subcontracting chains 
has somewhat increased the qua lity
costs of painting, as the shades of 
components supplied by various sub-
contractors differ from each other, so 
that, from a colour point of view, the 
painting does not meet the quality re-
quirements of the customer.

This is not normally noticed un-
til at the assembly stage, which – in 
addition to repainting costs – also 
results in delays in the actual deliv-
eries. In many cases, the cause of a 
topcoat shade error noticed during 
the assembly stage is different, non-
specifi ed primer shades used by the 
subcontractors under the topcoat. 

Coloured primers are a good tool 
for the quality management of paint-
ing. The customer should pay spe-
cial attention to ensuring that also the 
primer shade has been specifi ed in 
addition to the painting system and 
topcoat shade.

This simple operation not only 
diminishes the quality costs due to 
shade errors but also provides sav-
ings in material costs. With a correct-
ly selected primer shade under the 
topcoat, you can also achieve better 
hiding on sharp edges. You should 
pay particular attention to selecting 
the primer shade, if the topcoat is 
from the yellow, orange or red colour 
areas, as the hiding power of the pig-

ments currently used in topcoats in 
these colour areas is limited.

Savings in materials 
and process

By specifying the primer shade from 
the same colour area as that of the 
topcoat, you can achieve a high-qual-
ity fi nish that is uniform in shade, 
meets the customer’s expectations 
and is reasonable from a cost point 
of view. By doing this, a colour ac-
cording to the standard is achieved 
with the fi lm thickness specifi ed in the 
painting system.

With coloured primers, you can 
avoid painting excessively thick lay-
ers of topcoat and save consider-
able sums. The saving can be even 
up to 50% on the amount of topcoat. 
In addition to material costs, you 
can achieve cost effi ciency, as both 
painting work time and drying time 
are shorter. 

Many benefi ts from 
using Colo 

The customers’ quality requirements 

on industrial fi nishing have increased 

year by year. In addition to protective 

properties, a high-quality paint surface 

is currently required to have also pre-

sentability and personality, which has 

lead to the increase of shades in indus-

trial painting and at the same time to 

stricter requirements concerning the 

precision of the topcoat shade. 

MINNA IHAMÄKI-LAITINEN
& PETRI JÄRVINEN
TIKKURILA COATINGS OY
PHOTOS: STUDIO ZOOMI & 
TIKKURILA
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Well-fi nished appearance 
lasts a long time

One more reason for using coloured 
primers is that scratches and other 
surface damage that may occur on 
the topcoat through wear-and-tear 
are not so visible, because the col-
ours of the topcoat and primer are not 
essentially different from each other. 
That is why we particularly recom-
mend using coloured primers for ma-
chines and equipment that are vul-
nerable to dents and scratches.

If necessary, small chips and 
scratches are easy to repair using 
Tikkurila’s Temaspray aerosol paints 
that are tinted by the nearest Te-
maspeed distributor to the colour of 
the topcoat. Surfaces subject to great 
damage and heavy corrosion stress 
must be repaired as soon as possible 
using the original paint system.

If the customer has not specifi ed 
the primer shade, the painting con-
tractor should choose a shade from 
the Temaspeed Primers colour card 
that best meets the topcoat shade. 

The nearest Temaspeed distributor 
provides coloured primers and in-
structions for choosing the most eco-
nomical primer shade.

Choosing the primer shade

When choosing the primer shade, the 
best result can be achieved when at-
tention is paid to ensuring that:
–  The primer is a different colour 

from the substrate.
–  The primer is from the same col-

our area as the topcoat.
–  The primer shade is lighter than 

the shade of the topcoat. A prim-
er darker than the topcoat may re-
sult in a cloudy impression.
In practice, only the yellow TVT 

4005 or white TVT 4013 are suitable 
as the primer shade for a bright yel-
low topcoat shade, for example RAL 
1021. With these shades, you can 
achieve a very good accuracy with a 
topcoat fi lm thickness of 40 μm.

The primer shades in common 
use, for example the iron-oxide red 
TVT 4000, grey TVT 4001 and light 

ured Primers
grey TVT 4004, cannot provide an 
adequate shade accuracy even with 
a topcoat fi lm thickness of more than 
100 μm. The best choice for bright 
yellow topcoat is the yellow TVT 4005 
primer that – in addition to lower to-
tal material cost and shade accuracy 
– also diminishes the visibility of any 
small topcoat damages. 

Primer shade on the panels in the picture (L to R): TVT 
4000 iron-oxide red, TVT 4005 yellow and TVT 4001 grey. 
Topcoat shade RAL 1021 with fi lm thicknesses (L to R): 60 
μm, 40 μm and 60 μm. 

In this picture, the primer shade is (L to R): TVT 4000 
iron-oxide red, TVT 4007 pink and TVT 4001 grey. Topcoat 
shade RAL 3020 with fi lm thicknesses (L to R): 60 μm, 40 
μm and 60 μm. 

With a correctly chosen primer shade (TVT 4005 and TVT 4007), you can achieve excellent colour accuracy with 
a fi lm thickness of only 40 μm, whereas with the commonly used primer shades TVT 4000 and 4001, you cannot 
achieve acceptable shade accuracy even with a topcoat fi lm thickness of 100 μm.
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The pink TVT 4007 is the most 
suitable primer for bright red shades, 
for example RAL 3020. With this prim-
er shade, you can achieve excellent 
shade accuracy with a topcoat fi lm 
thickness of 40 μm and at the same 
time minimize the visibility of topcoat 
damages. With the traditional primer 
shades, you cannot achieve suffi cient 
shade accuracy even with a topcoat 
fi lm thickness of more than 100 μm.

In the orange colour area, there 
are several primer alternatives de-
pending on the undertone of the top-
coat. The pink TVT 4007 is the most 
suitable for reddish orange, where-
as the light yellow TVT 4016 is the 
most suitable for yellowish orange. 
For slightly dirty orange, for example 
RAL 2010, the light grey TVT 4004 is 
suitable, as it provides economically 
very good shade accuracy with a top-
coat fi lm thickness of 40 μm.

You really should pay careful at-
tention to choosing the primer shade. 
With this action, small as such, you 
can achieve savings of several thou-
sands of euros on an annual level 
and at the same time meet the qual-
ity requirements of your customers.•

Sample calculations on the benefi ts of coloured primers

Example 1. 
TA10-AK80/2-FeSa2½ – RAL 1021

Primer / shade
Temaprime EUR – TVT 4000, 4001  1X
Temaprime EUR – TVT 4005    1.25X
Required amount of primer at 
a dry fi lm thickness of 40 μm  100 l  100 l
Cost     100X  125X

Topcoat / shade
Temalac FD 80 RAL 1021   1.45X  1.45X
Required amount of topcoat  250 l *)  100 l
Cost     363X  145X

Total material costs   463X  270X

Approximately 42 % savings in material costs.

Example 2. 
TP10-EPPUR120/2-FeSa2½ – RAL 3020

Primer / shade
Temacoat GPL-S Primer – TVT 4000, 4001 1X
Temacoat GPL-S Primer – TVT 4007   1.2X
Required amount of primer at 
a dry fi lm thickness of 80 μm  100 l  100 l
Cost     100X  120X

Topcoat / shade
Temadur 90 RAL 3020   2.25X  2.25X
Required amount of topcoat  125 l *)  50 l
Cost     281X  113X

Total material costs   381X  233X

Approximately 39 % savings in material costs.

The relative prices of the products and shades used in the examples 
are marked with an ‘X’.  

*) The minimum amount of topcoat needed to achieve a colour near 
to standard, but not good enough from colour accuracy point of 
view.

Many benefi ts from 
using Coloured Primers
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At 35 km long, Bantry Bay is 
the largest of the long mari-
ne inlets in the south west of 

Ireland. Whiddy Island, Co. Cork, lies 
near the head of the bay. On Whid-
dy Island, the ConocoPhillips Bantry 
Bay Terminal facility operates an oil 
storage terminal, which was built in 
the 1960s by Gulf Oil. In 1986, ow-
nership of the terminal was transfer-
red to the Irish Government, but in 
2001 it returned to private ownership 
and today it is used for the long-term 
storage of crude oil and other petro-
leum products. 

Handling a variety of oil 
and petroleum products

The terminal’s tank farm consists 
of fourteen large-diameter storage 
tanks, each with a capacity of some 
80,000 m3. Crude oil and petroleum 
products are stored at the terminal, 
and cargos are moved through a sing-
le point mooring and sub-sea pipe-
lines.

A few years ago, the terminal 
was looking for a tank-lining system, 
which could handle different types of 
petroleum product such as jet fuel, 
diesel, unleaded petrol, and crude oil. 
Until that time, coal tar epoxies had 
been specifi ed. 

However, with changing legisla-
tion and the European Union direc-
tive for VOC emissions concerns, 
it was decided that the use of sol-

Faster, 
more versatile 
tank-lining
with Temaline BL

vent-free epoxies should be inves-
tigated. As a result, whenever any 
existing tank fl oors were to be re-
placed or relined, Tikkurila Coatings 
proposed Temaline BL, a two-com-
ponent solvent-free epoxy paint, as 
a one-coat system, which could be 
applied at 500 microns DFT (Dry Film 
Thickness). After several months 
of testing, the consulting engineer 
was convinced of the performance 
of Temaline  BL.  

Lining with one-coat 
solvent-free epoxy paint

Previously, when a fl oor was relined 
up to three coats were applied: one 
coating of shop primer and two of a 
coal tar epoxy lining material. By us-
ing a one-coat solvent-free epoxy lin-
ing material, the application time was 
signifi cantly reduced, thereby cutting 
labour costs dramatically. 

When employing Temaline BL, a 
combination of dehumidifi cation and 
heat creates a perfect coating envi-
ronment in the tank. The temperature 
and relative humidity are maintained 
at 21oC and 50% Rh respectively 
throughout the application process.  

Each fl oor was shot blasted to 
Sa2½ prior to application. The appli-
cation equipment used was a Cov-
er Cat 352 Plural Component Spray 
System with two airless guns for fast 
application. The base of solvent-free 
Temaline BL was heated to 70oC for 

ease of pumping the material in the 
50-meter-long hoses. The mixing 
block (for the two components) was 
fi tted only fi ve meters away from the 
spray guns in order to reduce the like-
lihood of the highly viscous paint so-
lidifying in the hose, thereby ensur-
ing that maximum utilisation of the 
paint would be achieved. Each fl oor 
in each tank was blasted and coat-
ed within 7 days, using double-shift 
working. 

Over 10-year 
service life

The fi rst Temaline BL lining was com-
pleted at Bantry Bay in 2000 and a 
further fi ve were similarly lined over 
the ensuing fi ve years. None has so 
far required relining.

The expected service life for the 
system is from 10 to 15 years, but 
could be even longer. In 2006, a fur-
ther two tanks will be lined with Tema-
line BL making a total of eight out of 
a possible fourteen.  

ConocoPhillips are extremely sat-
isfi ed with the performance of the 
Tikkurila Coatings tank linings, which 
also have the advantage of requir-
ing only minimal cleaning on change-
over from one product to another.•

TEXT AND PHOTO: 
KEES VAN BLADEL
BUSINESS MANAGER, IRELAND
TIKKURILA COATINGS OY 

The change to a one-coat, solvent-free coating sys-
tem for lining 80,000 m3 storage tanks at the Bantry 
Bay oil storage terminal in Ireland has dramatical-
ly reduced labour costs as well as VOC emissions, 
while also offering a long service life.
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The new Temaspeed con-
cept has been successfully 
launched in Denmark thanks 

to the range and quality of products 
and high standard of services now 
available to end-users across a range 
of industries.

In 2005, Tikkurila Coatings Oy 
introduced the new international Te-
maspeed distributor concept. Den-
mark was one of the fi rst countries 
to respond and one of the fi rst distri-
butors to participate was the Lyse-
gaard Temaspeed center, owned by 
Ib Lysegaard. 

The center, which was opened 
early August last year, is located in 
Odense, in central Denmark, and fa-
mous as the birthplace of Hans Chris-
tian Andersen. The team consists of Ib, 
Jørn B. Jensen, toning manager, and 
Ib’s wife, Lilian Lysegaard, who works 
part-time dealing with customers.  

Maximum visibility and 
maximum support

During the planning phase Ib Lyse-
gaard decided to make maximum 
use of the new Temaspeed logo and 
coloured dots element, which are lit-
erally everywhere you look – on signs 

and display panels as well as on leaf-
lets, paper, envelopes and business 
cards. “It sends out a signal that the 
center belongs to a big network,” ex-
plains Jørn B. Jensen. “It is rather 
like being part of a big family. And, of 
course, we are.”

As Ib explains: ”There are many 
Temaspeed distributors in many 
countries. For example, in Denmark, 
there are already two other distribu-
tors – in Copenhagen to the east and 
Alborg to the north.”  

”We talk to each other and to our 
colleagues in other countries as well 
as to our Finnish colleagues. There 
is support and mutual loyalty right 
across the network, which is truly 
benefi cial for all of us and, more im-
portantly, it is also helpful to the cus-
tomers, many of whom work across 
borders.” 

A wide range of colours 
and products

“But the new Temaspeed concept is 
more than a logo. It gives us amaz-
ing fl exibility, particularly in terms 
of product variety – we handle the 
whole range of coatings and stains. 
From a small number of basic prod-

and the new Temaspeed con

Ib Lysegaard (to the right) and Jørn 
B. Jensen are convinced of the ben-
efi ts that the Tema speed concept of-
fers both to distributors and indus-
trial paint users. 

Lysegaard Temaspeed center has 
a professional Temaspeed
look.

ucts, almost 200,000 colour formulae 
can be created and, using our spec-
trophotometer, it is possible to iden-
tify the exact shade of a colour re-
quired by the customer.”  

“The Temaspeed range really does 
offer high quality, which is important 
in the Danish market. Temadur HB 50 
and Temadur HB 80 high-build sin-
gle-coat polyurethane coatings and 
the Temadur range for metal coating 
have created a lot of interest. The 
products are popular with a range of 
different kind of manufacturers   in the 
metal industry.”

A mini factory and laboratory

“There are other useful services we 
can offer. For example, if a customer 
wants to make a small repair, we can 
supply him with a Temaspray aerosol 
containing a small amount of exact-
ly the right colour to match the exist-
ing one.” 

“We also have spray boxes, so 
that we can spray colour samples 
on the spot for our customers. And 
we can also use the box to test paint 
systems and check over-coating in-
tervals without the need for a labora-

 Lysegaard Temaspeed 
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Temaspeed

tory, thereby saving time and mon-
ey for the customer.“

“In fact the center is like a small 
factory. And I have not yet come 
across a coating problem that we 
couldn’t solve with Tikkurila,” com-
ments Ib Lysegaard.

Higher standard of 
customer service

“The new concept also means that 
we can offer faster service and 
quicker deliveries. For the end-user, 
Tikkurila’s policy of selling through 
distributors means that there is al-
ways a distributor within close range 
of the customers, which shortens 
delivery times and speeds up prob-
lem solving.” 

“The whole concept is solid-
ly based and effective. Tikkurila’s 
progressive thinking and product 
development are among the rea-
sons why Tikkurila makes a differ-
ence,” Ib Lysegaard concludes.•

JANIE JEFFREYS

PHOTOS:
LYSEGAARD PHOTO ARCHIVE 
AND  PETRI JÄRVINEN

ncept

wins new customers 
in Western Europe

Tikkurila Coatings is strongly focused on 
developing both sales and service to cus-
tomers through their distributor network 
by means of the new Temaspeed concept 
introduced in early 2005. The Temaspeed 
distributor network consists of over 250 
distributors and operates in 25 countries.

While the aims and approach of the new concept remain 
the same throughout Europe, it is equally applicable to 
both developing and developed markets. The changes 

in the Irish, Dutch and U.K. markets are clear evidence of Tikkurila’s 
commitment to serving customers even better than before through 
the Temaspeed distributor network. In the following, satisfi ed sales-
men and distributors tell us about their experiences with the con-
cept.  

TEMASPEED ON THE “EMERALD ISLE”

Within the recent past the Tikkurila Coatings organisation has 
introduced a successful concept which is having a dramatic effect 
in Ireland, locally known as the “Emerald Isle” – on account of its 
wonderful green countryside. With the sale of Tikkurila Coat ings
Ltd (now called Protega Coatings Ltd) and the sales of our own 
unit Tikkurila Coat ings (Ireland) Ltd to EPI (European Paint Im-
porters), the market is now ready for the new Temaspeed concept. 
Existing dis tributors were introduced to the new concept and to the 
plan for Tikkurila Coatings’ strategy to develop sales through the 
Temaspeed distributor network. 

The importance of creating a close relationship between Tikkuri-
la Coatings and its distributors is regarded as one of the main 
strengths of the new Temaspeed concept. The fact remains that 
each distributor will service each segment of the market with up-to-
date technologies and state-of-the-art industrial solutions. 

The launch of Tikkurila Coatings’ wood fi nishes in 2006 will add 
another string to the bow of our distributors in the marketplace.

 center 
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Temaspeed...
Distributors work together

Trust and business skills are required 
from each individual distributor, if we 
are to add value to the Temaspeed 
network. Tikkurila believes that there 
is room for six or seven distributors in 
Ireland. We already have four: Com-
plete Coating Services in Cork, Bere 
Island Boatyard in Cork, Advanced 
Coating Technology in Carlow and 
McConnels Coatings in Dublin, and 
we are planning to expand the net-
work further.

All our distributors sell the whole 
package of Tikkurila products, but 
some concentrate on particular sec-
tors, e.g. Complete Coating Servi ces
specializes in flooring products, 
Advanced Coatings Technology in 
OEM, and Bere Island Boatyard on 
marine users. This is where it is im-

portant that distributors work togeth-
er, rather than competing with each 
other – the market is big enough for 
everyone!

The environmental legislation 
changes by 2007, whereby compa-
nies are being forced to keep their 
VOC emissions below new lim-
its, present a special challenge. At 
Tikkurila, we have the water-borne 
technology to meet this challenge, 
but it is the cost of changing the com-
plete process that is costly – particu-
larly because the restrictions do not 
apply in countries outside the Euro-
pean Union, which may mean that 
the increased production costs in Ire-
land will cause complete factories to 
move abroad.

Even with “the Celtic Tiger” roar-
ing in Ireland since the ‘90s, the ques-
tion is whether Ireland can sustain its 

Many satisfi ed customers visited  
Lysegaard Temaspeed center in 
Denmark on its opening day. 

growth. At all events, via its new dis-
tributor network, Tikkurila Coatings 
is able to serve customers and their 
subcontractors wherever they may 
be located.

However, without doubt, the chal-
lenge in the Irish market is to build up 
cooperation between distributors. It 
is important from Tikkurila Coatings’ 
perspective that all the distributors 
network with each other as much as 
possible. It is our task within Tikkuri-
la to make this happen and to let 
the Temaspeed concept take over in 
Europe to serve our customers’ best 
interests. 

KEES VAN BLADEL
BUSINESS MANAGER, IRELAND
TIKKURILA COATINGS OY 

PHOTO: PETRI JÄRVINEN
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CO-OPERATION IN THE 
NETHERLANDS BEGAN WITH 
WATER-BORNE SYSTEMS

The implementation of the new Te-
maspeed concept in the Netherlands 
is the result of a recent agreement 
between Tikkurila Coatings B.V. and 
Hodij Coatings B.V. to work togeth-
er closely to cover all the different 
aspects and opportunities offered by 
the Dutch market.

Since 2003, Hodij Coatings, lo-
cated in Hoogeveen (mid/north Hol-
land), adopted the Temaspeed wa-
ter-borne tinting system for industrial 
paints to serve the needs of their 
customers and to meet VOC recom-
mendations. Over time, Hodij’s sales 
team has become increasingly en-
thusiastic about Tikkurila’s tinting 
technology as well as the high qual-
ity and performance of the product 
range. As Hodij are strong in indus-
trial supply, they decided to start with 
the whole range of Tikkurila Coatings 
products.

The market is changing

We all know that big companies, for 
example OEMs, have started sub-
contracting in the East of Europe 
while fi nal assembly work is still being 
done in the Netherlands. This means 
that all components – wherever they 
are produced – must be of the same 
quality and that colour shades must 
be identical, otherwise there will be 
a series of problems when they are 
assembled.

Because Tikkurila’s products can 
be found throughout Europe, via its 
distributor network, Tikkurila is in the 
best possible position to supply such 
customers. To provide this level of 
service, it is essential to fi nd the right 
distributor and we have done just that 
with Hodij. Together we can offer a to-

tal concept whether it is in products, 
technical support or service. We are 
ready for the future.

STANLEY PETERS
MANAGING DIRECTOR
TIKKURILA COATINGS B.V.

Strong co-operation 
benefi ts all parties 

Hodij Coatings is an industrial paint-
supplier. We sell our products in a 
number of market sectors: car refi n-
ishing, commercial transport, protec-
tive coatings and industry in general. 
We offer all available paint technol-
ogies as well as a range of coatings. 

The company has more than 30 
employees and through our estab-
lishments in Hoogeveen and Elst we 
provide a 24-hour distribution ser-
vice in the Netherlands. We special-
ize in tailor-made solutions, not only 
in paint systems but also all forms of 
packaging. Our technical specialists 
supervise the application pro cess 
at our customers’ premises and 
provide courses at our modern train-
ing centre. 

To provide the best possible ser-
vice for the general industry in the 
Netherlands, we made an agreement 
with Tikkurila Coatings to represent 
them as a Temaspeed distributor. 
Their excellent and innovative prod-
uct range coupled with a unique ser-
vice and distribution concept adds up 
to a strong combination in the indus-
trial paint market. 

EGBERT OOSTERHOF
MANAGING DIRECTOR
HODIJ COATINGS B.V. 

NEW DEVELOPMENTS 
IN THE U.K.

Tikkurila Coatings’ U.K. business has 
gone through some pretty momen-
tous changes in the last few years, 
culminating in the sale of the busi-
ness to the privately owned Coating 
Dynamic Group, at the turn of the 
year 2004/2005. The company was 
renamed “Protega Coatings” (from 
the Latin protegere) at the beginning 
of April 2005.

In early 2005, Protega’s manage-
ment team set about a wide range 
of short-term business improve-
ment measures, with the initial fo-
cus on technical and manufacturing 
aspects. The ensuing concentration 
of resources yielded huge gains in 
operational effi ciency and set a fi rm 
foundation for the company’s aggres-
sive growth plans.

The U.K. industrial paint market 
remains very fragmented with many 
small- to medium-sized manufactur-
ers competing for business at both na-
tional and local levels. The use of dis-
tributors to deliver a more responsive 
service at local level is a well-prov-
en concept, which has been steadily 
gaining popularity amongst the larg-
er players in the U.K., as a cost effec-
tive way of growing business with the 
smaller user. Indeed, the Temaspeed 

Egbert Oosterhof, Managing Direc-
tor of Hodij Coatings B.V. (left) and  
Stanley Peters, Managing Director of 
Tikkurila Coatings B.V. are both con-
vinced that the future looks bright for 
Temaspeed in the Netherlands. 
PHOTO: HODIJ COATINGS
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network trebled in size within the 18 months prior to 
the sale of the business to Protega Coatings, and is 
set to grow even further during 2005.

Launch of Prospeed Coatings 

Tikkurila Coatings’ corporate plans to develop the 
new Temaspeed concept were well underway by 
the end of 2004, with launch events planned across 
Europe, including the U.K. The challenge for the man-
agement was to decide how best to exploit the clear 
opportunity this gave to the business and create the 
necessary focus within the organisation to ensure 
success.

After a short review period, it was decided to 
launch a new company called “Prospeed Coatings” 
with a very specifi c mandate: To double turnover in 
two years and to develop the Temaspeed concept 
and network in the U.K. market. 

The business was launched to coincide with the 
name change on 1 April, 2005 and has a staff of 
twelve, all of whom transferred from the original Pro-
tega company. Prospeed has its own warehousing 
facility and is run as a largely independent compa-
ny, although it relies on its “larger brother” for sup-
port services.

Prospeed Coatings started with two key product 
lines from Tikkurila, and Protega Coatings has since 
augmented these with a range of industrial consum-
ables from Gramos, spray equipment from Anest 
Iwata and, later this year, a range of powder coat-
ings from Oxyplast in Belgium will be added. In 2006, 
Tikkurila Coatings’ industrial wood fi nishes will com-
plete the line up, allowing the distributor network to 
become a truly “one-stop” shop for local customers. 

A unique service package

Interestingly, the presence of Temaspeed in the mar-
ket has prompted active interest from a number of 
competitors’ distributors, who are keen to join the Te-
maspeed network and enjoy the success of the con-
cept. This has to be a strong sign that the Temaspeed 
package has huge potential for distributors to develop 
their own businesses in a profi table way.

Combining both Tikkurila and Protega products 
including sundry items under the Temaspeed brand 
to suit the particular needs of the U.K. market really 
does create a unique service package for serving in-
dustrial paint users in the best possible way and one 
that has already set the company on a solid trend of 
growth.•

NIGEL SMITH, BUSINESS DIRECTOR
PROSPEED COATINGS LTD

COMPILED BY JANIE JEFFREYS

Tikkurila Coatings is constantly producing 
new paints and coatings. Before these prod-
ucts can be introduced to the market, they 

must undergo strenuous testing in both a labora tory 
environment and under natural conditions. Bohus-
Malmön Island in Sweden makes for one of the most 
demanding environments imaginable.  

The Swedish Corrosion Institute has six perma-
nent test stations in different types of atmospheres. 
The station that is the most outstandingly corrosive is 
Kvarnvik on Bohus-Malmön Island, which is located 
on the west coast of Sweden, not far from the more 
well-known fi shing sites and tourist attractions Kungs-
hamn and Smögen. The station is located just a few 
meters from the open sea in climate that is truly tough 
on both people and test panels alike. 

According to Lars Blomqvist from the Swe dish 
Corrosion Institute, the fi eld station has been in use 
since 1963 and expanded upon in stages. The number 
of test frames currently stands at approximately 650 
units. On each test frame there is room for more than 
100 standard-sized test panels. 

Responsible for daily supervision of both Kvarn-
vik and Kattesand – the second test station on the is-
land – is Claes Brügge, who lives on the island and 
runs the Bohus-Malmön training centre.  Supervi-
sion and maintenance have not been easy, since the 

TEXT AND PHOTO:
MATS NORDIN

PRODUCT MANAGER
BUSINESS UNIT METAL

TIKKURILA COATINGS AB
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station has only been accessible by 
land vehicle since 2002 – prior to this 
all equipment and material had to be 
carried over the rocks.  

The test station is used by the 
Swedish Corrosion Institute itself, but 
is also up to 90% leased out to other 
companies who are conducting their 
own tests.  Here you can fi nd every-
thing from ordinary test panels to bi-
cycles, electrical components, and 
hinges. 

Tikkurila tests 
its products diligently

One of the Corrosion Institute’s best 
clients is Finland’s Tikkurila Coat-
ings Oy, with its Swedish sales com-
pany Tikkurila Coatings AB. Sever-
al departments within the company 
use Kvarnvik for test panel exposure. 
Business Unit Metal has long put the 
test station to serious use, and in re-
cent years, the Business Unit Wood 
has carried out a large number of its 
tests here as well. 

The Kvarnvik fi eld station follows 
ISO 8565 standards, which means 
that the environment is characterised 
through measurement of different 
environmental parameters and that 
the corrosion rate for carbon steel, 
zinc, copper, and aluminium is meas-
ured through exposure of standard 
panels. 

The environmental parameters 
measured are the following: 
–  Temperature, 1x/hour
–  Relative air humidity, RH, 1x/hour
–  ToW (Time of Wetness), the total 

time when RH is over 80% and 
the temperature over ± 0°C

–  Chloride deposition
–  Precipitation: the amount is meas-

ured, as well as its pH, conductiv-
ity, and concentration of chloride, 
nitrate, sulphate, and ammonia

–  Global radiation. 
We use the stands that Tikkurila 

Coatings leases on Kvarnvik partly 
to carry out our own tests so that we 
can test new products and further de-
velop existing products. We also car-

ry out testing together with our cli-
ents in order to fi nd the systems that 
best fi t their production and to meet 
the requirements that the authori-
ties and various environments place 
upon their particular facilities. 

Accreditation gives the right 
to authorise paint systems

Since Tikkurila Coatings Oy’s R&D 
laboratory for metal industry paints 
in Finland is an accredited laboratory, 
we can also perform tests and author-
ise paint systems for BSK 99 (Swe-
dish Regulations for Steel Structures). 
Exterior exposure of test panels at 
the Kvarnvik fi eld station is a focal 
point for such testing. 

The majority of tests carried out 
by Tikkurila Coatings under strict-
ly controlled circumstances gives 
us in-depth information on different 
paint systems and also makes for a 
very strong sales argument on the 
markets.•

Salt spray testing 
in natural conditions

Tikkurila Coatings tests the durabil-
ity of its products under the tough 
conditions of the Kvarnvik fi eld sta-
tion in Sweden.     
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Coating
objects
a new a 

Tikkurila Coatings and its partners 
have developed the new UVITEC 
coating method, based on water-
borne UV products, for chairs and 
other three-dimensional objects. 
Benefi ts of the method include im-
proved quality of the surface, low 
energy consumption, small VOC 
emissions and almost waste-free 
production.

KARI SOLJAMO, VICE PRESIDENT, R&D
PHOTO: ISKU INTERIOR OY AND JUKKA NUUTINEN
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UVITEC

of 3D 
enters
ge

Tikkurila Coatings Oy, together with 
the German BASF AG, has developed 
the idea of UV curing in an inert at-
mosphere or oxygen-free space. The 
LUMINOL lacquers used in the new 
method were developed by Tikkuri-
la and the equipment in cooperation 
with the Finnish Sasmetor Oy that 
manufactures coating lines. 

The new method requires install-
ing a spray booth with a recovery sys-
tem and an UV oven to the existing 
production line. A traditional chair 
coating line using solvent-borne lac-
quers can easily be converted to use 
water-borne UV lacquers. In the new 
UV device, the lacquer is cured in an 
oxygen-free space. Contrary to the 
traditional UV curing methods, the 
shape of an object does not set lim-
its to the curing of lacquer. 

Even less solvent emissions

With the UVITEC method, companies 
can easily adapt their oper ation to 
conform with the EU directive setting 
limitations to solvent emissions from 
industrial fi nishing. After 31.10.2007, 
when the solvent emission of a com-
pany is 15–25 tons/year, the aver-
age solids content of coatings must 
be more than 37.5% by weight. If the 
solvent emission exceeds 25 tons/
year, the average solids content of 
coatings must be more than 50% by 
weight. 

There are solvent-free coating 
methods for fl at objects, but in most 
companies, three-dimensional ob-
jects are still treated with solvent-
borne lacquers. Traditionally, chairs 
have been coated with acid-curing 
and polyurethane products, the sol-
ids content of which, after the hard-
ener and thinners have been added, 
is typically 30–35% by weight.

Three-dimensional objects can be 
treated with water-borne lacquers, 
but the durability of fi nished surfac-
es does not meet the requirements 
set for the products. UV lacquers 
could produce very durable surfac-
es, but so far there has been no tech-
nically and economically competitive 
curing method of UV lacquers on 
three-dimensional objects. By using 
the UVITEC method and LUMINOL 
products, chairs can be coated at the 
same or lower costs as with solvent-
borne coatings. 

Spray booth with a recovery 
system necessary

When using solvent-borne coatings, 
the oversprayed lacquer ends up in a 
dry or wet spray booth. Typical over-
spray amount is 70–90% depending 
on the size and shape of the object. 
The waste management of such resi-
dues is problematic, and its cost is 
becoming higher (see an article on 
the subject on p. 50–51 in this maga-
zine).

The price of sprayable water-
borne UV lacquers is higher than 
that of solvent-borne acid-curing or 
polyurethane lacquers. However, the 
oversprayed lacquers can be recov-
ered and reused. A spray booth with 

a recovery system is very effi cient. 
Typically, more than 80% of the lac-
quer used remains on the product 
and the rest ends up in the dry fi lters. 
Savings of up to 40–50% in material 
and waste management costs can 
be achieved by replacing the spray 
booth and using water-borne UV 
lacquers. 

UV lacquering has limitations

UV lacquers can be applied with the 
same methods as solvent-borne lac-
quers. UV lacquering of fl at objects 
is already routine, and there is plen-
ty of working technology for curing 
the lacquer.

UV lacquers are mainly cured 
with the radical reaction. Oxygen in-
hibits the reaction, and while oxy-
gen is present, the conversion lev-
el (amount of reactive groups) of UV 
lacquers remains low especially in 
the surface layer. Especially with thin 
application amounts, the hardness of 
the lacquered surface may be signifi -
cantly lower than planned.

Oxygen reactions are compensat-
ed by putting more additives to the 
lacquer and by increasing the initi ator
amount. This results in yellowing of 
the lacquered surface caused by the 
additives. The breakdown products 
of the initiator remain in the lacquer, 
and they may also cause additional 
emissions.

In order to compensate for oxy-
gen reactions, very high UV radi-
ation energy is required. In normal 
conditions, several UV lamps must 
be used. When curing UV lacquers 
while oxygen in the air is present, the 
power required by a UV oven is high, 
when lacquering chairs typically up to 
60–80 kW. An alternative is to drive a 
lower-powered UV device with a ro-
bot along the product surface. This 
method is slow and unsuitable for in-
dustrial production. The requirement 
is that the distance of the lamps is 
at the most 20–30 cm from the lac-
quered surface. 

With three-dimensional objects, 
this requirement is technically very 
diffi cult to meet, and the UV light can-
not enter all the parts of the object. 
As a result, the lacquer is not cured 
in shaded areas. The limitations of 
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UV curing must be compensated by 
modifying the properties of the lac-
quers. However, lacquer modifi cation 
impairs the properties of the fi nished 
lacquer surface.

UVITEC method solves 
several problems

Curing UV lacquers on three-dimen-
sional objects has required develop-
ing a new type of an UV device. In 
the UVITEC method, the lacquer is 
sprayed in a space where the rela-
tive humidity of air exceeds 45%. The 
oversprayed lacquer is recovered 
with a spray booth equipped with a 
recovery system. Water is evaporat-
ed from the UV lacquer in a convec-
tion oven.

Immediately after the convection 
oven, there is an oven made of spe-
cial materials and fi lled with carbon 
dioxide in which the UV lamps are 
installed. The oven is equipped with 
a separate conveyor, and it can also 
be attached to an existing conveyor. 
Carbon dioxide is continuously fed 
into the oven, the gas consumption 
of which is 5–10 kg/hour (= 1.5–3.0 
euros/hour). High temperature differ-
ences inside the UVITEC oven cause 
turbulence that increases the carbon 
dioxide consumption. The device has 
been designed in such a way that as 
much as possible of the heat pro-
duced by the UV lamps can be con-
ducted outside the oven.

UV lamps have been positioned in 
the oven so that a very homo geneous 
radiation fi eld is achieved in the cur-
ing zone. Based on measurements, 

the UV power achieved on the sur-
face of a chair, for example, is the 
same regardless of the direction and 
the position of the object. Both clear 
and pigmented UV products can be 
cured with the device.

The exposure time of the object in 
the UV zone is 15–20 seconds. The 
object is rotated in the UV zone and 
it moves constantly. The UVITEC de-
vice is designed to operate at a con-
stant line speed of 3–5 m/min. It con-
sumes only a little of energy: the total 
energy requirement UV lamps includ-
ed is approx. 7 kW. The device has 
been designed so that it is easy to 
install. The oxygen content in the 
oven  is controlled and the carbon 
diox ide content in the working cham-
ber is monitored automatically.    

Benefi ts of 
the UVITEC method

Better properties of the lacquered sur-
face. In the new method, atmospheric 
oxygen has been removed from the 
curing zone of the UV lacquer. This 
results in better properties of the lac-
qured surface, especially the resist-
ance to micro-scratches, compared 
with UV lacquers cured with the nor-
mal method. 

Low energy consumption. The 
power required by the UV lamps is 
6 kW at the most. The power required 
by traditional curing in air would be 
at least 10 times higher. Compared 
with the existing solvent-borne sys-
tems, the total energy need of the 
painting shop increases only a little. 
The method still requires the use of a 

separate drying oven, as water must 
be evaporated from the lacquer be-
fore UV curing. 

Curing UV lacquer does not pro-
duce hazardous compounds. Unlike 
traditional UV ovens, the UVITEC 
oven does not produce ozone. The 
number of compounds used for elimi-
nating the effect of oxygen can be re-
duced in lacquers. Consequently, the 
tendency of the lacquered surface to 
yellow decreases. 

UV curing at even lower tempera-
tures. The UV units of the device pro-
duce only a little heat. According to 
measurements, the surface tempera-
ture remains below 35oC. The meth-
od makes possible UV lacquering 
of heat-sensitive materials (plastics 
or chairs made of pinewood, for 
example). 

Cost effi ciency and ecology. The 
UVITEC method requires renovation 
of the spray booth and an additional 
part  to the drying oven, in which the 
lacquer is cured in an inert atmos-
phere. The addition can be placed 
as an extension to an existing dry-
ing oven. Recovery of UV lacquer in 
the spray booth signifi cantly lowers 
material costs. Investments required 
by the new method should be reason-
ably low; thus, it could be a solution 
also for the solvent emissions of small 
and medium-sized enterprises.•

More information:
Mikael Knif (export sales) 
tel. +358 9 8577 4256 
e-mail mikael.knif@tikkurila.com

DRAWING: TANJA PELTOLA

Technical equipment needed for the UVITEC method

Spray booth Drying oven 3D UV device
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Akvi ToneAkvi Tone
ARTO NUMMELA 
TECHNICAL SERVICE MANAGER
TIKKURILA COATINGS OY
PHOTO: ISKU INTERIOR OY 
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Translucent and bright colours 

have become popular in fur-
niture. With Akvi Tone tinting 

colourants, the furniture manufactur-
er can meet the requirements of the 
market and reduce the impact on the 
environment. The weather-resistance 
and colour retention of the new colour-
ants have been improved. This has al-
so been noted by the Finnish company 
Isku. 

The most important criteria for use – 
both in furniture and surface treatment 
– have always been durability, good ap-
pearance and appropriateness. Close 
cooperation with Tikkurila has been 
going on for several decades, espe-
cially in the fi nishing section, in order 
to continuously develop more environ-
mentally compliant solutions conform-
ing to the legislative requirements. 

Progressive reduction 
of emissions

The second level of the VOC directive 
to be enforced in 2007 requires that the 
use of solvents be reduced in the fur-
niture industry. The Isku furniture fac-
tories in Lahti, Finland, have prepared 
early for this.

An important step forward was tak-
en more than ten years ago, when the 
solvent-borne lacquers used in the cur-
tain-coating machine used for fl at sur-
faces in the offi ce furniture factory, the 
current Isku Interior Oy, were replaced 
with solvent-free UV lacquers. How-
ever, UV lacquer is not suitable for all 
applications. These include table edg-
es, for example, that are still sprayed 
with solvent-borne lacquers. 

Another signifi cant step was tak-
en in the home furniture section, for 
which an automatic spraying line was 
acquired in the late 1990s in order to 
use water-borne UV lacquer. In this 
way, it was possible to replace the sol-
vent-borne lacquer previously used 
for home furniture parts with a water-
borne UV lacquer.

tinting system making
good progress standard colours were made with wa-

ter-borne Akvi Tone tinting colourants 
into roller-coatings stains, and they 
were adjusted to correspond to the old 
Dicco Color shades.

At the same time, production of 
sprayable stains according to the roll-
er-coating stain models was started. 
Water-borne stain shades have now 
been introduced to the model range 
of Isku Interior Oy. For the home furni-
ture, the project should be concluded 
during  2006.

More translucent 
and durable colours

Nowadays, using even more translu-
cent and brighter colours has become 
more common in the furniture indus-
try. With the new Akvi Tone tinting col-
ourants, it is possible to meet the re-
quirements of the market and at the 
same time diminish impacts on the 
environment. 

When using Akvi Tone colourants, 
the structure of wood remains clearly 
visible even with darker shades, and 
the result is a bright colour. Thus, simi-
lar shades as in the solvent-borne Dic-
co Color stain range can be achieved 
with water-borne tinting colourants. 

The new colourant system endures 
weathering and UV light from the sun 
very well, making the colour retention 
of the stains signifi cantly better. This is 
not an essential property for indoor fur-
niture, but as the applications of furni-
ture expand – in the furniture of glazed-
in balconies, for example – increasingly 
better resistance to light is required.

The Akvi Tone tinting colourants can 
be used, for example, in furniture indus-
try products that will be stained either 
by spraying (Akvi Color ATS) or roller 
coating (Akvi Color ATR). The products 
are water-borne and their impact on 
the environment is lower than when 
using solvent-borne stains. Further-
more, using these products signifi -
cantly improves the working environ-
ment as solvent fumes are reduced. •

More information: 
info.coatings@tikkurila.com

From solvent-borne stains to 
water-borne alternatives

With the above changes, it was possi-
ble to considerably reduce the amount 
of solvents used in the Isku factories. 
However, the largest solvent load of in-
dividual fi nished products is generated 
by staining.

Isku has been using Tikkurila’s sol-
vent-borne Dicco Color stain range for 
several decades. Dicco Color has pro-
vided a wooden surface with a saturat-
ed, beautiful appearance that enhanc-
es the grain pattern of wood.

Achieving a similar result with wa-
ter-borne stains was diffi cult only ten 
years ago. With the Akvi Tone tinting 
colourants and stain base materials 
currently in use, an appearance equi-
valent to that of Dicco Color stains can 
be achieved with water-borne alterna-
tives as well.

Targeted savings 
with a joint project

In 2004, Isku and Tikkurila started a 
project, the primary objective of which 
was to replace solvent-borne stains 
with water-borne alternatives. One re-
quirement was, however, that the cur-
rent shades and appearance should 
not change signifi cantly. Isku uses an 
extensive colour range of its own, and 
in addition, factories also make special 
shades according to the customer’s 
requests. 

The second project objective was 
to reduce surface treatment costs. This 
would provide better starting points for 
pricing the furniture in the global mar-
ket that is becoming more stringent. 
The third objective was to continue to 
reduce the use of solvents according to 
the VOC directive in the Isku factories.

The project was started from the 
roller-coating application, in which the 
edges of boards are always stained 
separately before the boards move 
to the roller-coating line. First, Isku’s 
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AS Haapsalu Uksetehas was 
established in 1991, at a time 
when the rouble was still the 

currency used in Estonia. – We were 
driven to the door business as if by ac-
cident, when at the time we came up 
with the idea of exporting sawn tim-
ber waste to the Pori mill of Finnish 
Fibreboard Ltd, explains R&D Manager 
Rene Serg. As a “return present”, we 
got “door skins”, preformed ma terial 
for covering doors. We used these 
door skins to cover interior doors in 
our own factory. 

Haapsalu Uksetehas 

tripled
its production capacity with 

new painting line

In 1994,  our Finnish-language 
customer magazine mentioned 
Haapsalu Uksetehas as a mod-
el example of Estonian enter-
prise. The door factory that had 
been established a couple of 
years earlier had started from 
nothing and become one of the 
best-known companies in the 
country. Now you can fi nd out 
that this was not a mere bubble 
but a true continuing story. 

Estonia got its own currency, the 
kroon, in 1992. The same year, Finn-
ish Export Credit Ltd granted the Es-
tonian industry a credit subsidy loan 
with which the fi rst major machine 
acquisitions were made in Haapsa-
lu. The company purchased a planing 
machine, a tool grinding machine, a 
sanding machine and a large veneer 
press. Haapsalu Uksetehas was one 
of the fi rst Estonian factories manu-
facturing profi led interior doors with 
modern technology. Finishing was 
not yet at this high a level; instead, 

R&D Manager Rene Serg of AS Haapsa-
lu Uksetehas works in close cooperation 
with the Tallinn College of Engineering 
and puts forward the development require-
ments of companies in education plan-
ning. Mr Serg wants to develop techno-
logically the company in order to ensure 
the success of future strategies. 

PEKKA OVASKA, EXPORT MANAGER    PHOTOS: RYMAS HERMAN 
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it was manual spraying in front of a 
spraying booth. 

Emphasis on 
door production

Already at an early stage, the pro-
duction core was formed by fl ush and 
profi led interior doors. Later on, pro-
duction was expanded with veneered 
doors, solid-wood sauna doors, alu-
minium-reinforced exterior doors, 
decorative doors for interior and ex-
terior use, door frames and mould-
ings. Construction of the window fac-
tory was started in 1995, and since 
1996, Haapsalu Uksetehas has also 
manufactured German-style turn-
and-tilt wooden windows and wood-
aluminium windows. 

Even now, the core business is 
concentrated in doors, and 80% of 
the door production consists of inte-
rior doors. Exterior doors and techni-
cal doors (e.g. soundproof doors and 
fi reproof doors) make 10% each. The 
main market area is Estonia, in which 
up to 80% of the doors are sold. The 
remaining 20% is exported to Scan-
dinavia, but export to other countries 
is growing. 

In 1994, the company employed 
90 persons, but today there are 165 
employees. Turnover has quadru-
pled from EEK 25 million in 1994 to 
approximately EEK 100 million today. 

Capacity problems 
on painting line

With the increased sales and produc-
tion, the company noticed that door 
fi nishing created a real bottleneck for 
the company’s growth, as the capac-

ity of manual spraying was low and 
the quality inadequate. Therefore, a 
decision was made to invest in a new 
surface treatment line in Haapsalu. 
The objectives were to improve the 
fi nishing quality, shorten the product 
throughput time, improve the fl exibil-
ity of the line and meet the require-
ments of the new VOC legislation.

From the very start of the plan-
ning, negotiations were held with 
paint and equipment suppliers in or-
der to reach the best possible re-
sult. Test runs were arranged in Ita ly
and Finland, and after several tests, 
Tikkurila Coatings Oy was select-
ed as the supplier of paints and lac-
quers. 

– At the request of Tikkurila, we 
made some small changes to the 
structure of the painting line, after 
which we were ready to order the 
new line in spring 2005, says Rene 
Serg. The line has a sanding ma-
chine, a spraying machine for pro-
fi led panels, a jet air dryer with infra-
red and a UV oven. 

UV-curing Luminol 
works well

The physically drying water-borne 
Akvi Surf O Tix was chosen as the 
primer for profi led interior and fl ush 
doors. Alternatively, also the water-
borne Akvi Surf P or Akvi Surf O can 

be used depending on the desired 
properties. The water-borne, spray-
able paint Luminol to be cured by 
UV light was chosen as the topcoat. 
Decorative doors and veneered doors 
are lacquered in the same manner 
using water-borne UV-curing Lumi-
nol lacquer. 

– Above all, we wanted the prim-
er to have good sanding properties. 
For us, the most important proper-
ties of the topcoat are good mechani-
cal strength and the quick throughput 
time mentioned earlier. The Luminol 
lacquer and paint meet these re-
quirements very well, confi rms Rene 
Serg. 

The company also acquired a tint-
ing machine in order to offer custom-
ers an extensive range of doors in 
different colours. Individuality is nowa-
days emphasized even in the choice 
of doors, and the company wants to 
invest in good customer service also 
in this way. 

Wishes were met 
in cooperation

R&D Manager Serg also comments 
the Estonian sales organisation of 
Tikkurila Coatings for its fast service, 
fl exible deliveries and technical sup-
port that had a large impact also on 
the fi nal choice of the paint  supplier. 
The line is now preliminarily in pro-
duction.

– The products work well, the ca-
pacity has tripled and the industrial 
hygiene has improved considerably. 
Even the employees are more mo-
tivated. You can say without doubt 
that we are very satisfi ed, says Rene 
Serg with a laugh.•

The new painting line at Haapsalu Uk-
setehas was designed in cooperation 
with Tikkurila Coatings, among others. 
The company has been satisfi ed with 
the line that tripled the production ca-
pacity of the factory. 
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Aparquet board consists of three layers 
glued crosswise: a hardwood wearing 
surface, intermediate layer and base 

veneer. Due to the crosswise glueing of the dif-
ferent layers, stretching and contracting of the 
parquet board due to humidity has been mini-
mised. The total thickness of parquet, general-
ly 10–25 mm, is determined by the thickness of 
the three different layers. Usually parquet is in-
stalled as a fl oat fl oor, but it is also possible to in-
stall thicker fl oorings on supporting rails.

The surface layer of parquet, i.e. the visi-
ble part of a fl oor, is 2.5–4 mm thick hardwood. 

Better wear resistance for parquets with 
next-generation UV-pr

Wood material and quality of fi nishing have a 
signifi cant effect on the durability of parquet. 
Various intermediate and top lacquer layers 
improve the properties and fi nish the boards 
for fi nal use. Standards and tests are also used 
for determining the homogeneity and durabil-
ity of fl oor covering. In the future, even more 
efforts will be directed to improving the ap-
pearance and durability of parquets. 

PÄIVI VIHTONEN, SALES REPRESENTATIVE / INDUSTRIAL WOOD COATINGS  & KARI SOLJAMO, VICE PRESIDENT, R&D
PHOTO: TIKKURILA & ANNE HASSINEN
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roducts
There is a huge amount of wood ma-
terials available from the traditional oak 
to exotic kinds like iroko and courbaril.

The type of wood material used in 
the surface layer affects not only its 
appearance but also the tolerance of 
shocks and dents to the fl oor. There 
are relatively large differences in the 
hardness of different wood materials. 
A hardness value or Brinell hardness 
classifi es wood species according to 
their hardness. Courbaril, for exam-
ple, is very hard with a hardness value 

of approx. 7, while the corresponding 
value  of birch is approx. 2.5. The hard-
ness of oak, the most commonly used 
wood material, is approx. 3,5.

During the last ten years, the most 
important technical change has oc-
curred in the parquet structure due 
to the introduction of a so-called 
lock tongue and groove. Previously, 
the tongues and grooves of parquet 
boards were glued together and dur-
ing installation, the boards were ham-
mered tightly against each other. Due 
to the new tongue-and-groove struc-
ture, parquet boards lock to each oth-
er without glue. The seam between the 
boards has become even tighter, and 
installation is swift and easy.

UV products used in fi nishing

Nowadays, lacquers and oils that are 
cured by ultraviolet radiation (UV) are 
used for fi nishing treatment of par-
quet boards. UV lacquers have been 
used since the 70s, but the use of UV 
oil has increased only during the last 
fi ve years. UV-curing putties are used 
for fi lling cracks and knotholes in par-
quet boards.

Both one- and two-component 
products are used for fi lling. One-
component UV putty is applied with 
a special roller machine, and after 
this the putty is cured and sanded. 
Larger knotholes can be fi lled by hand 
with two-component putty. The most 
important properties of a UV-curing 
putty are minor shrinkage and curing 
to a depth of approx. 4 mm. Regard-
less of the darkness of wood material ,
the UV putty tinted to match it must 
cure well. 

Different stages 
of UV lacquering:

1. Adhesion lacquering
Figure No 2 on p. 43 shows a typical 
parquet UV-lacquering line. Most of-
ten 5–6 coats of lacquer are applied 
depending on the line and the desired 
surface properties. The most important 
task of the fi rst coat, so-called adhe-
sive lacquer, is to adhere well to the 
wood.

The adhesive lacquer can be ei-
ther a UV lacquer with a 100 % solid 
content or a water-borne UV lacquer. A 

water-based adhesive lacquer makes 
the fi bres of the top slat swell provid-
ing a larger adhesion surface. The 
more water a UV lacquer contains, the 
more the wood fi bres swell improving 
the adhesion of the lacquer. When us-
ing larger  amounts of water, the lac-
quer line must have a separate fl ash-
off zone for evaporating the water. 

2. Intermediate and top lacquering
The purpose of intermediate lacquer-
ing is to provide elasticity and wear re-
sistance to the lacquered surface. If the 
process includes sanding on the line 
after intermediate lacquering, sand-
ing properties of the intermediate lac-
quer can be adjusted. Depending on 
the line, 1–3 intermediate lacquer lay-
ers are applied. 

The top lacquer coat(s) are used 
to fi nish the appearance of the par-
quet. One of the most important prop-
erties of the top lacquer is gloss, i.e. 
how glossy the parquet should be. The 
most popular gloss grade for UV lac-
quers is 30–35, but also 10, the very 
matt gloss grade, has increased its 
popularity. The texture provided by the 
top lacquer, the surface profi le, also in-
fl uences the appearance.

Some parquet manufacturers fa-
vour a very smooth surface, others a 

Topcoats provide 
scratch resistance, 
gloss and texture.

Intermediate coats 
provide elasticity, 
hardness and wear 
resistance

The fi rst lacquer 
layer provides ad-
hesion to the wood 
material.

Wood material.

Figure 1.  Different lacquer layers 
(microscopic view). 
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rather strong raster. The raster and the composition of the top lacquer to-
gether infl uence friction, i.e. how slippery the surface of the parquet board 
will become. Friction is a very important factor in cleaning the parquet, and 
the friction coeffi cient permitted on the fl oors of sports facilities, for exam-
ple, is determined according to the requirements of DIN-V 18032.2. 

Another task of the topcoat is to improve the scratch resistance of the 
parquet. Small, sharp scratches quickly make a parquet fl oor look worn. 
Today, product development emphasises especially improving the scratch 
resistance of products.

In addition to the properties of individual lacquer layers, it is essen-
tial that the different layers adhere to each other. Different properties are 

sought for with different lacquer lay-
ers, but if they do not adhere to each 
other, the individual properties are 
meaningless. 

UV oiling

UV oils are based on modifi ed natu-
ral oils that cure due to the effect of 
UV radiation. UV oiling on a line is simi-
lar to lacquering. An exception is the 
brush units that make the oil penetrate 
the wood. Rollers are used for apply-
ing oils, and usually 2–4 coats are ap-
plied.  When using coloured products, 
the coloured oil is applied to the wood 
with clear oil layers on top.

The quality and form are 
defi ned with standards

Each parquet manufacturer selects for 
itself and its customers the most im-
portant properties produced by dif-
ferent lacquer layers while consider-
ing the price and quality. Appearance 
and technical properties vary in differ-
ent countries. Various standards have 
been developed in order to defi ne uni-
form quality and form.

EN 14354:2000 “Wood-based panels. 
Wood veneer fl oor covering” 
The standard defi nes the test require-
ments and test methods for parquets 
designed for indoor use. According 
to it, the wear resistance of parquet 
is measured with the so-called falling 
sand method (SIS 923509). The par-
quet surface is abraded with a leather 
disc into which standardised sand is 
fed. The number of revolutions during 
which the lacquering wears through is 
measured in the test.

Other similar test methods are 
CS 17 and S33/S42, in which the lac-
quered surface is abraded with a disc 
coated with rubber or sandpaper. 
The basic principle is that an elastic, 
rubber-like lacquer coat receives a 
good result in the falling sand test, and 
a hard lacquer coat containing e.g. par-
ticles of alumina receives a good result 
in the CS17 and S33/S42 tests. There-
fore, elastic intermediate-coat lacquers 
must be used in parquet lacquering so 
that the end result meets the require-
ments of the wear resistance class-

The Stridman method commonly used in the parquet industry tests the 
adhesion of lacquer to wood and different lacquer layers. 
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es WR1 or WR2 of the standard EN 
14354:2000. 

For evaluating lacquer adhesion, 
the standard uses a grid test that is not 
in common use in the parquet indus-
try, however. Instead, the Stridman test 
– so-called tractor-pulling test – or the 
coin test are commonly used. The coin 
test is a cheap and easy way to test 
the adhesion of lacquer to the wood-
en substrate. If the adhesion is weak, 
the lacquer coat can be seen to crack 
when scratched with a coin.

The Stridman test is a modifi ed coin 
test. The device has a sharp, round 
blade at a specifi c angle against the 
lacquered surface. When the blade is 
drawn along the surface, the load on 
top of the blade increases. The meth-
od indicates the force needed to crack 
the lacquered surface, and it can be 
used to evaluate the adhesion of lac-
quer to the substrate. At the same time, 
it can be easily verifi ed whether the dif-
ferent lacquer layers have adhered to 
each other. The method is not stand-
ardised but it is commonly used in the 
parquet industry. 

Scratching – so-called micro-
scratches – make the lacquered sur-
face look dirty and reduce its gloss. Mi-
cro-scratch resistance can be tested 
with a device conforming to the require-
ments of DIN 53778. In this method, a 
Scotch-Brite scuff sponge, type 07442, 
is loaded with a 350 g weight and used 
to abrade the lacquered surface hun-
dreds of times back and forth. The 
gloss grade is measured before and 

after the test. The larger the change in 
the gloss grade, the less the lacquered 
surface can resist scratching. The mi-
cro-scratch resistance of a lacquered 
surface can be infl uenced with nano-
particles added to the lacquer.  

EN 13442:2003 “Wood and parquet 
fl oorings and wood panelling and clad-
ding. Determination of the resistance 
against chemical agents” 
The standard defi nes the test methods 
and chemicals that can be used to de-
termine the chemical resistance of a 
lacquered surface. Water resistance 
of parquet lamellas at the seams and 
sides can be tested with a water test or 
with staining materials, e.g. red wine. 
The water contained in an adhesive 
lacquer can also stain the lamellas. 

There are several methods for test-
ing the friction of a parquet surface. 
The friction coeffi cient must be 0.3–
0.6. If necessary, the friction coeffi cient 
can be adjusted by changing the prop-
erties of the top lacquer. The DIN-V 
18032-2, 2002 set of standards defi nes 
the properties of sports facility fl oors, 
and exact upper and lower limits have 
been set for friction, for example.

Trends and prospects

Changing trends are apparent in the 
parquet industry as well. Individual so-
lutions and natural materials are tak-
ing over the market. The strong growth 
of the sales of parquet fl oorings fi n-
ished with various natural and UV oils 

is proof of this. In addition to the wood 
material, the colour and grain pattern 
are used to fi nd individuality both in 
public spaces and private residences. 
For this reason, the demand for stained 
and coloured and oiled parquet qual-
ities is continuously growing.

The trends on different continents 
depend in part on the local culture 
and local preferences. In the Northern 
Europe, people want a parquet fl oor to 
look like a genuine wooden fl oor, not 
like a plastic-coated wood- patterned 
fl oor. Therefore, the popularity of oiled 
fl oors has increased a little, but on the 
other hand, the regular maintenance 
they require has to some extent limited 
their use. An alternative is a low-gloss 
lacquered parquet fl oor that looks oiled 
but is as easy to maintain as other  lac-
quered fl oors. This will certainly in-
crease the popularity of low-gloss 
parquet. 

In Central Europe, parquet fl oors 
with a worn look are popular. Artifi cial 
wormholes have been made to the 
parquet surface and the wood grain 
pattern has been brushed out with a 
steel brush. In the Nordic countries, on 
the other hand, light-coloured fl oors 
are popular.

In the future, the parquet industry 
will increasingly concentrate on im-
proving the durability of the factory-
lacquered surface and on keeping the 
fl oor good-looking longer. New tech-
nology and continuous product devel-
opment of raw materials provide excel-
lent possibilities for this.•

UV fi nishing treatment line:
1.  Infeed chain deck
2.  Wide belt sander
3.  Roller coater for adhesion lacquer
4.  UV oven
5.  Heavy putty machine
6.  UV oven (3 lamps)
7.  Wide belt sander
8.  U-turn conveyor
9.  Roller coater for intermediate lacquer
10.  UV oven (1 lamp, gelling)
11.  Roller coater for intermediate lacquer
12.  UV oven (2 lamps, curing)
13.  Wide belt sander
14.  Roller coater for top coat
15.  UV oven (1 lamp, gelling)
16.  Conveyor unit for top coat
17.  UV oven (3 lamps, curing)
18.  Outfeed deck

Figure 2. Example of a UV-lacquering 
line for parquet boards.
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Nerkoon Höyläämö, located 
by the idyllic Lake Nerkoon-
järvi in Central Finland, has 

been treating timber since 1976. The 
Nerkoo family business specialises in 
planing and fi nishing exterior and inte-
rior panels as well as mouldings.

Sawn timber is purchased direct-
ly from local sawmills, such as Finn for-
est and UPM. At Nerkoo, the timber 
is then planed into the desired shape 
and fi nished. The sawmills and the 
processing facilities are located close 
to each other , which makes it pos-
sible to achieve a quick and fl exible 
total throughput time for the products 
through the planing mill to the fi nishing 
and packing departments. The fi nished 
products are delivered either to storage 
or to the customer with the company’s 
own transport equipment.  

Wooden panels from
Nerkoon Höyläämö

for excellent interiors

Factory-primed exterior wood-
en cladding has been avail-
able for several years. To-
day, there is also demand for 
installation-ready interior 
wooden panels, a fact that 
has been realised at Nerkoon 
Höyläämö in Finland. Due to 
the new fi nishing line, suitable 
especially for interior wooden 
panels and mouldings, com-
pleted in autumn 2005, it has 
been possible to further in-
crease the production capaci-
ty. At the same time, more em-
phasis is placed on product 
branding.

TEXT: HEIDI JUVONEN-LINDSTRÖM, MARKETING COORDINATOR
PHOTO: HEIDI JUVONEN-LINDSTRÖM AND TIKKURILA

New automated 
production line

Increased demand and improved cost 
effi ciency were the crucial arguments 
when plans were made to start a new 
automated production line for interior 
wooden panels and mouldings. In fu-
ture, so-called standard products will 
be fi nished on the new automated line 
completed in autumn 2005. The old 
line will be used for manufacturing spe-
cial products. The effi ciency of the new 
line is shown by the shorter product 
throughput times and increased de-
gree of processing. On an annual lev-
el, this means 20,000 cubic metres of 
fi nished interior wood products.
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– Nerkoo’s competitive edge lies on 
its long processing experience, own 
planing mill and expertise. Further-
more, a visible part of our Timmi 
products consists of customer-based 
product solutions, environmental-
ly compliant fi nishing methods and 
speedy deliveries, says Aki Jaskari, 
Managing Director.

High-quality and environ-
mentally compliant fi nishing

– In addition to improved production 
capacity, the new fi nishing line has also 
provided other signifi cant savings and 
benefi ts, explains Hannu Niemi, Prod-
uct Manager of Nerkoon Höyläämö. 
– Factors such as cost effi ciency, 
high quality and decreased impact 
on the environment have been taken 
into consideration in Tikkurila’s water-
borne Pinja products that we use. We 
have been able to signifi cantly reduce 
solvent emissions and to improve job 
satisfaction. The products do not emit 
harmful odours, and the environment 
is safe from hazardous solvents, says 
Niemi. 

– Annually, we use large amounts 
of Pinja products that are delivered 
to us in the form of tinted translucent 
products, lacquers, paints and waxes. 
A uniform product family has its ben-
efi ts: high-quality and careful fi nishing 
prolongs the life-cycle of wood, pro-
tects against yellowing and darkening 
and makes it easier to keep the surface 
clean, Niemi continues. 

Demand for fi nished interior 
wood products on the increase

– In recent years, the trend in deco-
rating with wood has been – in addi-
tion to personality – towards ecology 
and warmth. Wood, traditionally con-
sidered a material for cottages and 
renovation, has now grown in dignity, 
says Aki Jaskari, Managing Director of 
Nerkoon Höyläämö.

– It is important for us to be able to 
offer our customers both customised 
and standard interior wood products. 
We must be able to see trend chang-
es well in advance in order to provide 
the market with the most suitable prod-
uct according to the demand. 

The demand for installation-ready 
and coloured interior wood products is 
continuously growing. We have realised 
this too, which is why we intend to ex-
pand our range of off-the-shelf colours 
in the future. In addition to installation-
ready interior wood products fi nished 
with translucent white lacquer, they are 
also available fi nished with translucent 
lacquer or with wax or paint.

Timmi product family to 
Finland and abroad

– Specialisation and differentiation are 
current trends even in the sawmill in-
dustry. Our goal is to strengthen our 
competitive position further, improve 
the visibility of our products and show 
our strong expertise both in terms of 
quality and professionalism. Along with 
the construction of the new automat-
ed production line, we also designed 
a new name for our interior wooden 
panels. In 2006, our products will be 
marketed only under the name “Timmi” 
(=fi t) both in Finland and abroad. 

– Our intention is not to start to 
compete with prices, as customer-
based solutions are the most impor-
tant thing. With our products and ser-
vices we want to signal that our Timmi 
products are made from the best raw 
materials cost-effi ciently and by utilis-
ing state-of-the-art fi nishing technol-
ogy. In addition to the standard mod-
els, the Timmi product family includes 

models designed using our own pro-
fi les and ones based on the customers’ 
requests. We want to create a strong 
brand, which certainly will be shown by 
increased customer satisfaction, Jas-
kari explains.

More customer-oriented 
marketing

The rapid market development and 
the extensive selection of interior wood 
products are also a major challenge to 
the distibutors. Even an excellent prod-
uct does not succeed as desired if the 
availability and marketing of the prod-
ucts are spasmodic. For this reason, 
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PASI MARTIKAINEN
MANAGER,
LIVING WITH WOOD SECTOR
WOOD FOCUS LTD

PHOTOS: WOOD FOCUS OY

Jaskari is hoping for adoption of new kinds 
of marketing methods. 

– In addition to quality, we must offer the 
customer enough options to choose from. Only
an experienced and motivated personnel is 
able to provide individual and expert service 
ranging from technical properties of profi les 
to questions on appearance. Increased com-
petition and discussions about prices show 
that the importance of more expensive prod-
uct choices has not been fully understood, 
explains Jaskari. When fi nish ing has been 
performed according to approved manufac-
turing methods and a closely monitored paint-
ing process, uniform quality – and fi nally an 
inexpensive alternative – can be secured. 

– Furthermore, it is not enough that 
only the traditional timber companies serve 
the consumer. The hectic way of life has 
changed the consumers’ purchasing behav-
iour. In practice, this means that the visibil-
ity and availability of interior wood products 
should be given a boost. In order to help the 
customers to buy, various interior decora-
tion materials – wooden materials included 
– must in the future be included in the prod-
uct ranges  of major hardware and interior 
decoration store chains, explains Jaskari. 

Export to the Baltic countries 
and Germany

– We have felt the increased competition in 
the global market for a long time. Nerkoo’s 
competitive assets are its long processing 
experience, own planing mill and expertise. 
In addition to deliveries of fi nished exterior 
cladding panels abroad, this is also clearly 
shown by the increased number of orders 
for interior wooden panels. Translucent white 
lacquer is still a popular fi nishing method in 
both the Central Europe and the Baltic coun-
tries. We have been exporting interior wood 
products to Germany for several years. In 
addition, our new targets include St Peters-
burg with its adjacent areas and the Baltic 
countries.

– Changes in the customers’ purchas-
ing behaviour are apparent in the increasing 
number of fast deliveries with smaller unit 
sizes. Our logistically good location and own 
transport equipment guarantee speedy de-
liveries in Finland and abroad. These alone 
are not enough, though. In addition to mass 
products, we must also invest in specialisa-
tion; in the future, the importance of custom-
isation will continue to become even more 
important, Jaskari describes the prospects 
of the Nerkoon Höyläämö.•

NERKOON HÖYLÄÄMÖ...
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Wooden cladding is at its best 
in dry living and lounge areas, 
where there are no specifi c de-

mands for resistance to moisture and chemi-
cals, and where the demands of mechani-
cal stresses on the surfaces are lower than 
in other areas. Wood is suitable for all ceil-
ings. It also functions well when exposed to 
moisture and water, when there is no barrier 
to prevent the surfaces and structures from 
drying, as in a sauna, for example.

A genuine wood surface is natural, both 
beautiful and unique as such. With wood 
products it is possible to emphasise the sur-
faces, and change the impression of an area, 
using different methods of installation and 
surface treatment. Light kinds of timber and 
fi nishings are suitable for small, dim areas, 
and darker kinds of timber and shades better 
suit open, light spaces. Horizontal cladding 
lowers the high rooms, and vertical cladding 
gives a feeling of height to low rooms.

Ceiling panels are often installed in the 
direction of the falling daylight. With plywood 
panels, you can get the effect of continuous 
wall and ceiling surfaces. Wood products can 
be combined with each other, or with other 
decorating materials. Wood can be used as 
an effect, by covering only one wall of the 
room, for example.  

Living
with wood

– easy and hard-wearing 
interior decoration

The key parts of a house’s decoration and appearance 
are its wall, ceiling and fl oor surfaces. The range of 
wood products includes both traditional and modern 
alternatives for nearly all surfaces that are visible in 
our homes. Wood is a natural and impressive decorat-
ing material, which has qualities that can improve our 
living comfort through our senses. As a decorating ma-
terial, wood is easy, healthy and ecological. Decorating 
with wood is also better value than people think.

A wide range of 
interior decorating products

The range of wood products for decorating 
is continually growing, both for ordinary peo-
ple in ordinary homes and also for the inte-
rior decorator looking for something unique. 
Products that differ from the standard pro-
fi les have also entered the market. These 
days, many interior cladding profi les are 
made of hardwood, in addition to the better-
known softwood. Wood products need not 
be stored at home, in case of future repair or 
maintenance. Unlike such things as ceramic 
tiles and different wall-paper designs, wood 
products seldom disappear from the market. 
Many experts in the timber trade also  offer 
planing services.

Wood surfaces are protected against 
darkening, dirt pick-up, wear and mois-
ture damage with various forms of surface 
treatment. Ready-to-assemble, industrially-
fi nished alternatives are available. In addi-
tion to the traditional painting, varying de-
grees of light glazing fi nishes and waxing 
techniques have become more popular, giv-
ing the wood surfaces a shade of colour, 
but, at the same time, preserving their natu-
ral texture and appearance. Keeping wood 
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surfaces clean is easy, because dirt 
cannot stain well-fi nished surfaces. 

An improved 
standard of living

As a natural material, wood has qual-
ities, which affect our living comfort. 
The moisture of interior air has an infl u-
ence on the air quality that we sense, 
and thereby on our enjoyment of life. 
Wood surfaces balance the moisture of 
interior air, as moisture is absorbed in-
to the wood, and is then released when 
the air around it dries out. By regulat-
ing moisture, wood products improve 
the quality of interior air.  

Wood products help to keep mois-
ture at the ideal level of 30–60%. Wood 
shrinks when relative humidity falls dur-
ing the heating season. This may show 
as a light strip in the tongue and groove 
joints of the cladding panels, when 
some unfi nished wood is revealed un-
der the joint. These strips disappear 
as the wood swells, when relative hu-
midity increases. To avoid this cosmet-
ic trouble, the cladding panels should 

be treated once at least, before in-
stallation, or by using products ready-
fi nished in the factory. 

The thermal insulation properties of 
wood products are clearly better than 
those of many other surface materials. 
An authentic wood surface feels pleas-
antly warm in the winter and cool in the 
summer. You can walk on an authen-
tic wood fl oor in bare feet, without feel-
ing unpleasant coldness, regardless of 
whether there is underfl oor heating in 
the house or not.

Interior surfaces also affect the 
acoustics in a house. Very hard sur-
faces cause a noticeable, even distract-
ing echo, and even more so, if there are 
no other soft elements in the interior 
such as cushioned furniture. Wood sur-
faces with their soft and structurally un-
even surfaces help to create pleasant-
sounding acoustics.

Long-term benefi ts
for the environment

Wood is a renewing, natural material. 
Growing forest produces new biomass, 

which absorbs carbon dioxide from the 
atmosphere. The consumption of wood 
products promotes forest growth, and 
thus decreases the emission of green-
house gases. Wood products absorb 
atmospheric carbon dioxide through-
out their lifespan, so they play a sig-
nifi cant role in efforts to prevent glob-
al warming.

Wood surfaces are easily main-
tained and repaired, which makes 
them durable. Wood products absorb 
carbon for a long period of time. At the 
end of their useful life, wood products 
can be recycled or used for bio- energy, 
whereby they are returned to the natu-
ral cycle. 

The timber used in interior decora-
tion comes from well-maintained and 
sustainably-forested woodlands, which 
have been certifi ed by impartial, reli-
able and internationally high-regarded 
forestry authorities. 95% of Finland’s 
forest area has been certifi ed accord-
ing to the criteria of the Finnish forest 
certifi cation system.

Wood products are 
better value than people think

The price of interior decorating prod-
ucts is not the major factor in the to-
tal expense of the decorating work. 
There are also costs involved in pre-
paratory and installation work. Deco-
rating with wood products is quick and 
easy, which makes its pricing competi-
tive, and depending on the object to 
be decorated, often better value than 
when other materials are used. 

When desired, the style and ap-
pearance of wood surfaces can be 
changed several times during their 
life-span, using different surface treat-
ments. Alternative surface materials do 
not necessarily offer the same benefi ts 
as genuine wood materials do, when 
used in the right way, as far as healthy 
interior air, pleasantly warm surfaces 
and better acoustics are concerned. 

Wooden cladding products 
for interior use

Solid wooden interior cladding prod-
ucts include fl oorboards, interior clad-
ding panels and timber planed smooth 
on every side. The traditional raw ma-
terials for these are redwood and 

LIVING WITH WOOD... LIVING WITH WOOD... 
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whitewood. These products are avail-
able both untreated, and surface-treat-
ed in several different ways. When do-
ing it yourself, you should always follow 
the instructions given by the manufac-
turer of the surface treatment product. 

The moisture and temperature of 
the interior cladding panels should pref-
erably be balanced to a suitable level 
for their surroundings before they are 
installed. The time needed for balanc-
ing depends on how the panels have 
been stored and packed.

As far as moisture levels are con-
cerned, the condition of panels packed 
in foil and stored inside is close to what 
is required for its use. They should be 
allowed to adapt to the circum stances
of the area to be decorated for two 
days, in their original packages, by 
cutting slashes in the sides of the foil 
packages. Interior cladding products 
without foil packaging are usually 
stored dry before they are bought. Be-
fore installation, they should be allowed 

to balance out for about a week in the 
area to be decorated.

High-quality birch and softwood 
plywood is also used in interior deco-
rating. Plywood is particularly suitable 
for use in walls and ceilings. In addition 
to “the basic plywood”, interior panels 
of birch plywood is also available, al-
ready fi nished and equipped with the 
necessary fi ttings. 

Interior cladding is often fi nished 
off using mouldings. There is a wide 
range of mouldings available: skirting 
boards, dado panels, edging strips and 
cornice and corner mouldings. Ready-
to-use mouldings makes installation 
easier and quicker. Surface treatment 
alternatives include lacquering, glazing 
and painting. 

Special products 
also available

Glue board is mainly produced from 
redwood and birch. It is chiefl y used for 

furniture and fl oors. Suitable fi nishings 
for glue board are oils, waxes, paints, 
lacquers and stains. For redwood and 
tri-layer glue board fl ooring, some spe-
cial ready-made surface treatment 
products are available. 

Thermowood is produced of both 
softwood (redwood and whitewood) 
and hardwood (birch, aspen, common 
alder). Thermal treatment improves the 
durability of wood, decreases its wa-
ter absorption properties and removes 
resin. It also has better insulation prop-
erties than wood without thermal treat-
ment. Because of these qualities, ther-
mal wood is used in sauna benches, 
sauna and bathroom cladding and the 
fl oors of houses and fl ats. •

Further information:
pasi.martikainen@woodfocus.fi 
www.puuinfo.fi 
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Classifi cation as hazardous 
or non-hazardous waste is 
based on the EU waste and 

hazardous waste list, and it is the ba-
sis for classifi cation in Finland as well. 
Classifying hazardous waste requires 
the identifi cation of hazardous proper-
ties. These are assessed on the basis 
of hazardous substances in the wastes 
using the legislation on chemicals as 
the ground. The hazardous properties 
are assessed on the basis of waste-
related process and raw material 
data, utilizing operational safety bul-
letins and the results of waste composi-
tion analyses, etc.       

After classifi cation, the safest fi nal 
disposal alternatives for the waste in 
question are assessed. One option is 
placement to a landfi ll. These regula-
tions are based on the EU Directive 
(1999/31/EU). 

In 2006, specifi cations have been 
made in the national landfi ll resolution 
with respect to landfi ll disposal as ap-
plicable to all EU Member States on 

Classifi cation 
designates the fi nal 

disposal site of wastes
Before waste can be delivered to its fi nal disposal site, for 
instance, a landfi ll, it must be classifi ed either as hazard-
ous waste or non-hazardous waste. Specifi c criteria have 
been formulated for waste acceptance into a landfi ll, and 
only waste fulfi lling certain requirements can be placed to 
a specifi c landfi ll site.

the harmonized waste landfi ll accept-
ance criteria (2003/33/EU). In these 
criteria, the limit values and general 
principles have been stipulated for the 
approval of waste for a specifi ed landfi ll 
class. The criteria have been formulat-
ed for three types of landfi lls, to which 
only those waste materials which meet 
the requirements may be placed. The 
wastes are classifi ed either as inert, 
non-hazardous or hazardous. Pre-
treated hazardous wastes can also, 
with certain restrictions, be placed to 
a non-hazardous waste landfi ll.     

Waste information must be 
given by the producer 

According to the current regulations, 
the waste producer must provide suffi -
cient information on the waste origins, 
composition and leaching of hazard-
ous substances prior to landfi ll dis-
posal. If the background data is inad-
equate, waste acceptance into a landfi ll 
is tested in a laboratory. The concen-

trations of hazardous substances in 
the waste material are determined, 
and the leaching of these substances 
is studied with leaching tests.   

Through the use of the leaching 
tests, the possible transmission of 
harmful substances to a landfi ll site 
environment is assessed. For the pur-
pose of testing-related planning, data 
is required on the origins and physical 
characteristics of the waste as well as 
the hazardous substances it contains. 
The testing plan is generally prepared 
by the laboratory carrying out the ac-
tual testing.     

In the new EU waste landfi ll accept-
ance criteria, the limit values for inor-
ganic substances leaching out from 
the wastes will be determined. No 
leaching limit values will be present-
ed for individual organic compounds. 
For inert and hazardous waste land-
fi lls, the limit values for the total organ-
ic carbon (TOC) content in the solid 
material will also be presented. Addi-
tionally, waste due to be disposed of 
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in an inert waste landfi ll site should 
not contain certain groups of organ-
ic compounds (for instance, mineral 
oils, PCBs, PAHs, BTEX) in excess of 
the limit value set for the solid material 
concerned. 

Paint wastes tested 
if necessary 

In Europe in general, waste incinera-
tion is much more usual than in Finland. 
Here, different types of waste materials 
from small and medium-sized enter-
prises are also formed. An example of 
these is the various wastes from indus-
trial facilities using paint products as 
raw materials. The basis for assessing 
this type of waste materials is to study 
the hazardous components in the solid 
material and compare these total con-
centrations with the limit values set for 
hazardous waste. If the paint products 
used contain hazardous organic com-
pounds, they are classifi ed as hazard-
ous wastes.   

The waste materials formed from 
the use of paint products frequently 
contain several organic compounds, 
and their chemical analysis is insuffi -
cient and not always even feasible. In 
this case, it is possible to utilize biologi-
cal toxicity tests as support for the as-
sessment of waste classifi cation and 
evaluation of their landfi ll disposabil ity. 
By combining the toxicity and leach-
ing tests, information can be obtained 
about what kind of substances from 
the wastes are leachable into water, 
and whether or not these compounds 
may cause direct toxicity to test organ-
isms such as microbes, algae or wa-
ter fl eas.

Until now, bio testing of wastes 
has been fairly rare and experience of 
testing only minimal. However, toxicity 
tests provide a more economical and 
useful method for assessing hazard-
ous wastes and their leachates than 
chemical analyses. A development 
project for testing methods is current-
ly underway in a working group of the 
European standardization committee 
CEN/TC 292. In the near future, toxic-
ity tests will be used in the European 
Union also as a waste classifi cation 
testing method in the interpretation of 
hazardous property H14 (ecotoxic).

The disposal procedures for wastes 
derived from painting in industrial facili-
ties are different, and this has an impact 
on the detrimental effect of the waste 
in question. The wastes from various 
painting processes are often quite un-
evenly hardened or cured. Depending 
on the manner of collection and pres-
ervation before fi nal disposal, wastes 
from water-curtain spray booths, for 
instance, may be very moist, almost 
liquid-class wastes containing loose 
fl uid. Liquid wastes cannot, however, 
be placed in a landfi ll unless the landfi ll 
in question has a permit to treat these 
types of waste materials.

The detrimental effect of painting 
shop wastes can be reduced by, for 
example, drying and curing. How ever, 
it must be ensured during pretreat-
ment that no volatile compounds inad-
vertently escape into the surrounding 
area or open air. On the basis of the 
current testing experience, wastes de-
rived from painting contain hazardous 
organic compounds and, depending 
on the composition of the paint prod-
ucts, these substances also cause en-
vironmental toxicity in the landfi ll envi-
ronment. For this reason, pretreatment 
methods should be developed or new 
waste maintenance solutions found to 
replace landfi ll placement as the fi nal 
disposal site of wastes derived from 
painting. 

Information on testing 
and classifi cation  

Additional information on testing prin-
ciples as well as classifi cation and 
waste landfi ll acceptance assessment 
can be obtained from the writer of this 
article. She is responsible for planning 
testing procedures to assess the waste 
classifi cation and evaluate the fi nal dis-
posal and reuse alternatives of waste 
materials in the Pirkanmaa Regional 
Environment Centre Laboratory in Tam-
pere, Finland.

KATI VAAJASAARI
LABORATORY
PIRKANMAA REGIONAL 
ENVIRONMENT CENTRE
TAMPERE, FINLAND
kati.vaajasaari@ymparisto.fi 

PHOTOS:
ANNE HASSINEN AND LIQUID LIBRARY
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Tikkurila’s English web pages at www.tikkurila.com have been revamped and 
extended. We have used new technical solutions in the page appearance to 
provide liveliness. With our new pages, we attempt to serve even better our 
old and new customers. The pages contain product information, programs for 
calculating e.g. VOC contents and costs, an order form for marketing ma terials 
and links to all the home pages of the Tikkurila subsidiaries. 

In early 2005, Tikkurila Coatings opened a web site for Temaspeed distrib-
utors and their customers at www.temaspeed.com. On these pages, you can 
easily fi nd the contact information and distributor-specifi c product ranges of 
all the approx. 250 Temaspeed distributors operating in 25 countries around 
Europe and the CIS area. On the Temaspeed pages, you can also fi nd prod-
uct information in several different languages. 

With the web page reform, Tikkurila Deco West – responsible for decora-
tive paint operations in Western Europe – received better than ever possibili-
ties to provide information to its customers, whereas Tikkurila Deco East – re-
sponsible for similar operations in Eastern Europe – received its fi rst site ever 
in Russian (www.tikkurila.ru). The Russian subsidiary of Tikkurila Coatings, 

ZAO Tikkurila Coatings, has had its own 
site for a few years at www.tikkurila-coat-
ings.ru. 

The new appearance and technical 
platform will be made available to the 
Tikkurila subsidiaries outside Finland, 
and the reform is already in progress in 
several countries. We should see results 
in the spring 2006. The uniform appear-
ance makes brand management and fur-
ther development of the pages easier. 

MINNA IHAMÄKI-LAITINEN
GROUP MARKETING MANAGER
TIKKURILA COATINGS OY

Tikkurila’s 
English web pages 
revamped


