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Opening photo: Railings and pantographed sheets for gates are among Sercolor’s most appreciated products.
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Greater Production Flexibility and 
Speed: The Conveyor as the Core 
of Sercolor’s Coating Line
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FOCUS ON TECHNOLOGY

T he concept of industrial culture commonly refers to a set 
of notions acquired through experience and study, which, 
if properly applied, enable the development of a company’s 

activity. However, it should not be limited to this: the experiences 
gained on the field and implemented after a course of study should 
be integrated with the most up-to-date information on different 
aspects of business management, such as internal organisation, 
production flow, and the plants and devices that make up a firm’s 
productive equipment. The technical publishing industry has the 
main purpose of spreading this kind of news to help create a shared 
industrial culture: this is what our magazines have strived to do in the 
coating field for over ten years.
We know we are achieving our goal when we meet entrepreneurs 
like Luciano Serravezza, production manager of Sercolor Srl 
(Melissano, Lecce, Italy). His company specialises in the contracting 
galvanising and powder coating of components intended for 
different sectors, especially the construction, agricultural, and 
automotive ones. “My passion for coating started many years ago,” 
says Serravezza, “and keeping up-to-date is fundamental. Thanks to 
the information I get from specialised magazines and the experience 
gained with this company, which my family has been managing since 
1997, I was able to design and install a new coating plant to be added 
to our old one, which was already working at full capacity. I personally 
assumed the role of prime contractor, carefully choosing the right 
suppliers for each device and closely cooperating with them to 
achieve the results we had set ourselves with this huge investment.”
The main players chosen by Serravezza were as follows: 
CM Automazione (Giussano, Monza e Brianza, Italy), specialising 
in the design and installation of handling lines; Avin (San Vito al 
Tagliamento, Pordenone, Italy), belonging to the Imel Spa Group, for 
the supply of the pre-treatment plant, the coating line, and the curing 
oven; and Wagner and Nordson for the powder primer and top coat 
application equipment.    

Galvanising and coating, the two pillars of 
Sercolor’s production
Sercolor is a business of excellence in Southern Italy: since the 
1990s, it has evolved by changing its core business, continually 
updating its equipment, and exploiting it in different ways according 
to the current market needs. “We initially sold aluminium profiles,” 
says Serravezza. “In 2004, we installed our first automatic iron 
coating system while continuing to market profiles. We abandoned 
this activity in 2007, when we integrated our painting line with a 
galvanising plant. Since then, our growth has never stopped, as 
evidenced by the fact that we have gradually moved into ever-larger 
factories while constantly updating our equipment. We reached such 
a point that, in order to meet the increasingly demanding requests of 
our customers, in October 2018 we opened a further plant to house 
a new coating line.”

Figure 1: Sercolor’s galvanising plant is one of the largest in Southern 
Italy.

Figure 2: A bird’s eye view of the new coating system designed by 
Avin.

Figure 3: A detail of the CM Automazione’s conveyor in the 
pre-treatment area.
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Currently, the Apulian company operates in two adjacent 
buildings. The first one is equipped with a manual sandblaster, 
a pre-treatment plant (performing phospho-degreasing 
and cleaning with mains water), two electrolytic and hot-dip 
galvanising systems (of which one is static and the other is a 
barrel machine for small workpieces, capable of treating up to 
10 tonnes of parts per day), and a static coating plant (with a 
manual handling system).
“The static galvanising plant,” says Serravezza, “has unusual 
dimensions for this kind of machine: it is 6.5 m long, 0.6 m 
wide, and 1.25 m high (Fig. 1). Actually, it is one of the largest 
in Southern Italy. Our target customers for this process 
are companies from the automotive and heavy carpentry 
industries, which are increasingly choosing our services. We 
perform two types of hot-dip galvanising processes, one with 
an acid zinc coating and one with an alkaline zinc coating, in 
order to give greater corrosion resistance to parts subjected 
to a high wear degree or intended for harsh outdoor 
environments. Gates are an example of this: for this kind 
of product, we often treat pantographed sheets, which our 
customers particularly appreciate (ref. Opening photo).”
The powder coating line located in the first building 
is devoted to large-sized, complex-shaped parts. Its 
dimensions are 2.10 x 6.5 x 2.8 m. “In our second building,” 
explains Serravezza, “we installed the new coating line, which 
was necessary to handle the production peaks that the old 
installation was no longer able to support and maintain our 
distinguishing delivery times, equal to a maximum of seven 
days.”

Figure 4: Flying bars moving by the CM Automazione’s conveyor 
toward the unloading area.
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The complex structure of the new coating line
With a size of 6.5 x 5 x 2.5 m, the new coating plant is smaller than 
the other one (Fig. 2). “I have personally designed the layout of the 
new line based on the experience I have gained over the years,” states 
Serravezza. “Besides personally following the installation of each device, 
wherever possible I recovered parts of the old system that could be 
reused in the new line. The complexity of its structure reflects that of 
the painting cycle we perform in a limited space. This is the reason why 
one of the key players for the success of this project was the supplier 
of the handling system. Indeed, the conveyor is the core of a coating 
line (Fig. 3). Not only does it connect its different elements, but it also 
determines its pace and speed. An effective design that is functional 
to user needs is fundamental to manage both the plant’s operating 
and storage areas and to create an optimal production flow. 
Our CM Automazione two-rail conveyor is now the core of our whole 
paintshop (Table 1, Figs. 4 and 5).”

Table 1: Technical characteristics of the conveyor system.

Pitch 10 units/hour 
(equal to 1/6’)

#1 section conveyor speed (booth) with 
a continuous movement

1.3 m/1’

#2 section conveyor speed (tunnel) with 
a step-by-step movement

1.3 m/1’

#3 section conveyor speed (service) 
with a continuous movement

8 m/1’

Number of transport units 29

Maximum load per transport unit Kg 500 

Maximum workpiece size 6500 x 500 x H 2500 mm

Figure 5: The automatic lubrication system of the 
CM Automazione’s conveyor chain.
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“The two-level chain, which runs over 500 m 
along 3 lines of the conveyor, is driven by 4 
caterpillars,” says CM Automazione owner 
Stefano Crotti. “The capacity of each load 
bar is 500 kg and it was specifically designed 
for the heavy carpentry parts that Sercolor 
processes in high percentages. This completely 
automatic handling system is managed through 
an Industry 4.0-oriented PLC and it has 19 
stations.”

“Although we deal with large 
components, the space available was 
limited,” notes Serravezza. “It was 
precisely in the definition of the spaces 
for the conveyor installation that 
CM Automazione’s team found the most 
innovative solutions: the placement of 
the buffers for the drying of materials 
was their main challenge, but they 
managed to solve it in the best way.”

Figure 6: The outside of the pre-treatment tunnel.

Figure 7: Pantographed sheets inside the 
pre-treatment tunnel.

Figure 8: The inside of the primer application 
booth.

Figure 9: The inside of the IR oven: 
the panels were supplied by Infragas Srl.

The two-layer coating system 
for galvanised parts
The coating cycle performed is different 
depending on the type of product treated. 
“We are the pioneers of two-layer powder 
coating for galvanised workpieces,” adds 
Sercolor owner. “We subject all parts to 
a pre-treatment process that includes 
phospho-degreasing, cleaning, cleaning 
with demineralised water, and a no-rinse 
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nanotechnology conversion stage with the Soft Rain 
nebulisation system. As the nanotech product, we 
use Dollcoat SA 119, supplied by DN Chemicals 
(Caleppio di Settala, Milan, Italy - Figs 6 and 7). 
If required, we then sandblast the parts in our 
automatic tunnel shot blasting machine, with a 
dimension of 6.5 x 1 x 2 m. Hot-dip galvanised 
components, which account for 90% of our 

Figure 10: The bar no. 16 gets ready to travel the bypass system in order to start the second application cycle.

Figure 11: Nordson guns applying a top coat. Figure 12: The powder control system.

production, than reach our first Wagner booth for 
the application of the primer; this was recovered 
from our old painting plant and adapted to its new 
function with the integration of new guns (Fig. 8), a 
cyclone, and a filtration system. 
“Subsequently, the galvanised components would 
have had to enter the IR oven (Fig. 9), as we had 
chosen a dry-on-fused cycle, that is, the application 
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of the second coat of powder on the only-gelled 
primer layer; however, we immediately started finding 
surface defects due to degassing bubbles, and we 
decided to opt for a dry-on-dry technology that calls 
for the complete polymerisation of the primer layer 
in the curing oven. In August, CM Automazione’s staff 
returned to modify our conveyor based on this new 
workflow.”
“For large-sized companies like Sercolor, the 
flexibility of the conveyor is a crucial factor,” adds 
Crotti. “It enables them to work simultaneously and 
continuously on different levels, for example 
pre-treating components while others are inside the 
curing oven. It also allows intervening quickly and 
effectively to change the line if new needs arise, such 
as in this case: in order to prevent the conveyor from 
taking the flying bars along the entire path only to 
return to the curing oven, we created a bypass option 
that enables to keep the workpieces in the application 
and curing area (Fig. 10).”
The components are then sent to the second booth 
for the application of the powder top coat and, finally, 
to the unloading station. 
This second booth is equipped with Nordson powder 
application guns (Fig. 11) and automatic and manual 
control systems (Fig. 12); Siver, the exclusive reseller 
of Nordson powder application systems in Italy, 
provided the powder management unit.

Conclusions
“It is impossible to find another coating system as 
flexible as the one we installed in our paintshop,” 
states Luciano Serravezza. “This installation has 
provided us with a production speed and flexibility 
degree that our old system was unable to guarantee. 
Our products’ coating quality have also benefited from 
this, so much so that we have started the procedure 
for obtaining the Qualisteelcoat certification for the 
components on which we apply powders provided 
by Europolveri (Sandrigo, Vicenza, Italy), i.e. the 
Qualisteelcoat C5-M high-performance primer, 
specifically developed for our process, and two 
Qualicoat white paints (Fig. 13). 
The activity of Sercolor is constantly evolving 
(Figs. 14 and 15) and it will always be. It is essential 
to continue to keep abreast and gain new experience, 
in order to contribute not only to create but also to 
spread industrial culture as the backbone of every 
manufacturing activity.” 

Figure 13: A component coated in white, which is one of the most 
required colours for galvanised products together with ivory and 
anthracite.

Figure 14: The whole Sercolor staff  with Alessia Venturi. From left to right: 
Rocco, Maria Rita, Chiara, Luciano Serravezza and Matteo Morieri, from 
the Sercolor’s purchase offi  ce.

Figure 15: Small parts painted by the company. 
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