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Technology Innovation

ASSEMS
coating system

Using release paper
Coating system

Work speed

Dry time

Coating quality

Coating tool

Working method

Fast

Same time with working

Consistant

Release-textile (Recycle)

One time

Slow

Need aging time

Consistant

Release paper (Disposal)

Three times

Environment Harmless Disposable release paper

Product cost

Waste (44″/g/m)

Low

0 g/m

High

75g/m

FA-1000(40μm)

HMA line 1

HMA line 2

HMA line 3

Total/Day

Taotal/Month

48,000M(2ton)/day

1,440,000M
(60ton)/Month

1,440,000M
(60ton)/Month

1,440,000M
(60ton)/Month

1,080,000M
(54ton)/Month

84,000M
(30ton)/Month

48,000M(2ton)/day 48,000M(2ton)/day 36,000M(1.8ton)/day 28,000M(1ton)/day

2,000M/Hr

2,000M/Hr

2,000M/Hr 1,500M/Hr 120M/Hr

FA-2000(40μm) FA-3000(35μm) FA-4000(40μm) FA-7000(150μm)

Lamination Line 1

Lamination Line 2

Lamination Line 3

Head office &
Korea Factory

China Factory

Vietnam Factory

Indonesia Factory

Total/Month

6,000M/8hr x 20days = 120,000M/Month

120,000M/Month 300,000M/Month

Laminating system & temp control 
way to adhere to Hot-melt film in textile

Special coating release Textile & 
making method

Jang J . S South Korea Mar, 05, 2007 

Jang J . S South Korea Mar, 05, 2007 

Capacity of Hot-melt Film Adhesives

Coating Process Laminating Process

Capacity of Laminating & Coating

NameTitle Nationality Application date

ASSEMS Patent Right

3,000M/8hr x 20days = 60,000M/Month

3,000M/8hr x 20days = 60,000M/Month

3,000M/8hr x 20days = 60,000M/Month

3,000M/8hr x 20days = 60,000M/Month

3,000M/8hr x 20days = 60,000M/Month

Coating system that use release textile
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Hot-melt f ilm laminationCurrent liquid base 
cement lamination

•Old machine & bad smell
•Inconsistent bonding strength
•Poor environment for workers

•New machine and clean environment without bad smell 
•Consistent bonding quality
•High productivity and environment-friendly process

FA-3050
FA-2150

Release textile

PE

EVA 2m/m
sponge

Cooling Pan

Poly-pag Press Roll

Application PU foam, tricot lamination for shoes, automobile, furniture etc

Density(g/cm2)

0.95~0.99 85~95 70~75 15 36~60 0.015~0.150 100~130

M.P(℃) S.P(℃) M.I(g10min) Width(inch) Thickness(mm) Working Temp(℃)

Application

Density(g/cm2)

0.95~0.99 60~140 32~110 0.4~20 36~60 0.015~0.150 70~130

M.P(℃) S.P(℃) M.I(g10min) Width(inch) Thickness(mm) Working Temp(℃)

Coating of reinforcement mat'l(6oz Canvas, Non-woven), 
EVA, Neoprene, Lycra, Reflective mat'l with low working temp 

Original

FA-2010 
Low 
Melting Point

FA-2150
High 
Melting Point

•Material : YL-ML-005 (Photo taken with Digital Camera)

•Lamination done with the low 
   meting point HMA FA-2010 shows 
•better glossiness than the high 
   melting point FA-2150

Hot-melt Film Adhesives

 FA-1000 Series (Acryl Base) : FA-1150 

 FA-2000 Series (EVA Base) : FA-2100N, FA-2010, FA-2150 

 FA-3000 Series (Poly-olefin  Base) : FA -3030, FA-3050

Butterf ly System Hysock Process IP Hybird Sockliner

Application

Density(g/cm2)

0.95~0.99 85~95 70~75 15 36~60 0.015~0.150 100~130

M.P(℃) S.P(℃) M.I(g10min) Width(inch) Thickness(mm) Working Temp(℃)

Coating of reinforcement mat'l(6oz Canvas, Non-woven), 
hysock, sockliner for mold(insole), IP hybrid, butterfly system

Coating nonwoven cutting Pylon Mid-sole Molding Press
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Hot-melt Film Adhesives

 FA-4000 Series (Poly-ester Base) : FA-4100

Film Production

 FA-7000 Series (Poly-urethane Base) : FA-7300, FA-7400

Application

Density(g/cm2)

0.95~0.99 60~140 32~110 0.4~20 36~60 0.015~0.150 70~130

M.P(℃) S.P(℃) M.I(g10min) Width(inch) Thickness(mm) Working Temp(℃)

Coating of TPU, PU synthetic, PU skin layer for No-Sewing, Ortholite Foam(Virgin Foam)

Ortholite
No-Sewing

Density(g/cm2)

0.97~1.01 110~170 80~150 0.4~4 36~60 0.02~0.150 130~150

M.P(℃) S.P(℃) M.I(g10min) Width(inch) Thickness(mm) Working Temp(℃)

Application
TPU lamination with reinforcement without Non-yellowing, 

Satin lamination for sublimation

ASSEMS Hot-melt adhesive f ilm

1. Compounding

4. Recycle

6. Storage 5. Packing

4. Rolling

QC Check

2. Pelletizing 3. Blowing

Pass

Pass Pass

Fail

Fail

Fail

Fail

Fail

Thickness/Weight
Inspection

Melting Temp.
Qualitative/Quantitative

Analysis

Technical Feedback

Material Feedback
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Industrial Applications

• 1. Compounding

4.Drying 5.Mop up 6.Cutting to pellet

1.Raw material input 2.Melting 3.Cooling by water

• 2. Pelletizing

Storage by film #• 3. Blowing • 4. Rolling • 5. Packing • 6. Storage

• 7. Film Recycling Process

2. Raw material1. Mixing Pelletizing Machine

Input
Factory

Scrap
Film

Recycle Center

Transporter company

Melting
material Output

Cooling by
water

Mop up water
and Cutting

Recycle
pellet

Footwear

Textiles and Garments Automotive

Military Defense

Luggage

Leather

Household Applications
General

Industrial
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2000mm2660mm850mm 1500mm 1690mm1900mm 5800mm

Input

Rack
Belt type Fusing Press M/C Pressing

roll

Cooling

rack
1st Rolling Tension

bar

Finished

good rolling

General Information

FAM-1600 Lamination Machines 

• Outline
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Characteristics

Power Supply

Motor

Heater

Temperature

Speed control

Air

Belt Size (Width*Length)

Bearing No.

Dimension

380V/(4P)

½ HP – 4P – 1/40

62.0kw

0~300℃

5~25 Sec

0~6kg/㎠

Upper : 1,600 X 6,040                                  Lower : 1,600 X 7,640

2204, F205

5,500 X 2,150 X 1,180

”

- Laminating system & temp. control method.

  - The releasing textile coated by silicon manufacturing method.

- Easy to operate and visible process control.

• Specification
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Tension wheel : 
Prevention of material wrinkle
Multiple layers can be available.

Textile

Release Textile : 
Able to be used semi-permanently. 
Protected by patent rights

HMA Film

• 1. Input rack 

Emergency
Switch

Possible to measure the temp upper/
lower belt respectively.

Lid – Find the problem easily 

• 2. Laminating & Coating machine (FAM-1600)

• 3. Pressing • 4. Cooling • 5. Tension Bar

• 6. 1st Rolling • 7. Finished good rolling

One more pressing for stable 
bonding & surface

For fast binding to prevent 
wrinkle and curling

To prevent  shrinkage & 
help exact rolling 

Release textile: Roll out to
 reuse releasing textile

Coated material

•Pressure : 1~5kg/㎠  •Temp. : 100~140℃
•Speed : 5~10M/min
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No-sew Process (FA-7300, 150~200um)

Reinforcement Material Lamination process (FA-3050 or 2150, 40um)

Normal Lamination process

3. Hot-press 4. Finished goods

1. coating 2. cutting

Bonding strength: Above 2.5Kg/㎝

 This is general process for reinforcement materials hot-melt lamination used with FA-3050.

 It is very simple & fast lamination process and clean workplace can be maintained.

1. Material preparation 2. Laminating 3. Materials roll up

 Pressure : 3~4kg/cm2   Temp. : 135~145℃  Time : 3~5 M/min

1.Textile to Textile

2.Textile to PU Synthetic leather

3.Tricot to PU Foam to Textile

4.Lycra to EVA to Lycra

5.Others, 4 layers of materials can be laminated at one time.

 Practical application
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Sock-liner process (FA-3050, FA-2150)

Ortholite Hotmelt coating process (FA-7400)

 Practical application

• II. Molded sockliner process

FA-3050 EVA sheet

Top cloth

EVA sheet

Size cutting Finish

FA-3050 Top cloth Heat pressure
(EVA+FA-3050+Top cloth)

Heat pressure
(EVA+FA-3050+Top cloth)

Laminated HMA film  
Coated Low density EVA form FA-2100N 40㎛
Coated EVA form FA-2150 40㎛ 
Laminating Ortholite form with FA-7400 50㎛ 

FA-7000 Series is PU Base copolymer
EVA sheet to PU foam(OrthoLite)
directed  comolding  sockliner process 
Soft touch and very strong laminating strength.

• I. Die cut sockliner process

FA-7400
Otholite

Textile

Cutting

Cutting Molding Press Cutting PressLaminated Ortholite

Coated Low density EVA

Coated EVA
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Butterfly System

1. Reduce production process decrease cost
2. Cut down Textile, Hot-melt Film and EVA
3. Environment friendly (no odor & noise)
4. Higher bonding score
5. Expected VOC improvement
6. Recylce for remaining EVA (after cut)    

 

Since FA-3050 is environment friendly and high productivities with higher bonding score, 
it needs to be applied to improve the sock liner bonding.

 

Coeff icient of
utilization

Recycle EVA

Occurrence wastes

Molded sock liner

50%

Impossible

much

Butterf ly molded sock liner

75%

Possible

A little

Appropriated facade cutting after adhesives lamination at existing solvent adhesives use
As our company's film adhesives use after cut out all resources doing not stick each other, 
resources that is infected by adhesives application is incomprehensible refreshing but can 
utilize part that resources regeneration rate is much because rise and does priority cutting 
by this way    

■ Total dimension : 2㎡
■ Total insole dimension : 1.5㎡ 
■ Coefficient of utilization : 75%

Cutting

Filon mold
Direct heat
 180℃
EVA 120℃
3’30”
Cooling
2’30”

Heat Chamber Molding Press Cutting PressRecycling

Flat Hot press
250℃X10sec

Separating
transfer paper
35~40℃

Out 35~40℃

Transfer paper

Textile

EVA

Hot-melt Film
FA-3050 Cooling Cutting



General Information

FAM-450 Mini Laminator

• Specification

Description

Weight

Motor

Heater

Temp Range

Conveyor Speed

Belt size (mm)

1050 x 890W x 150H

140kg

2P,220V (1/30), 0.1HP

220V x 3kw

0~250℃

1~ 8m/sec

upper : 500 x 1660

lower : 500 x 2090

 The machine is well-suited for sample laminating and coating.

 Handles adhesives & substrates up to 45cm wide.

 Very easy to process.

Cut and put together Put in Put out Complete
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