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Melting furnace

Stacking ingots

1892
The KZM was founded in 1892 by Lucien and Emile Dor, later also known 
as 'the Budelse Zinkfabriek'. The Budel zinc factory was founded under  
the name Société Anonyme des Zincs de la Campine or, in Dutch: 
Kempensche Zinkmaatschappij (KZM).

‹ 1892 - 1926 ›

Zinc winning becomes  
our core business

Zinc manufacturing
Zinc is extracted from ores.  
The pictures show how in earlier 
days the furnaces were filled with 
ore. After 16 hours of melting,  
the liquid zinc was drained from the 
furnaces and the remaining waste 
(zinc ashes) was discharged.  
The liquid zinc was then processed 
into small zinc blocks, also called 
ingots.

Founding of the Kempensche Zink Maatschappij
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1926 19641956

Zinc Rolling in the early days Start of Prefab Products Installation Casting Furnace
The sheets were transferred with pliers to the 

other side of the Rolling machine.
The Prefab production consisted of: 

Box gutters, suspended gutters (M37/B37 and M44/B44) 
and downpipes (Ø 70mm, Ø 80mm, Ø 100mm)

With the Casting Furnace, blocks of 1500 kilo, in smaller and bigger sizes, were made.  
Before the blocks were processed at the Hot Rolling mill, they were placed with 40 blocks in one  

load in the Tunnel Furnace where they were heated up to about 350 °C in a gas-fired furnace.  
This lasted for 16 hours. When the blocks were at temperature, they were rolled on the Hot Rolling Mill.
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1968

1965

The Achenbach Hot Rolling 
Mill into operation

Two Cold Rolling Mills  
RWF I and II were installed

Billiton acquired 50% of the shares of KZM, 
whereby Billiton in turn in 1970 became part of 

the Royal Shell GroupThe Achenbach Hot Rolling Mill was operational in 
September 11, 1965. The preheated zinc blocks were 
rolled on the Strip Rolling Mill to appr. 7 mm thickness 
and 40 meters long and afterwards rolled into a coil. 

The side guidance of the Rolling Mill was adjusted each 
run to the width of the casted block.

After the Hot Rolling mill, coils were processed at the Cold Rolling 
Mills. The RWF I was used for the smaller coils, with a width of 

appr. 950 mm. The rolled material was used for the production of 
gutters and downpipes. The RWF II was used for wider coils (appr. 
1050 mm). This RWF II had a speed of 60 meters per minute, could 
handle coils up to 3 metric tons and was used for the production of 

zinc sheets. The zinc coils were rolled to the desired final thickness – 
ranging from 0.3 mm to 1.5 mm. To reduce material tension the  

sheets went through a sheet roller after cutting them. 

RWFII
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1973

Start production of Special High Great (SHG) zinc
In 1955 the principle agreement to switch from thermal to electrolytic zinc 

production was taken. With this process increased the production, the purity 
of the product increased and the production volume could be increased.

1973

Demolishing old factory (1973)

Rebuilding new factory
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‹ 1975 - 1976 › ‹ 1990 - 1994 ›

Installation BWG machine
The BWG replaced the Flattening machine. By installing 

the BWG also the work sequence of producing zinc sheets 
was changed. The machine flattened and stretched the 
material first and then cut into sheets. In the beginning it 
produced only zinc sheets. At the end of the eighties zinc 

coils were also processed, ready for sale. Mid 90’s the 
BWG was modified to gain a larger capacity.

Replacement of the Casting Furnace

Placement Junker Melting Furnace

The Casting Furnace was replaced by the 'current' 
Casting Furnace that was still operational until the 

start of Project Olympus.

The Melting Furnace acted as a buffer for the Casting Furnace to 
be able to quickly fill the Casting  Furnace. In this Melting Furnace, 

maximum 80 metric tons zinc could be melted using solid block zinc 
as well as liquid zinc. This Melting Furnace was also still operational 

until the start of Project Olympus.

10 11



1995

Headquarters Koramic,  
covered with NedZink NOVA Composite

NedZink

Due to the complete takeover by Koramic, the rolling activities are completely 
separated from the zinc smelter. In 1995 NedZink continued its production 
activities as an independent zinc rolling mill. As manufacturer of rolled 
titanium zinc for applications in façade cladding, roof covering, roof gutters 
and rainwater drainage systems.

Installation  
Mino Cold Mill

The Mino cold mill replaced the RWF I and II. 
This machine can handle heavier coils and roll at 
a higher speed. The Mino is running 280 meters 
per minute and can process coils up to 10 tons. 

This cold mill is still operational.

2000
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2002 2004

Installation Pre-weathered Production Line

Introduction NedZink 
Pre-weathered products

The Pre-weathering production line ensured that 
NedZink could expand the range with the current 

colours. Due to the phosphorizing process the zinc 
surface is provided with specific colours.

In 2004 the first pre-weathered colour was 
introduced, named NedZink NOVA. NedZink 
NOVA has a matte, subtle brushed surface in 

a natural medium-grey colour.
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2009 2016 2018 20182010

Introduction  
NedZink NOVA Pro-Tec

Introduction  
NedZink NUANCE

Introduction  
NedZink NEO

ElvalHalcor takes  
50% share in NedZinkIntroduction NedZink NOIR

NedZink Pro-Tec is process-produced 
titanium zinc with a protective coating on 
the backside for application on either cold 

or damp-proof constructions.

The first 3 NedZink NUANCE colours 
were introduced in the pigments  

Red, Blue and Green.

Besides the existing pre-weathered 
colours a new colour was created: 
NedZink NEO. NedZink NEO has a 

matte, subtle brushed surface  
in a mineral grey colour.

In 2018 a collaboration was established between 
Koramic and ElvalHalcor, they are both  

50% shareholders in NedZink. This was instantly  
the kick-off of the ambitious Project Olympus.

The first shovel is put in the ground
(Ceremonial start of Project Olympus).

The second pre-weathered colour was introduced 
named NedZink NOIR. NedZink NOIR is an 

anthracite black colour.
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The process
Modernisation of the new plant continuous process

Annealing furnace

The coils from the continuous casting lines are heated per 
six coils in the annealing furnaces to a high temperature. In a 
cycle of 16 hours the metal structure is made homogeneous. 

To prevent oxidation, all oxygen is expelled by injecting 
nitrogen into the furnaces. The annealing furnace is  

electrically heated.

Continuous caster

Via heated launders the zinc is transported from the casting 
furnace to the continuous casting installations. The zinc is rolled 
between two cooled rolls to a thickness of appr. 5.5 mm and a 
width of 1070 mm. The casted zinc is coiled at coils of 7,5 Mt. 

Weights of 10 Mt are possible.

Casting furnace

After a certain stabilization time, the zinc from the melting 
furnaces is transferred via a gutter to the casting furnace.

Melting furnace

The melting furnaces are induction furnaces that supply zinc  
to the continuous casting lines. The furnaces are fed with  
zinc ingots, alloy, recycled material via a vibrating table.  

When the zinc has the correct alloy composition,  
it is transferred to the casting furnace. The melting  

furnaces melt the zinc via induction (electrical).
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Pre-weathering production line

The material is led through an alkaline degreasing bath to 
remove oil residues from the surface. Then it is rinsed with 

demineralized water and the surface is activated to ensure good 
adhesion of the added layer. During the actual phosphating 
process crystals are formed on the surface of the zinc. After 
rinsing and drying an anti-fingerprint coating is added to the 
surface and the material is foiled and rolled to coils again.

Slitting line

In 2020 NedZink installed a state-of-the-art slitting line and 
tension leveler. This slitting line can level and slit coils with 
a weight of 12.5 metric tons at a top speed of 200 mtr/min. 

The slitting pit is 11 meters deep.

The process

Cold milling

The coiled zinc material, arriving from the continuous casting 
building is rolled in various passes on a reversible cold rolling 
mill to the desired final thickness. In the cold rolling process, 
a mineral rolling oil is used to lubricate and cool the process. 

The oil is filtered and cooled in a closed system.
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Thanks to all NedZink employees 
for making this possible!

Together

beauty
with sustainable

shaping the future
Slab casting

Melting furnace

After a thorough start-up period of our new state-of-the-art machinery, 
the old Junker Melting Furnace, the Slab Casting and the Warm Mill were 

permanently closed down in June 2022. This is another milestone for 
NedZink, as we look very positively to the future with our new factory 

where we can produce titanium zinc in a very sustainable way.

2022
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Netherlands

NedZink B.V.
Hoofdstraat 1
6024 AA Budel-Dorplein

Tel: +31 (0)495 455 700
E-mail: info@nedzink.com

Germany

NedZink GmbH
Im Lipperfeld 21
D-46047 Oberhausen

Tel: +49 (0)208 857 980
E-mail: info@nedzink.de

Belgium

NedZink N.V.
Avenue Jean-Etienne Lenoir 14 B-1348 
Louvain-La-Neuve

Tel: +32 (0)10 452 727
E-mail: info@nedzink.be

France

NedZink SAS
1 Rue François Jacob 
92500 Rueil Malmaison

Tel: +33 (0)7 68 60 95 37
E-mail: info@nedzink.fr


