No maintenance required with the ThinCell.

Using the full face of the ThinCell anode makes the anode area calculation exactly as you see it. Length x Width is all you need. This allows the current density to be easily and correctly determined. The current (amps) from the ThinCell has a greater anode area facing the product to be painted than the tubular cells. Current density of an anode needs to be below the point of erosion of the anode metal. If the current density is above this number the anode will show signs of erosion on the area affected. Since a tubular cell manufacturer’s claim the entire area is used and it has been proven by FORD that it is not and only up to 60% is actually used, this increases the current density on the effective anode area. With the current density increased in this area, erosion and pits occur as seen in the field. Once these develop the anode needs to be replaced. Furthermore the erosion of the anode blinds the membrane of the shell with the dissolved metal particles. Once this happens, resistance of the membrane occurs and the pH of the bath and energy usage is in jeopardy.

ACR has designed the ThinCell to provide the most efficient cell to the market today. The design keeps the current density at acceptable levels while saving on energy consumption.  This balance of engineering enables the ThinCell to operate without maintenance. Independent field testing has proven that the anode in the ThinCell anode wears evenly across the face of the anode without maintenance. Field evaluation of the Tubular and “C” cell have revealed that the uneven distribution of current density across the anode produces wear at the height of the radius facing the product while the remaining portions on the front sides show slight wear and back portion showing no wear. This again proves that the OEM claims for anode area are incorrect and the study by FORD is true. 
Tubular cells require maintenance due to the Tubular designs inherent uneven distribution of current density, from the lack of useful effective anode area. The anodes wear out on the front side and this blinds the membrane on the forward portion of the shell. In many cases the blind membrane is no longer useful due to resistance and rotating or replacing the anode still requires adjusting the voltage higher to overcome this resistance issue. Electrical energy takes the path of least resistance. This also has been proven out in the field.
Bottom line is with an even distribution of current density across the ThinCell anode, will provide less wear and longer life without maintenance. Our anode to membrane ratio is 1-1 as opposed to the tubular cell ratio of 30% more membrane than the ThinCell. Membrane is an inexpensive part of the cell, not the most expensive as a tubular OEM claims. The most expensive part of the cell is the anode. Furthermore all paint calculations are based off of anode area not membrane area. If you have a tubular cell that blinds the membrane you may need more membrane to stay functional by going around the blind area, using more voltage and costing more money to paint your product. Using more membrane than required to function is not very efficient; a tubular cell just can’t be made any other way.
