STANDARD OPERATING PROCEDURE


RECEIVING POWDER PAINT

QUALITY ASSURANCE PROCEDURE

(DONE ONLY ON REQUEST)
RECEIVING POWER

When powder is delivered it must be visually checked for the following prior to putting it in storage:

1.
Batch I.D. #

-
This number must be checked to ensure that the particular batch has been previously analysed using the Quality Control Powder Analysis Sheet.

-
If not refer to Section #2.

2.
Condition of Shipment

-
Any broken containers of powder must be reported immediately to the (Company) Supervisor who will then take appropriate action.  (Any shipment that needs rejecting due to shipping damage must be discussed with Area Supervisor).

Quality Control Powder Analysis Sheet
Section #1
-
Powder Data
Record sheet is filled out. One copy is made and kept on file by the supervisor and the original goes to the requestor.

Section #2
-
Testing Process
One production panel and one Q panel are to be used in the testing.  

 One production panel is to be abrasive blasted

 Q - panel does not get abrasive blasted

1. Abrasive blast the production panel.

2. Wash the two panels in the 5 Stage Wash.

a) Note line speed and all stoppages.

b) Record time into wash and the time panels out of wash (if possible).

c) Record titrations within two hours of panels passing through the wash.  (Wash operator should be given enough notice to get the titrations done).

Quality:  Avoid handling the panels on the face side.  The oil in your skin will cause adhesion problems resulting in an inaccurate test.  When handling non-painted panels wear latex gloves or hold by sides of panel.

Note: 
Severe flash rusting is unacceptable; initiate new panels.

3. Paint panels in powder booth within 2 hours of panels being washed.

a) Mil thickness 1.3 - 4.5 mils.  Approximately 2.0 - 3.0 mils is most preferable.

4. Bake panels at production specifications.

a) Record cure oven temperature.

b) Record line speed and time into and out of the oven (if possible).

5. Upon curing label panels as to the pre-treatment process and batch I.D. #.

Section #3
-
Testing Results
Perform the required test as per production standards.

1. Hatch Test

a) Classification:


5 = excellent and 1 = poor as per ASTM Standard.

2. MEK Rub

a) 100 double rubs.

b) Classification:



5
-  
Cure (C)
- some gloss reduction allowable 




-  no film softening or removal

3
-
Part Cure (PC)
-  some film softening and or removal




1  
-  
No Cure (NC)
-  removal of film to metal

3. Pinholes 

a) Visual Classification:


4
- 
very little pinholing (0 - 25% of surface)

3
- 
average pinholes (25 - 50% of surface)

2
- 
fair (50 - 75% of surface)

1
- 
poor (75 - 100% of surface)

4. Distinction of image (Reflection) (Over bake)

a) This is checked with a Gardco Novaglass gloss meter.

b) The parameters are no less than 80 units of gloss using a 60( gloss meter.  Any reading less than 80 units will be considered a reject.


Note:  This often relates directly to the amount of time in the oven and temperature of the oven.

5. Record average mil thickness of each panel.  (1.3 - 4.5 mils only).  If panel(s) is lighter than 1.3 or heavier than 4.5, new panels must be initiated.

6. Impact Test

When performing an impact test the results should be interpretation as follows:

3
-
Cure:  No shattering or breaking of paint - a simple divot.

2
-
Part Cure:  Some shattering or splitting of paint.

1
-
No Cure:  Breaking away of paint exposing metal.

Panels that have failed or have questionable testing results must be kept for one month or until the problem has been corrected.  Panels that pass all testing can be disposed of as soon as all testing is complete.

TANK LINE

QUALITY CONTROL 

POWDER ANALYSIS SHEET


SECTION #1
POWDER DATA

-  to be filled out for every shipment of powder delivered.

DATE:  

TIME:  

INSPECTOR:  

COLOUR OF POWDER:  

QUANTITY DELIVERED:  



BATCH ID #:  

CONDITION OF SHIPMENT:  



ANY BOXES DAMAGED?  (  Yes     (  No       IF YES, CONTACT FLS AND PAINT LINE MAINTENANCE


SECTION #2
TESTING PROCESS

- to be completed if the powder delivered is a new batch of powder.

DATE OF TESTING:  

INSPECTOR:  

TIME INTO WASH:  

TIME OUT OF WASH:  

TIME PAINTED:  

CURE OVEN TEMP(oF):  

TIME INTO OVEN:  

TIME OUT OF OVEN:  


3 STAGE WASH
	
	CONC
	pH
	TEMP
	TDS

	STAGE 1 (phos)
	_______________%
	_______________
	_______________C
	

	STAGE 2 (u/s)
	_______________%
	_______________
	_______________C
	_______________


ANY NON-CONFORMANCES IN PROCESS:  





SECTION #3
TESTING RESULTS

INSPECTED BY:  ____________________

- ratings as follows:  See Section #3 in PLM 209

	
	PANEL #1 (Shot blasted prod)
	PANEL #2 (Q-Panel)

	MILS:
	AVG  =  ____________________
	AVG  =  ____________________

	HATCH TEST CLASSIFICATION:
	____________________
	____________________

	MEK (100 Double Rubs):
	____________________
	____________________

	PINHOLES (Visual):
	____________________
	____________________

	IMPACT TEST:
	____________________
	____________________

	GLOSS METER TEST (Reading):
	____________________
	____________________


CONDITION OF POWDER (Dry, damp, loose, lumpy, etc.):  

COMMENTS:  
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