STANDARD OPERATING PROCEDURES


GRAINDRILL HOPPER & LID
QUALITY ASSURANCE PROCEDURE

Attachments:  Grain Drill Hopper / Lid QA Checklist


              Mil Testing Diagrams



Pretreatment / Cure Testing Diagram

                        Hatch & MEK Test Locations Diagram

References:  PLS 802 Pretreatment Quality Assurance Procedure


           PLS 205 Powder Paint Cure Quality Assurance Procedure

This procedure explains and outlines the quality assurance checks for the Grain drill
hopper and lid.

A.
RESPONSIBILITIES ARE AS FOLLOWS:
1. The prep stall employees are responsible to:

a) Tag each hopper and lid with a sequence tag to identify them as part of the 

same ‘kit’.  The hopper divider panels (on a rack), the furrow opener brackets and angles, and the hopper bottoms that go along with that hopper and lid are also tagged with the same number.

2. The tank line employee(s) who are blasting are responsible to:

a) Initiate the Q.A. checklist and fill in the date, time and the blast information. The hopper and lid are then stored with the paperwork until ready to be washed.

3. The wash operator is responsible to:

a) Receive the check sheet from the loaders once the hopper and lid have been loaded.

b) Record on the Q.A. sheet the following information;

1) Name and employee number.

2) Pretreatment information (within an hour and a half of the hopper and lid

                   being washed).

c) Perform and document the following pretreatment testing, to be performed on the first hopper (not the lid) of every shift.  All test locations to be found on the diagram.

1) White rag test.

2) Phosphate test – Testing Solution #47.

3) Flash rust non – conformance.

4) Chemical run non-conformance.
Note:    1) to 2) are to be performed on the first hopper of every 

shift, while 3) and 4) are checked for on all parts.

          c)    Bring the checklist to the unloading.

4.
The painters are responsible to:

a) Receive the Q.A. checklist from the actual box delivered from unloading.

b)     Document the following:

1) Painters names and employee numbers.

2) Cure oven conditions-time in the oven and oven temperature. 


c)     Perform the following cure testing and record on check sheet.

        1) Pinholes classification (visual inspection based on Powder Paint Cure Q.A.

Spec.)


        2) Hatch test result (locations as per diagram and performed as per Powder Paint



Cure Quality Assurance Specification)

                   3) MEK Rub test result (locations as per diagram and performed as per Powder



Paint Cure Quality Assurance Specification)

                   4) Mil testing as per locations on sheet (document mils on appropriate diagram with



min., max. and avg. on checklist / Lid – min. 24 readings / Hopper – min. 44



readings outside & min. 40 readings inside / use flexi-coils standards and




specifications for paint coatings (sspc 597 doc) in reference to minimum mil



thickness).

                   5) Gloss rating (visual inspection based on Powder Paint Cure Q.A. Spec.)
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            d)     Determine if there are any repairs to be made and perform them. Record on


         the check sheet what was done. Document any non conformances.

    
 e)      Touch up Hatch & MEK test marks with 5:1 urethane paint that has been


          catalyzed.
 f)       Sign off checklist once hopper and lid are complete and sticker the hopper with

Sequence ID #.

             g)     Deliver to the Hopper Assembly Area with a photocopy of check sheet.  File the

         paperwork in the appropriate file, and every Friday hand in to the supervisor.
Grain drill Hopper/ Lid Quality Assurance Checklist

Date:  ____________________​​​​______                                  Time: _______________am / pm

Sequence Number: _______________                                  Tag Number:  _______________

BLAST

Blast Operator: __________________                                  Employee ID#: ______________

Blast Pressure: __________________                                   Time to Blast: _______________

PRETREATMENT

Wash Operator: __________________                                 Employee ID#: ______________

PREATREATMENT CONDITIONS                                Track Speed:    __________ft/min

Inproclean 1300        H2O Rinse               Cryscoat 547           H2O Rinse               Gardolene 

     %: ______             %: ______               %: ______                %: _______              %: _______

   pH: ______            pH: ______             pH: ______               pH: _______            pH: _______        temp: ______ C     temp: ______C        temp: ______C         temp: _______C      temp: _______C

   psi: ______            psi:  ______             psi: ______               psi: _______            psi: _______  

                                 tds: _______                                              tds: _______            tds: _______

PRETREATMENT TESTING 

Water break (visual):  _________  Comments:  ________________________________________

                                                                                                                                                           Phosphate (T.S. #47): _________  Comments:  ________________________________________

                                                                                                                                                                 White rag test :           _________  Comments:  ________________________________________

                                                                                                                                                                  Flash rust N/C :          _________​​​​​​​___________________________________________________

                                                                                                                                                           Chemical run N/C:     ____________________________________________________________   

(All testing locations to be documented on appropriate diagram.)

PAINT 

Painted by: _____________________                                 Employee ID#: ________________

Painted by: _____________________                                  Employee ID#: ________________

CURE CONDITIONS

Oven Temp: ______________             Time in Oven: __________________

Comments:  ____________________________________________________________________

CURE TESTING
Pinholes Classification:  ___________                    Paint Mils: 

Hatch Test Result:          ___________                    Minimum:  ______________

MEK Test Result:           ___________                    Maximum:  ______________

Gloss Rating :                  ___________                   Average:     ______________

Paint non-conformance: ________________________________________________________________________________________________________________________________________

Repaint:    NO

                  YES          Reason:  _____________________________________________________

Inspection by: ___________________________  Employee ID#:  _____________________

Signed off by: ___________________________












REPAINT RECORD

Area(s) repainted:  _______________________________________________________________

Reason:  _______________________________________________________________________

Description of work:  ____________________________________________________________

Rechecked/ signed off by:  ________________________ Employee ID#:  __________________

Time/Date Started:    ________________________                                                                    





Time/Date Finished:  ________________________                                                                           

Total Time to Fix:      ________________________





















                        GRAINDRILL HOPPER / LID MIL TESTING
HOPPER

High - 


Low - 
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Avg. - 
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GRAINDRILL HOPPER / LID PRETREATMENT TEST LOCATIONS
W – white rag test location

F – flash rusting

C – chemical run

P – phosphate test location


GRAIN DRILL HATCH & MEK TEST LOCATIONS

                                                                                                   Hatch & MEK (inside)

GRAINDRILL HOPPER MIL TESTING LOCATIONS









Note: Ensure mil gauge is calibrated properly. Test panel should be grit blasted at 60 psi and washed on the South Paint Line. A new panel should be initiated once per week.
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