STANDARD OPERATING PROCEDURE






PAINT DEPARTMENT

PANEL TESTING PROCEDURES
OBJECTIVES
1. Monitor the paint process on request or quarterly.

2. To process panels within one week of delivery and be processed together (pre-treatment, painted, cured).

3. Panels will be labelled the same every time for monitoring purposes.

PROCESS STEPS

1. Production panels (11 gauge) are stored in a basket at Maintenance cage by North Paint Line and B1000/Q panels are stored in cabinet in area supervisor’s office. On test day, panels must be accompanied by a Quality Control Request Form.

2. Panels must be processed on dedicated test panel rack and bolted down for abrasive blasting and wash pre-treatment.

3.
Production hot rolled steel panels are:
#'s
1, 2, 7, and 14
Process:
Blasted*, Washed, Painted









Production Q panels are:
#'s
6, 10, 16

Process:
Washed, Painted

Coating weight Q panel is:
#
13

Process:
Washed

B1000 Panels are:
#'s 
5, 9

Process:
Painted

· Exception: Tank Paint Line is to grit-blast rather than shot-blast them.

                          Liquid Paint Line panels do not get blasted at all.
4. Wash parameters are to be recorded on Quality Control Request Form within one hour of processing panels.

5.    All panels must be within 1.5 - 4.5 mils of paint as per Quality Control Request Form.  If one panel fails to meet mil specs, and then all panels must be done again. 
6.    Report any non-conformance to the Paint Area Supervisor on Quality Control Request Form.
7.  All coating weight test panels once they have been pre-treated are to be handled by the edges only using clean latex gloves!  (This will ensure accurate coating weights and will keep the surface from being affected by contamination).

8.  All coating weight panels are to be wrapped using a paper towel to protect the phosphate coating.

9.  Quality Control Request Form is to be completed and returned to Area Supervisor along with the panels.

10.
It is important for test panels to be processed through the wash without any line stoppages.  Remember consistency is the key!  Too much time in any given stage will defeat the purpose of these specific tests, resulting in having to do them over again.

Once the testing has been completed, the following must be done:
1.
Fill out “Physical Testing Lab Request” form with the test required:

                               Powder Coatings                                                           Liquid Coatings                          
a.
Salt Spray ASTMB117
720 hours                       a.    Salt Spray ASTMB117      192 hours   

b.
Direct Impact


160 inch pounds             b.    Direct Impact                     40 inch pounds

c.
Reverse Impact


160 inch pounds             c.    Reverse Impact                  4 inch pounds

2.
Fill out operation titrations for each stage of the wash.

3.
Under special instructions “Coating weights” write N-13 in this area.

4.
Fax copies of physical testing lab request form and testing panel’s quality control request form to Sid Anderson.  Fax numbers:



(403) 279-4519 (work)

5.
Panels must be wrapped in the tough fibre paper towel and then taped to ensure cleanliness of panels.

6.
Make copies of the Physical Testing Lab Request Form and the Test Panels Quality Control Request form and keep them on file. Hand the originals in to the requestor.

7.
Hand all panels in to the requestor. The requestor will take care of completing the Shipping Request Form and will also send the panels away for testing.

Panel Testing Program

(Company)
 




  Panel Type 
   North Line   East Line    Tank Line     South Line     South Liquid Line   



SALT SPRAY:              2-HR               N1:N2
      E1:E2           T1:T2            S1:S2


L1:L2

720 HOURS                    1-B-1000          N5
        E5                 T5                  S5 


   L5

(Oakite)                           1-Q
                  N6
        E6                 T6                  S6


   L6

IMPACT:                       1-HR                N7
        E7                 T7                  S7


   L7

160 LBS                          1-B-1000          N9
        E9                 T9                  S9


   L9

(Oakite)                           1Q
                 N10
       E10               T10                S10


  L10

COATING WEIGHT:  1-Q
                 N13
       E13               T13                S13


  L13

(Oakite)


CROSS HATCH:          1-HR         N14 RESULT
   E14 RESULT     T14 RESULT     S14 RESULT
(Company)                     1-Q
          N16 RESULT
   E16 RESULT     T16 RESULT     S16 RESULT
Panel Testing Program

South Trip Paint Line


Panel Type
SALT SPRAY:

2-HR
L1:S2

192 HOURS

1-B-1000
L5

(Oakite)

1-Q
L6

IMPACT:

1-HR
L7

Forward - 40 LBS

1-B-1000
L9

Reverse - 4 LBS

1-Q
L10

(Oakite)

COATING WEIGHT:

1-Q
L13

(Oakite)

CROSS HATCH:

1-HR
L14 RESULT

(Company)

1-Q
L16 RESULT

Note:

· All HR panels must be blasted or ground

· Q-Panels to be processed through each system.

· Process all panels through each line.  At the same time making sure to complete the appropriate report.

· Cross hatch testing to be done in house.

· FOR ANY TESTING OUTSIDE OF THESE GUIDELINES PLEASE DISCUSS WITH THE CALGARY SALES OFFICE TO SET OBJECTIVES.

· REMEMBER CONSISTENCY IS CRITICAL!

PANEL TESTING

QUALITY CONTROL REQUEST FORM

PAINT LINE: _______________________________

DATE: _____________________________

OBJECTIVES: _________________________________________________________________________

                          _________________________________________________________________________

INSTRUCTIONS: ______________________________________________________________________

                              _______________________________________________________________________

                              _______________________________________________________________________

TYPE & COLOUR OF PAINT: ____________________________________________________________

FLS/INDIVIDUAL RESPONSIBLE: _______________________________________________________

TRACK SPEED: _____ft. /min.  DRY OFF OVEN TEMP: __________ CURE OVEN TEMP: _________

TIME LOADED: __________    TIME INTO WASH: __________    TIME OUT OF WASH: __________  

TIME OF TITRATIONS: ___________ EMPLOYEE #: __________

PRETREATMENT CONDITIONS

	
	STAGE # 1
	STAGE # 2
	STAGE # 3
	STAGE # 4
	STAGE # 5

	CHEMICAL
	
	
	
	
	

	CONCENTRATION
	
	
	
	
	

	PH READING
	
	
	
	
	

	TEMPERATURE
	
	
	
	
	

	PRESSURE
	
	
	
	
	

	TDS
	
	
	
	
	


TIME PAINTED: __________

TIME INTO CURE OVEN: __________     TIME OUT OF CURE OVEN: __________

INSPECT MIL THICKNESS: PANELS OUTISDE A MIL RANGE OF 1.5 – 4.5 MILS MUST BE REJECTED AND NEW PANELS INITIATED WITH A NEW REQUEST FORM

NOTE: FOR CONSISTENCY REASONS, THE LINE MUST NOT STOP OR CHANGE SPEED DURING THE WASH PRETREATMENT. IF THIS DOES OCCUR, THE PANELS MUST BE REJECTED. (11 GAUGE PRODUCTIONS PANELS CAN BE SHOT BLASTED AND USED AGAIN, BUT NEW Q PANELS MUST BE INITIATED WITH A NEW REQUEST FORM.)

NON-CONFORMANCES:_______________________________________________________________

______________________________________________________________________________________

______________________________________________________________________________________

SIGN WHEN COMPLETED: ___________________________________________________________
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