


TANK PAINT LINE


POWDER OUTPUT TEST





The following test is to determine exactly how much powder is coming out of each gun.  This is done to see how consistent the powder flow is from each gun.  This testing is to be done twice a week on Tuesday and Thursday day shift.





A.	TO COLLECT POWDER:


Set the gun K.V.’s at “0” to protect the person(s) collecting the powder.


Safety:  Failure to perform this step could result in electric shock.


Ensure powder hopper is full and the fluidizing PSI is set at the correct level.  (Between 5 - 10 PSI).


Set flow rate and atomization rate on each controller.  (Settings should be the same on both controllers.)


Remove the powder hose from the gun.


Place the open end of a clean, dry knee high stocking over the end of the powder hose and hold snug.


Note:  Stocking should be held out straight from hose so that there are no kinks or obstructions to prevent powder from properly filling the stocking.


Time for 30 seconds, then turn off the gun and slide the stocking carefully off of the end of the hose.





B.	TO CALCULATE THE AMOUNT OF POWDER:


Weight the stocking and deduct .02 pounds (the weight of an empty stocking).


The answer is your amount of powder out of the particular gun.  Repeat above steps for each gun.


Upon completion of your testing, clean stockings by emptying powder back into hopper and blowing out the stockings with compressed air.


On Thursday after testing is complete, wash out the stockings and hang to dry.


STANDARD OPERATING PROCEDURE
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