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The Different Types of Powder Coatings

Whether you’'re new to powder coatings or an experienced pro,
you're probably well aware that powder coating is a fantastic
painting method that creates a tough, durable and beautiful
¢QLVK 1R PDWWHU ZKHWKHU \RXTUH XVLQJ D VLQJOH JXQ DQG VPDOO
oven or a large fully automated line, the process is basically
the same. A powder spray gun is used, which when triggered
gives an electrostatic charge to the powder particles passing
through it. As the parts to be coated are grounded, the powder
is attracted towards the part via the electrostatic process. Once
the powder is applied the parts are cured in an oven, which
melts and cross-links the powder over the surface of the part
DQG FUHDWHY D WRXJK VFUDWFK UHVLYV

There are literally thousands of different applications for powder
coatings. Powder coating is used mainly on metals, so is perfect
for industrial parts, medical devices, architectural applications,
DXWRPRWLYH UH¢{QLVKLQJ ELF\FOH SD
furniture, enclosures, trailers, lighting...the list goes on!

There are many different types of powders used, each with their
own characteristics and applications, so making sure you have
the right type of powder, and THEN choose the color is very
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important for a successful application. Check out the different

and hardness than traditional liquid paints, but let’s take a look

WA\SHV RI SRZGHU DQG WKH EHQH¢WV WKHat 2dn@ Of e differ&ntpBwiers Hsesl Bhdt\Welp achieve these

There are so many advantages to using powder coatings —
too many to cover in this blog post — but some of the obvious
ones include lack of solvents. This means no volatile organic
compounds (VOCs) are released, a great advantage especially
when compared to traditional liquid paints. This makes them safer
to work with, dispose of and transport and brings unbeatable
environmental advantages to you and your customer.

Powder coating allows for much thicker coatings than liquid paint,
without running or sagging. With liquid paint, horizontal and
vertical painted surfaces often have differences in appearances,
but powder coating typically provides a uniform visual appearance
regardless of orientation.

Powder coating allows for much thicker coatings than liquid paint
without running or sagging. With liquid paint, horizontal and
vertical painted surfaces often have differences in appearances,
but powder coating typically provides a uniform visual appearance
regardless of orientation.

Powder coating also offers a wide range of specialty effects that

are hard to achieve through traditional methods. The list goes
on, and we could get into better scratch resistance, toughness,

ifs coatings

characteristics.

Epoxies

(SR[LHV ZHUH WKH (UVW ZLGHO\ XVHG

durable, offer excellent hardness and have arguably the best
chemical and corrosion resistance of all available powders.
Another plus of this type of powder is its ease of use and a wide
range of cure schedules. Epoxies adhere to metals extremely
well, with various pretreatments of the metal providing excellent
adhesion, including phosphate coating and sandblasting.

The drawback of epoxy powders is that they do not weather
well. Exterior exposure can cause them to fade and chalk in the
sun. They weather poorly and will often start to degrade on the
surface after a few months. This makes epoxies better suited to
indoor applications.

SRZC

$ ¢6QDO QRWH RQ HSR[LHV LV WKDW PDQ\ SU!

to their adhesion strength and corrosion resistance. Since they
do not handle the sun well, their use as a pre-coat underneath
another paint type utilizes their strengths while covering their
weaknesses.
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Polyesters

Polyesters are the most commonly used powders and offer great
value for money. The two most widely used types of polyester
powder: TGIC (tri glycidyl isocyanurate) and non-TGIC, which
is also known as TGIC-free or sometimes a ‘Primid’. Both TGIC
and TGIC-free polyesters offer good mechanical resistance,

pieces that will be permanently outside and therefore need
good wearability and durability, then consider the super durable
polyester instead. Limited exterior durability is a standard
polyester’s main disadvantage.

Super Durable Polyesters

LQFOXGLQJ JUHDW AH[LELOLW\ DQG LP SdupeWDuhble/ boksRiQ Rave fd3tbecondRtReGsuperhero of

chemical resistance. One draw of this powder is its low cure
temperature. This low-temperature requirement makes it better
for sensitive items. Polyesters will also provide good overbake
resistance to yellowing, which makes them really easy to use and
Standard Polyesters will offer 1-3 years of good UV resistance,
so they work well for all interior and some exterior applications. A
huge advantage of standard polyesters is the enormous choice
of colors, gloss levels and special effects they’re available in. It's
almost limitless! Polyesters have solid all around properties and

polyester powders. As the name suggests these excellent value
powders offer superior durability when compared with a standard
polyester. They are designed to hold their color and gloss to within
set limits for 5 to 10 years more when compared to a standard
polyester. Not only is their color and gloss protection better,
but they also provide better humidity and corrosion resistance.
These Super Durables have become hugely popular over the last
few years as their increased capabilities and great value for the
money have made them popular for interior applications where

DUH D FRPPRQ ¢UVW FKRLFH IRU PDQ\ DS S dveiiatidres)Mtance is required and all manner of outdoor

It seems kind of obvious, but TGIC-free polyesters offer all the
advantages of TGIC polyesters, without the TGIC! They can also

JLYH D KLIKHU ¢UVW SDVV WUDQVIHU HI¢{¢FLHQ

applications.

EpOXXKP%IX%/StgrumyBrFIQdUSH VHQVLWLYH

WR H[FHVV ;0P WKLFNQHVV DQG SURY LG GPHEAR ROVGSIEE YRATCUMG] aRHeH ¢ ferm hybrids.

than TGICs.

As the workhorse of powder coatings, it's not surprising that
there aren’t that many drawbacks to polyesters. If you're coating

ifs coatings

These hybrids remain closely related to pure epoxies but offer
superior weather degradation properties. These hybrids can be
mixed in various ratios to emphasize the characteristics of either
the epoxy or polyester. The polyester will enhance the overbake
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resistance when compared with a straight epoxy and they also
FUHDWH XOWUD VPRRWK WKLQ ¢(OPV
can also make them more economical than a pure epoxy. The
polyester does reduce the corrosion and chemical resistance of
the epoxies and doesn't really add any outdoor weatherability to
the product. Hybrids are widely used on items that require good
cosmetic appeal along with good functional properties. Hybrids
can be used in some of the same areas that epoxies are used,
but are typically found on indoor appliances and other household
items like furniture, shelving, interior lighting, and power tools.
Domestic appliances like stoves, washers, and dryers are a
common application for hybrids.

Fluoropolymers

Fluoropolymers are typically used in architectural markets due
to their phenomenal weathering properties and world-class color
and gloss retention. Their corrosion resistance and excellent
weatherability make them extremely popular for exterior
architectural applications like curtain wall, windows, doors and
more. The two most common types of Fluoropolymers found in
powder coatings are FEVE and PVDF. PVDF Fluoropolymers
always need a primer beneath them — whether liquid or powder

exterior performance. FEVE based Fluoropolymer metallics can

TKIDGCRREHERQBGGRVRVWKDUHVKBY) DSSOLHG W

evenly distributed throughout the powder for a more consistent
appearance. Fluoropolymer powders are usually only available

WR PHPEHUV RI D &HUWL¢{HG $SSOLFDWRU SU
warranties are available on these products when applied by a
FHUWL{;HG DSSOLFDWRU WR DUFKLWHFWXUDO
Rl AXRURSRO\PHU LV ,)6 )3 ZKLFK LV D KI
FEVE based Fluoropolymer and adds better abrasion resistance

WR WKH VWDQGDUG AXRURSRO\PHU FKDUDFW
seen on a huge range of projects from the DSNY building and the

beautiful new slender skyscraper at 111 57th in Manhattan, to 9th

and Lenora in Seattle and the Winstar Casino in Oklahoma.

Urethanes

Urethanes are chemically similar to polyesters, with a difference
LQ FXULQJ DJHQWY B8BUHWKDQHV RIIHU D YH
very good exterior durability as well as excellent chemical and
corrosion resistance which makes them ideal for things like fuel
tanks. Other common applications include agricultural equipment,
air conditioners, car rims and doorknobs. They are used on
door knobs, oven knobs and other such applications because

DQG DUH PXFK PRUH GLI(¢FXOW WR ERQG @KHOS FIUMWE W DYH RMHRWDDW YEVLEOH 2QH GUL

powders. FEVE resins are the most popular within the powder
community for their superior one coat capability and incredible

ifs coatings

that at higher mil thicknesses it can begin to outgas and become
brittle. You may also notice an odor during application and cure
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and smoke can also be created in the oven during cure, so keep
an eye on your application and cure parameters when applying.
Urethanes are also usually more expensive than other types of
powders due to the resin cost.

Wrapping It Up

Powder coatings are a truly great coating choice with so many
product options depending on what you need them to do. And
that's before we even get to the thousands of colors and special
effects available! The various powders used in the powder coating
industry have different characteristics that make them ideal for
different applications. We hope that the above information can
give you guidance on the right powder for your needs. The
advantages of powder coating over traditional liquid paint are
pretty clear. Armed with this detailed product knowledge you can
QG WKH ULJKW SRZGHU WR EHVW ¢W \R

@ For further questions or inquiries drop us a line
7 at coatingsinfo@ifscoatings.com
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What is QC Testing

No matter what you're powder coating, no matter the size of the
line and no matter the type of powder or color you're shooting,
everyone wants to do a great coating job. We all work hard to
PDNH VXUH RXU FXVWRPHUV DUH VDWLVE
product looks great and performs well. Quality Control Testing, /
or QC testing as its better known, is a simple way to ensure
\RXJUH SRZGHU FRDWHG ¢(OP LV JRLQJ
And the good news? It's simple, cheap and easy to do.

You know how it goes. You're only shooting the color once and it
has to match the standard the coating company supplied - that’s
what your customer wants. Of course as well as looking great,
we also want some basic performance from that coating too.
Performing some simple QC tests will ensure that the powder
is going to adhere, protect, decorate and perform exactly as it
VKRXOG ZKHQ LWV RQ WKH SDUW 7KLV J.YHV \RX WKH
be proud of a high quality and reliable service and leaves your
customers with a happy experience that will make them want to
work with you again.
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There are a few simple QC tests that are easy and quick to
perform so let’s take a look at some of those tests, why we need
to do them and what we need to look for along the way.

Who Should QC Test?

Fr =

QUALITY

At IFS we understand quality. As manufacturers and suppliers of
high-quality industrial powder coatings, our production facilities
and internal quality control systems are designed with superior
guality in mind and we use the most advanced technologies and
experienced staff to QC test our powder at the IFS facilities.

A

We undertake QC before, during and at the end of the production
of each product we manufacture. BUT... the QC testing doesn’t
and shouldn’t stop there. Everyone — no matter what you're
shooting or the type of powder operation you have — can perform
simple QC for peace of mind.

ifs coatings

QC procedures can easily be continued by you to make sure that
the product will perform as per the Technical Data Sheet (TDS)
we provide for you. This ensures that the application is completed
to the required level and that your customer will receive the high-
quality coating job they ordered.

If you're not familiar with the TDS here is some insight... at
IFS Coatings, we produce a tech data sheet for each product
ZH PDNH 2Q WKDW WHFK GDWD VKHHW
the product, the typical physical properties you can expect
the powder to provide if applied properly, such as gloss level,

KDUGQHVV AH[LELOLW\ DQG DGKHVLRQ DSSO

and storage requirements.

The TDS gives you a basic level of performance — a quality spec
— that the powder can achieve if applied properly. They provide a
lot of useful information to you, but you shouldn’t always assume
the powder will meet the spec - applying it correctly is a big part
of achieving that performance. Here are some of the simple tests
that can be performed and what to watch out for.

What are the Simple Tests That You Should
be Doing?

So we now we know who should be QC testing and of we know
why we do it, but what should be testing for and how? Let us
explain...
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Film Thickness Testing: The Film Thickness
Meter

PaosiTector

Image Credit; PosiTector

Film thickness — and a constant, level thickness at that — is
important. It affects how the coating looks (no one wants a
patchy effect) but also overall performance.

%HVW XVHG RQ D ADW VXUIDFH WKH\JUH HDV\
you press it to the surface, hold it there a few seconds and get a
UHDGLQJ 7KH UHDGLQJ ZLOO WHOO \RX ZKDW
VSHFL¢F SODFH LV <RX VKRXOG UHSHDW WK
across the part. It's going to vary, (hopefully only slightly, so you
should perform the test in several places to get an average and
EH VXUH \RXfUH LQ WKH UHTXLUHG ¢OP WKLFI

There are a range of meters available. The latest and greatest

FDQ SURGXFH WKH ¢(¢OP WKLFNQHVV JUDGH L
a surface is touched, others take a little longer and many are

magnetic.

Knowing your substrate is also important. The meters can
measure coating on aluminum or steel but be sure that yours can
test for both as certain gauges won’t measure aluminum.

Why is this important? Well, most gauges are based on the
magnetics of steel or the rebound of the signal from steel.
Obviously aluminum doesn’t react the same way, so a different
type of gauge or a combo gauge will need to be used if you're
going to be measuring both substrates.

As with most things in life, you can spend as much or as a little,

7KH VLPSOH ZD\ WR FKHFN ¢(¢OP WKLFNQHVDV YR \VOKNH)LROW DKLOERQHUHKMNQHVV PHWHU

Meter or Gauge.

ifs coatings

FKHDSHU ¢OP WKLFNQHVYVY PHWHU DURXQG WI
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PDJQHWLF RQHV DQG WKH ORZ (OP PLOVTH&RIHIRMH RMB TWdUHH PLOOV

W

are pretty accurate and can certainly do the job. That's pretty
inexpensive and may be all you need. A middle of the range, high
quality, good working gauge that you can calibrate and zero out
IRU EDUH PHWDO FDQ UDQJH IURP

WR JR DOO RXW \RX FDQ DOVR VSHQG

Film Thickness Testing - What Makes It Fail?
The thing to remember is that Film thickness, of course, is a

range. Failure, therefore, would be in a case where there would
be too little or too much, or too much variation. Too little is poor
appearance, incomplete coverage of the substrate and failure of
other tests such as corrosion and color. On the other end of the
scale, too much can lead to poor appearance and failure of other

WHVWV VXFK DV LPSDFW DQG AH[LELOLW\ How about another example? Let’s take a solvent rub test. This

BROYLQJ ¢OP WKLFNQHVV

Distance between
gun and part is too close

Distance between
gun and part is too close

Uneven film thickness

Distance between
gun and part is too close

Powder is delivered
inconsistently

Check the entire system
(from voltage source to
electrode) to ensure
continuous electrical charge.

Irregular voltage

ifs coatings

test method is used to measure the degree of cure of a coating.
Making sure your coating is fully cured is super important — it
simply won't perform if it's not! It's done by checking the degree

RI UHVLVWDQFH WKH FXUHG ¢OP GHPRQVWUD)\

The two main solvents used in the rub test are acetone and
more commonly, Methyl Ethyl Ketone (MEK), which is what
most coaters use. The MEK test is an ASTM standard. The test
requires you to take a Q-Tip or a cotton swab and then wet that

VZDE ZLWK DFHWRQH RU O0(. EHIRUH ¢UPO\ SX
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VXUIDFH DQG UXEELQJ EDFN DQG IRUWK

are performed. Pressing all the way up and all the way down is
classed as one double rub. The number of rubs that a coating will
pass will vary between product type or the resin system used in
it. Some products, like epoxies, will handle 50 double rubs.

"KHQ \RX ¢QLVK \RXU
will see some slight de-glossing of the coating. Most of the time a
little bit of de-glossing of the coating is still a pass.

However, what we would really call a fail is when you really start
to get down into that coating and the coating is removing onto
your Q-Tips.

A little bit of color on the end of the Q-Tip is okay, but if you really
feel like the coat is softened and it's coming away and your Q-Tip
is covered, you've got a problem. It's not cured properly.

There is one little caveat to the test, however. There are certain
resin systems that from past experience don’'t do as well with
the solvent resistance test whether they are fully cured or not.
It's something our technical service reps have seen a number of
times. A solvent rub test would fail miserably and of course, we
assume the coating is not cured.

However, they then discovered that the resin itself doesn’t
perform in the solvent test, cured or uncured. It's always best to

ifs coatings

clecl Wi ybur bn@nufactueRidyBUDdtedtindgEa View product with
a different resin system.

So what should you do if the test does fail? Recheck your oven
temperature and dwell time. Did the part have time to reach
temperature and THEN spend the required amount of time in

GRXEOH UXEV WK Hhélvén? Ve nsviDVh &t heVdiKiBrvigelaRure is in the oven, but

the part won't instantly be at temperature the moment it goes in
— especially with thicker parts. You may be able to put the part
back in the oven and ‘top up’ the cure, or you may need to recoat
and re-cure. You can always check with IFS for technical advice
if you’re having recurring problems.

Solvent Rub Checks - What Makes a Fail?

Additionally, If you looked at the results of your solvent rub test
and you're seeing a fail, there could be several different reasons,
but the most common are typically going to be the temperature
and/or the time of which the powder was cured.

Check the tech data sheet - it's going to give you the oven
temperature needed to cure the coating and the amount of time
it needs in the oven. For example, if a powder was applied and
then failed a QC test, you may want to go back and turn the oven
temperature up another 10 or 15 degrees to see if that resolves
the problem. Alternatively, it may be that it did not spend enough
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time in the oven. Or, as previously mentioned, perhaps the part
had not been given the time to reach temperature, as it's only
when the part reaches temperature, that the cure time begins.

What's more, you may encounter the issue of having different
thicknesses of metals. Of course, the thicker the metal, the
longer it's going to take to come up to temperature and for that
temperature to hold to get a full cure.

So, If you do have a failure, start looking in your oven. Am |
leaving it in there long enough? Is the temperature high enough?
Have | performed oven maintenance so | know it's performing as
required?

Experience

A note regarding the above points is that a lot of that solvent
testing comes back to experience. There are things that you may
let go with a little transfer, there are other things you won't let go
with a little transfer without knowing the full background of what
the product will or won't do. It's a general test and over time you
will get to know what is working and what isn’t.

ifs coatings

The Pencil Hardness Test

/

Image Credit: elcometer

Once you've established good cure, the ‘pencil hardness test’ is
an effective method to test coatings for their hardness and their
scratch wear resistance. ASTM test method D 3363 allows the
use of pencils of known hardness to be moved over the surface

RI WKH WHVW VDPSOH DW D ¢([HG DQJOH DQG

test.

As you may well be aware, pencils come in a hardness range
with a ‘B’ pencil being the softest category and ‘H’ pencils being
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the hardest. Within each category, there is also a numerical

GRPLQDWLRQ VXFK DV + RU +

that category. As the numbers increase so does the hardness, so
+ LV KDUGHU WKDQ DQ + SHQFLO

With good quality powder coatings, you'll usually end up in the
+ UDQJH ©6R

hardness, then that’s the pencil that should be used,

To complete the test, you simply sharpen your pencil, then create

DQ DGGLWLRQDOO\ FRDWHG SLHFH WLOO LW
ZKLFK L QhardifeBswating yDodrGofier §o¥'s EdytdKwi@t is required — a

great selling point for you!

Also, remember that each person and pencil may get a different
result because of the manual nature of the process. Being

LI WKH 7'6 RU \RXU FXVW R P eddsistentTvith thél pentils you Sule Qdinlg @nd the pressure that

you apply will ensure fair results. Regularly performing the test
will help you get to know your own scales and strengths.

D ADW HQG ZLWK D SLHFH RI VDQGSDSHU B&AS ﬁ&?%'@%#é@tnﬁbvanatl\%ﬁe]sq%n?

angle to the coated surface. Press it down into the coating and
then push. If that pencil cuts down to the metal, then it failed that
test. If there is no scratch on the paint, then it is considered a
pass.

This is a simple and cheap test that is easily performed to
demonstrate the quality of your application and there are a few
things to consider...

Get yourself a good set of pencils and remember that old pencils,
junk pencils, or not a name brand will get you different results
all day long. If you'’re going to use a pencil test, we recommend
you buy a decent turquoise brand pencil and for consistency,
always use them. You can buy them at most art stores and they
are available in the full hardness range. Think about testing

ifs coatings

A pencil test will most likely fail as a result of two things... Under
cure or over cure. So again, be sure to look at the tech data sheet
for the guidance on the correct curing details.

A GUIDE TO APPLYING POWDER COATINGS 12
www.ifscoatings.com



Crosshatch Adhesion Test adhesive tape is applied to that area, pressed down real good
and then the tape is removed. That area is then judged to see if

any paint was removed from the cross-sections that were cut. No
coating removal is a good pass. If there is a little corner here or
there that has been pulled off it would likely still be ok and would
pass the test.

To determine this, there is an ASTM rating scale to make the
decision - a 5B result is usually the sweet spot.

The best way to make sure that you have been doing the test
FRUUHFWO\ LV WR JHW DQ RI{¢FLDO FURVV KI
maintain it. That way you are guaranteed quality and accurate
WHVW UHVXOWY HDFK DQG HYHU\ WLPH .LWYV

The Cross Hatch Adhesion Test is a very popular test to assess
the adhesion of the coating and essentially provides a visual
assessment of the quality of the bond to the substrate.

Remember this is a simple, fast and cheap test to perform, and
we highly recommend you get hold of a solid adhesion testing kit

The test is performed by making a series of cuts through the
coating (There are kits available for this as it is important that you _
XVH WKH SUHIHUUHG EODGH GHYLFHV IR U2 AMake It Rgpof youf QERigsFHD\ FXWV

are made with 5 sharp blades reasonably close together in one

direction. Crosshatch Adhesion - What Makes It Fail?

What makes the coating fail a crosshatch adhesion test? Well,
Then cut across that direction so you've cut through the paint to you've really only got two possible scenarios. One, you could
WKH PHWDO ¢YH WLPHV OHIW DQG ULJKW ha\@&hail prid-tbaknfeht ¥r a0l kbstrae ke theWubstrate
should look like a tic-tac-toe grid when you're done. is not clean enough or has not been correctly prepared, which
Once you have your tic-tac-toe grid, the pressure sensitive leads to adhesion failures.
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Checking your pretreatment process, the quality and cleanliness

completing visual checks. Where should you look at it? On the

RI WKH VXEVWUDWH VKRXOG EH \RXU ¢ UVWWRRIR U2MX VRV LIEEMHO QQVKGHY HHRIGIGDUH VRPH SRL

reason for a testing fail could be if the paint is under cured. Check
out the simple ways to check for that we covered in the Solvent
rub testing section.

Visual Checks

So far we have covered QC tests that require some hands-on
tools and physical movement but we can also learn a lot from
simple visual checks. Yes, it sounds pretty obvious and super
simple but there are still a number of things to consider when

ifs coatings

It's important that your visual tests are consistent with how your
customer will check and use the coated product. If your customer
is going to look at the product in one light then you should test it
in the same light.

If you want more of a controlled testing system than going outside

or inside, many job shops use light boxes to control the light. This

is more of an investment, as light boxes range in cost but they

will provide consistent results. The other element to the lighting is

the distance from which you are viewing the surface, especially

when checking for any type of surface defects. You will get a

different result if you look at a 90-degree angle at arm’s length

WKDQ IURP D GHJUHH DQJOH FORVHU XS 2)
GR WKH YLVXDO WHVW ZLWK OLJKWLQJ LQ DQ
VKRS ARRU DQG RXWVLGH LQ WKH GD\OLJKW V

Mica metallics, for example, can look like a different color in the

OLJKW RU WKH GDUN ZKLFK FDQ SURGXFH FR
color, so itis essential that all parties are aligned and that the test
measurements and conditions are clearly stipulated.

Of course, you could be opening a can of worms if there are too
many variables at play but visual tests are what your customer
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will instantly do when they receive the coated part, so agreeing
what it should look like up front is important.

Visual Checks - What Makes a Fail?

Visually you could see all manner of defects in the paint — craters,
orange peel, window framing...the list goes on. Each of those
can be a result of a change or problem in the application process,
and we cover in our . Right now, let’s deal with the basics — color
and gloss.

Depending on the color being used, the results may vary slightly,
generally speaking, if it darkens or yellows and you see some
de-glossing, there’s a good chance the coating is over-cured. If it
is lighter than it should be or bluer in shade and your gloss is too
high, there is a good chance the coating is under cured.

, I \RXTUH VHHLQJ \HOORZLQJ WR WKH
thickness variation, or that the coating is over cured or could
even be caused by oven exhaust. Problematic, but all easy to
check and solve.

Summary

These are just a handful of Quality Control tests that are cheap,
easy and simple to perform. You can and should be implementing
them regularly to ensure high-quality processes, products, and

ifs coatings

happy customers. At the end of the day, they will give you peace of
mind that the coated parts going out of your door are acceptable.

You may not want to do them all or may feel that not all are
applicable to every part you coat, but the solvent rub test and
cross hatch adhesion test are a basic minimum which will give
you great results. Of course, on a visual level you will want to see
that the color and gloss is right, if not, we all know the customer
ZLOO EH WKH ¢UVW RQH WR FRPSODLQ
class coater in check by visually inspecting each job that leaves
your shop.

Fortunately, there isn’'t anything hard about any of the tests
above. They are simple and relatively cheap to perform. As with
most things, however, consistency is key. Make sure you, your
customers and your colleagues or employees are testing in the

ER 8%{”]5 V\{_% inthﬂze %mé;- Iigml a&tp(eHsam/eRangle, .W(j)tflbthe same

pencils, kits, and meters etc. And remember tfat experience
will count for a lot over time, so the more you test, the more
comfortably and quickly you will be able to make a decision on
how to pass or solve any questionable results.

@ For further questions or inquiries drop us a line
» at coatingsinfo@ifscoatings.com
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The Different Types of Pretreatments for Powder Coatings

Everybody knows that cleaning and pretreating a surface is a
key step in ensuring a fantastic coating job and we all want to put
our best work out there — for ourselves and for our customers.
At IFS Coatings, we always strive for the best with our coatings
and we know how important applying those coatings to a well-
prepared substrate is, so let’'s look at some of the many ways
in which we do that. A good pretreatment process can be easy
DV

But, what are pretreatment systems? In short, they are the
processes through which a surface is cleaned and prepared
to be coated. This process should be familiar to anyone that
ZRUNV ZLWK FRDWLQJV DQG LW EHQH¢
Pretreating creates a surface that the coating can adhere to,
whether the coating is liquid or powder. Plus, pretreatments
heighten the performance value of a coating, increasing its life
and helping to prevent corrosion.

That is the hows and whys of pretreatments, but what about the
ZKRV DQG ZKHQV" :H ZLOO VWDUW ZLWK
pretreatments? The answer is everyone. Anyone who wants to

] . A GUIDE TO-APPLYING POWDER-C.(')_AT.ING-S" 16 =
ifs coatings =

wwWw.ifsceatings.cons



dust off their hands at the end of the day knowing they have
shipped out a quality product should pretreat their substrates.

Plain and simple, a substrate must be prepped before you apply
any sort of coating to the surface. The point of pretreatment is to
prepare the surface for a coating — of any sort — and prevent it
from degrading down the line.

There are many different ways of pretreating and various types of
pretreatment available and often it will depend on the substrate
you’re coating, the end use of the part you're coating or the size of
your coating line. There are automatic and manual pretreatment
processes, multi-stage and single stage, and some that are better
for steel than aluminum. The good news is there is a wealth of
information available and some great pretreatment suppliers with
the knowledge to help you make the right decision for your line.

So let's look at the different stages of a great pretreatment
system and then the various combinations of these stages that

are possible.

We'll get into more details about these below — but, when should
retreatments be performed?

ifs coatings

Pretreatment Processes

All good pretreatment processes begin with a basic cleaning
process. If nothing else, this is the stage that every job shop
should perform.

The Cleaner Stage

‘ | - “!"
‘ ! 5 ] -

Whether you are a new or old hat at prepping surfaces, you know
that the cleaner stage is the most important and essential stage
in prepping any substrate. Oil, grime, and dirt can ruin even the

PRVW FDUHIXOO\ DSSOLHG FRDWLQJV DIIHFW

product you are applying performs — in the long and short term.
You don’t want your time and money wasted, nor do you want a

GLVVDWLV¢{¢HG FXVWRPHU EUHDWKLQJ GRZQ \F
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Cleaning is what every stage after this relies on, including
successful powder application. The following pretreatment stages
simply won’t work properly if this isn’t done properly. There are
many different types of cleaners with acids and solvents being
the most commonly used. Typically these cleaning solutions are
sprayed onto the part or the substrate is dipped into a pool of the
solution.

Heating the cleaning solution will often cause the cleaning agent
to work better. Using the parameters given to you by your pre-
treat supplier are going to be key. On top of that, making sure
you run the process immediately and don't let the newly cleaned
part sit is important. You can’t clean it, walk away from it for 10
minutes and come back to it and spray it some more, then let it
sit before it dries. You have to build a continuous process based
on the product that you’re using.

The Rinse Stage

After cleaning comes the rinsing stage. Getting rid of all of that
dirt, grime and likely the occasional dead bug is important, but so
is removing the remnants of whatever chemical you used to clean
the surface. This is key to keeping the coatings uncontaminated.
While these rinses can be done with plain city tap water, using
Reverse Osmosis (RO) or Deionized (DI) rinses is preferred. This

chlorides and all the other stuff added to water these days, that
are essentially chemicals that we don’t need getting involved in
the coating process

When performing rinses, dry the surface as quickly as possible to
DYRLG ADVK UXVW RQ WKH QHZO\ SUHSSHG V
runoff needs to be disposed of carefully.

VLPSO\ PHDQV ZDWHU WKDW KDV EHHQ WUHDWHG UHPRYLQJ AXRULGHYV

ifs coatings
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The Conditioning Stage

Preparing the surface to accept product for the best results
possible requires some sort of conditioning agent. Essentially,
the conditioner is applied, sets the surface to a certain pH level,
and then locks that pH level in. Doing this creates a surface that
is ready to accept the next layer of preparation.

The Zinc Phosphate Stage

We’'re calling it the zinc phosphate stage, as zinc phosphate is
highly regarded as an excellent chemical conversion coating, but
it could also be iron phosphate or zirconium, which will also do
a good, protective job. What this stage does is, not surprisingly,
create a layer of zinc phosphate on the substrate. This is sort of

ifs coatings

like laying down a protective barrier that will prevent corrosion
and oxidization of the metal, giving it a longer life.

Once the conversion coating has been applied, another rinse
stage is required, performed just like the previous rinse stage.

Adding any sort of phosphate stage to your pretreatment process
means enhancing the performance attributes and quality of your

work for the customer. A job done well is a job done right.

Moving on to...
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The Sealer Stage The Dry-Off Oven

Sealing helps the paint adhere to the surface, which means a — =B i
KLJKHU TXDOLW\ ¢QLVK RQ WKH HQG SUR =71 &
the line. '

non-chrome sealers, and dry-in-place sealers. These allow for
a stronger performance with corrosion resistance — an essential
quality for any substrates that will be exposed to the elements.
It should be noted here that chrome is extremely hazardous and
dangerous to work with. Specialist equipment and training are . ' _ L - = |
required to work with it. In some states in the US, the use of N . i B | I
chrome has been banned. -

7KH ¢QDO VWDJH LV VLPSO\ GU\LQJ WKH SDU\
but it is extremely important. The newly prepped substrate must

There are several kinds of sealers, including chrome sealers, i
|

A |

e

At the end of this stage, you will want to do another rinse, but it

PXVW EH DQ 52 RU %, ULQVH + PHDQLQJ QRuE Y Bilenftsd, th&dowaet Rilf hde &by cBrectly. A dry off

the water.

oven basically quickly removes any moisture left on the part from

the last rinse. The longer moisture stays on the part, the more
VXVFHSWLEOH LW LV WR D OD\HU RI uADVK UX
dry quickly reduces the chance and also slightly heats the part

UHDG\ IRU SRZGHU DSSOLFDWLRQ &OHDUO\
just walked through is a major undertaking and an automatic line

process, with all the cost, space, water treatmentand maintenance
requirements that come with it. For large volume lines where
consistency of pretreatment, high corrosion performance, and
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warranties this multi-stage pretreatment process will deliver
excellent results.

However not every coater either needs or wants to delve this
deeply into pretreatment. Fortunately, the pretreatment suppliers
have created a selection of smaller spray systems that also offer
great results.

One alternative may be a shorter cycle that follows the following
stages

1. Spray cleaner
Phosphate conditioner (this combines the conditioning and
zinc phosphate stages into one)

3. Rinse
Dry off

Or a shorter cycle again utilizes the “all in one” approach which
uses ‘wand’ style equipment (like the weed killer spray solutions
you see in hardware stores) and includes:

1. Spray clean/condition/phosphate (the pretreatment supplier
provides the solution and equipment to enable this one
stage pretreat)

Rinse

3. Dry off

ifs coatings

Good for lower volume lines, both these options will still give a

JRRG SUH WUHDW SHUIRUPDQFH DQG VWLOO S

performance when compared with non-treated metals. Of course,
it's always important to follow the advice of the pretreatment
supplier and again, ensure the process is completed continuously.
You can’t walk away mid-process, leave it, and then come back
to it. It simply won't work.

These chemical pretreatment options are usually appropriate for
aluminum substrates. Pretreating steel tends to follow mechanical
pretreatment.

Shot Blasting as Pretreatment

Good news for those that do not like working with caustic
chemicals! Shot blasting is another way to clean a substrate and
is perfect for steel or for parts where the size of the part of the line
makes chemical pretreatment impossible.
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Shot blasting is pretty self-explanatory — the substrate is ‘blasted’ the other hand, this can make it a good alternative for larger or
with different types of shot; walnut shells, sand, metal soda ash — thicker parts that take longer to heat up.
you name it, there are many different types of shot!

Shot Plus Primer

What sort of shot you use depends on the substrate you are . . o .
An alternative, pretreatment to plain shot blasting is to combine a

prepping. For example, heavier, aggressive shots can damage
hot blast with U thi thod,
DOXPLQXP HYHQ ZDUS LW $OWHUQDWLYHRO asév' 113 218 [195 & ePRXRAIMS Reingdis grethod, you
bstrate W|th the shot blast and lay down a corrosion

cléan thé
rolled steel can turn a relatively short job into a much longer one.
. . . resistant layer through the primer that the coating can adhere to.
Your shot supplier will be able to advise you on the best type of

shot for your needs.

Primers do a great job of adding a protective layer beneath the
top coat. Not only do they prep the surface for the top coat to
be applied, but they add a protective barrier which will help with
corrosion protection.

The key with shot blasting is to aim for a “bright white clean”.
This is where the surface has been removed to the extent that a
bright, ‘white’ looking surface is revealed. Okay, it's not actually
white; it's essentially a gleaming surface, but it's best known as
the “bright white clean”.

KHQ WKH SDUW LV EODVWHG D EODVW SU
the powder to adhere to the part.

This is a great way to remove mill scale, rust builds up (rust can
occur when the part is just lying around waiting to be coated),
oils, dirt, weld splatter and more.

Shot blasting also produces heat. A lot of heat. Be mindful of
this, especially if you're working with thin or aluminum parts. On

A GUIDE TO APPLYING POWDER COATINGS
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Ensure that you clean the substrate absolutely, otherwise any
coatings that you apply will be rendered useless.

Take note, zinc rich primer does not apply as easily as a top coat.

,W GRHVQfW DOZD\V AXLGL]H OLNH WRS FRDWK ®RZGRUW IGIR/ IEXM URBWIDRQ DW WKH WLS

overcome this with patience and experience — you may have to
adjust your gun settings a little - and maybe a bit of swearing, in
time.

To Summarize

From cleaning to conditioning to sealing, there are plenty of
ways for you to pretreat a substrate in preparation for coating.
Each stage has its own good and bad points. What products
and stages you use all depend on what you want to achieve
for your customers. The whole point of pretreatment is to prep
the substrate to properly accept a coating, keep it in top nick for
as long as possible and prevent corrosion — and wash away all
manner of dirt and bug guts.

These stages and times are in place for a reason, because if you
don’t follow them your results get poor fast. For many smaller job
shops, the least amount of pretreating possible is preferred due
to cost concerns. However, it goes without saying that the more
pretreatment you do, the better results you will achieve and this
is what will have customers returning to you time and time again.

ifs coatings

If you can, or if you want the best results humanly possible, then

WKH ¢YH VWDJH SURFHVV WKLV JXLGH ZDONV

bet.

fully prepared to craft your own pretreatment methods and we
advise you get support from your chemical supplier to help set
things up.

A Final Top Tip

Think about it - the cleaner stage is extremely important. It doesn’t
matter if you have the best pretreating system in the world if you
don’t clean the surface properly it is not going to work. Also, stick

WR WKH SDUDPHWHUV VSHFL¢{¢F WR WKH SURGX

a process based off of the product that you are using.

@ For further questions or inquiries drop us a line
2 at coatingsinfo@ifscoatings.com
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How to Apply a Two Coat System

So you have your substrate, all prepped and ready and it is time
to lay down some coating. There is a great selection of products
available that offer protection and decoration. Some of these
products can be used as a two coat system, so let’s dive right in
and check two coat systems out.

What is a Two Coat System?

At the basic level, a two coat system is a method in which two
coatings are applied to the same substrate. The most common
two coat systems involve laying down a primer, curing it, and
WKHQ DSSO\LQJ DQG FXULQJ D WRS
application is a color coat, with the second application being a
clear top coat. Pretty simple, right?

Why Should You Use Two Coat Systems?

7ZR FRDW V\VWHPV FDQ RIIHU VRPH JUH W EHQH;WV 'R \RX
the metal to rust, corrode, or oxidize? Of course not. A two coat
system is one way to achieve great corrosion protection, as
applying an epoxy or zinc rich powder primer beneath your top
coat can do just that. This is an especially great option if you are

working with steel, or have limited pretreatment available. §

ifs coatings
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Two coat systems can also be used if designers want to add a JORZ LQ WKH GDUN DQG WUDQVOXFHQW ZLO
ELW RI Hf]WUD ADLU DQG SL]]D]] WR D VXU |&pplied [®reEtK D&V ThereiskKaHeasol RhyR artidts paint on

high gloss clear coat. Similarly, they may also want to add some white canvases 90% of the time. A white base enhances the

further protection or functionality. For example, certain domestic vividness of any color.

DSSOLDQFH PDQXIDFWXUHUV DGG D ¢(QJHUSULQW IUHH FOHDU SRZGHU

on top of their chosen look, to improve the ability to prevent There are many more reasons why you might do a two coat
cQJHUSULQW PDUNYV VI\IVWHP OLNH D WKLFNHU ¢OP EXLOG UHTXLUF

between the elements and the substrate.
Some powders come with the recommendation of a clear coat for
exterior use as well. This is often true of special effects powders There are some great advantages to two coat systems, so read
and can be a good idea to extend their corrosion resistance and on to discover the hows and whys.
life expectancy. However, it is important to note that for high

grade, exterior architectural applications, putting a powder with Who Should Use Two Coat Systems?
basic exterior weathering capabilities down and then adding a

FOHDU FRDW GHVLJOHG WR SDVV KLJKHU ZHDWE Mg bgu\}véoHCrﬂfﬁtﬁw [SRB\INeY, g g3y o

se — S0 anyone tan perfor !
QRW LQFUHDVH WKH ZHDWKHULQJ EDSDELOLWVRPYWKBWE UVW ERDW VXIsFLHQWO\

to meet the demanding architectural specs! . o o
g P So let’'s check out the top tips for application and achieving the

. . very best results!
Two coat systems can also help enhance colored coatings with

bright pigments. For example, at T, IFS Coatings’ sister brand,

to achieve the ever popular neon colors, we recommend laying

GRzZzQ D ZKLWH FRDWLQJ FU\WWWDO ZKLWH ¢(UVW DQG WKHQ DSSO\LQJ WKH
Polychem neon color. The combination of the bright white base

coat with the neon on top really makes the color pop.

In fact, any sort of coating that has a special effect, like metallics,
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2 Coat, 2 Cure Systems ZLOO QHHG D IXO0 RU DOPRVW IXOO FXUH RQ
_ RYHUEDNH LW 2YHUEDNLQJ WKH ¢UVW FRDW
adhesion! Then simply apply and cure the second coat.

Watch the thickness of the base coat. Too thick, and you will have
trouble applying the topcoat. Remember with powder coating,
the electric charge will not pass through a thick base layer as
easily as it would a thinner one (it always needs good ground).

Two Coat Systems: The Pros and Cons

Applying more product to a substrate may mean adding time and
money to a job. Whether or not it is worth it, is up to you. The
advantages in increased performance and product longevity are
often well worth it though.

30XV LI \RX DSSO\ WKH ¢UVW OD\HU RQ WRR

This method is likely very familiar to most of you. Laying down an uneven — and likely unattractive — top coat or if you apply a
a primer or base coat, curing it, and then applying your top coat FOHDU WRS FRDW RQ WRR WKLFN \RX ZLOO ¢
and curing that is a dance as easy as singing your A, B, C’s. This something you want to give to a client.

method is also used for a top coat and clears.
In the pro column, using a two coat system can be a pretty dang
This process is easily applied after pretreatment — whatever the simple way to really enhance the corrosion performance of your
type of pretreatment you are using. After pretreatment, simply FRDWLQJV £+ QRW WR PHQWLRQ WKH DGGHG EH
DSSO\ \RXU ¢UVW FRDW DQG FXUH LW LQ OLQH ZLWK 7THFKQLFDO 'DWD 6KHHW
(TDS) requirements. It's good to note that most of the time you
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The Do’s and Do Not's of Applying a Two Coat fFirst up! Good ground is essential for clear coats! If you do
System not have good ground, you will have problems with starring or
back ionization. Starring looks like you have a sand dollar on
the surface, and they can be as small as a pencil eraser and as
big as a dime! Back ionization gives the coating a rough look —
more like a grapefruit peel than orange peel. This might mean
cleaning excess or baked on powder from the racks and hooks
so you have good metal to metal contact. You should aim for
one megohom or less resistance to ground at 500 volts — you
can measure whether or not you have good ground by getting
an ohmmeter, which measures electrical resistance and you
FDQ SLFN RQH XS IRU XQGHU

fTest any product (by itself or with another) on panels or pieces

before coating anything for a client. That way you will truly get
a feel for how the products work and can make any necessary
adjustments before coating the part.

iin pretreating, make sure the part is properly rinsed and dried.
Also, do not let the pretreat simply dry in place. Leaving it to dry
on its own means water spots can form. Even when you paint
over these spots, you will see little dry spots underneath the

Below, we have compiled a list of tips that our tech service team coating and worst case scenario, these spots can even blister.
have learned over their many years of applying powder! Like
with any coating, experience helps, but some of it can be trial
and error, so give it a go!

Unclean Substrate

iMany powder products may work as a two coat process but
have not been designed as such. Conversely, many simply
won’'t work together. Unfortunately, learning what does and
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does not work together often comes down to trial and error. before you apply a low cure top coat. If you don'’t, the primer
Staying within the same brand of powder for both coats at least won't perform as it's designed to as it never fully cured.
allows you some consistency and enables you to check with

the manufacturer for recommendations if problems occur! #Another common sense tip here, but do not let the product

get contaminated — both in its container or while it is on the

iDo not overbake in between coats. Doing so can cause inter- substrate, especially between coats. Dust, dirt and even the

coat adhesion problems. oil from your hands can cause trouble down the line — from
VWDUULQJ WR OHDYLQJ D ¢QJHUSULQW RQ

ISHPHPEHU ZLWK WZR FRDW VAVWHPV WKHRWKIEMY Y it QiR afciédr WficoRiO6 Rdon't leave too

reduces the ability of the top coat powder to take a charge. long between applying coats and do not handle the substrate

"RRG ¢(¢OP WKLFENQHVV LV NH} between applications or cures. Keep your products sealed in

their containers when not in immediate use.

iSimilarly, it is tempting to do so, but do not lay on a clear
topcoat thickly. It's easy to do as clear coats often apply well,
but the thicker you apply a clear coat, the less clear it becomes,
often taking a milky coloration. You may not even realize you're
GRLQJ LW VR EH FDUHIXO ,QYHVWLQJ L
enable you to quickly check and measure the exact thickness
of a coating once it has been cured; you can pick up a decent
gauge for a few hundred bucks.

iCheck the cure requirement of both coats. Are both low cure
formulations or is one a regular cure and the other a low cure?
You need to take this into consideration and adjust your cure
schedule accordingly. For example, if you're using a regular
cure primer, make sure it's fully cured or almost fully cured

Contamination of the surface - bad pretreat.
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A lot of these tips that we have covered come will a fair bit of
trial by error, not all ovens work the same and nor do all metal
substrates accept the product in the same way. The great thing
about powder coating is anyone can do it and the more you do it,
the better you become! The more experienced you are, the more
likely it is that most of this will be second nature to you.

Dry On Dry

The Dry on Dry, or CoCure process, has picked up in popularity

over the last few years. A CoCure or dry on dry process involves _ _
SUHWUHDWLQJ WKH SDUW DV XVXDO DQG \%RW&VD%%%WL JS§FQ>25Q"]U\VR\K5UFRBWW FRDW RI

7KHQ ZLWKRXW FXULQJ WKH cUuvw FRDw SB &8RRI fHME Eanhglp,3fract tpg powder and

QDO VWHS VHHV ERWK FRDWYV FXUHG WRj‘ﬂWl

ifs coatings

Pros and Cons

It certainly has its advantages, including reducing the need to
move parts in and out of the oven which of course comes with
the risk of contamination, and less time and energy spent in the
application and curing process. Cycling through the application,
curing, cooling, testing process adds time and money to any job.
A dry on dry two coat system can save you both, by, essentially,
cutting out the middleman.

The not-so-great aspects of this two coat method are that you
can't just slap any two primers and topcoats together and have it
work. You may get lucky, but the only way to achieve guaranteed
results is to use products that are formulated to work together in
a dry on dry process. Otherwise? You may get a peeling, cracked
mess of a coat. Not a good end game.

Adjust the KV settings on the guns between coats. Lowering the
KVs when applying the primer and then readjusting the settings
higher again for the top coat can help reduce the chance of back
ionization or KV rejection. Play with it and see what works best
on your system.

¥ Epyse it to gel slightly, starting the cure and quickening
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the process. This is especially true if you're working with thick or
heavy parts.

To Wrap It Up...

A two coat system is a great way to enhance and protect your
VXEVWUDWH HLWKHU IURP WKH ZHDWKF
powder coatings are designed as two coat systems, others simply / A
happen to work together. So often, deciding to use a two coat

system will depend on what you are coating and what you need

the product to achieve. Using steel and looking for improved : k

weathering? That zinc rich primer and top coat designed for
exterior applications are a no brainer. Looking to achieve that
bright neon glow or extreme chrome effect? Get that bright base \
FRDW GRZQ ¢UVW 7KHUH DUH PDQ\ JUHD"™

@ For further questions or inquiries drop us a line
7 at coatingsinfo@ifscoatings.com
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Metallics are powder coatings which have a metallic or sparkle
effect added to them. These metallic pigments are usually
DOXPLQXP ADNH RU PLFD DQG FDQ EH G
There are those that will be very obviously sparkly or glittery,
others shimmery, and some will have more subtle sparkle effects.
So, for this guide, we should specify that we aren't talking about
coatings that give the appearance of metal - what we are talking
about are metallic coatings that have a sparkling effect.

Now, there are two basic types of metallic: bonded and unbonded.
Both metallics are capable of a sparkling effect. Where they
differ, is in how they are made.

Bonded

Bonded metallics are coatings in which the effect pigments (the
PHWDOOLF RU PLFD ADNHV DGKHUH WR
Doing this creates a more consistent application, as opposed to
dry blend/unbonded, and enables a much better performance
once reclaimed.

ifs coatings
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How are bonded metallics achieved, you may ask? Well, a
bonded metallic coating is made by heating the powder coating
until the outside is slightly sticky. The metallic pigments are then
added and will adhere to the powder coating particles. Voila!

At IFS Coatings, we also have a special process when bonding
$$0%

Advantages

Any powder metallic offers a truly unique appearance to the part.
Generally, itis easier to apply bonded metallics than unbonded, as
the spray dispersion is much smoother than unbonded metallics.
This results in a smoother application, and a cleaner and more
FRQVLVWHQW ¢(QLVK

But...

Disadvantages

Due to the extra processes, bonded metallics are run though,
they are typically more expensive than unbonded metallics. In
the long run, though, bonded metallics might well be worth the
extra cost.

There is also the issue that you cannot purchase a small amount
of bonded metallics. Due to the machines and processes that

ifs coatings

FRDWLQJV WR HQVXUH WKDW Z DPD
SDMQK l>J< W 6)
LQWHJULW\ RI WKH WUHDWPHQW RQ WKH D PL P H . .
what is, essentially, a blender. That is whizzed around and boxed

bond the metallic to the pigment, it just is not feasible to make a
batch any smaller than a certain size.

Unbonded

As you may guess from the name, unbonded metallics are

I—PO\%dl%rS 51aRth\1/ave not been put throqugh the bonding process.

JH WKH

KDW WKH PHWDOOLF ADNH D

up. It is a simpler, speedier, and cheaper process as opposed to
what is used to create bonded metallics. While that may sound

LGHDO OHWYV JR WKURXJK WKH DGYDQWDJHV

Advantages

As unbonded metallics are not put through a bonding process,
they can be purchased in smaller batches than bonded metallics.
Because of this, it is also much cheaper than bonded metallics
and your order can often be shipped out to you much quicker.

However, it does have its downsides...

Disadvantages

Unbonded metallics require more attention to detail when in use,
such as when spraying the substrate or cleaning equipment. As
the metallic and powder particles have not been bonded together,
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LW FDQ EH IDU PRUH GLI¢FXOW WR JHW D VEREAWK RS FREVIVMEHREE\ PHWDOOLF

coat. The sparkles can pull to the edges or disperse unevenly on

Often, and especially in the architectural world, the question of
the coated part.

‘why doesn’t this metallic powder coat require a clear coat for

_ _ _ protection?’ is asked. In short — particularly with our powders that
When spraying metallics, we recommend feeding the spray out PHHW D FHHG WKH UHTXLUHPHQWY RI WK

R G HJ[
RI'D AXLGL]LQJ KRSSHU DYRLGLQJ ERJ | Vvyu%eHeHc\éf) u|at¥c|:1|Z r%%etgllli%Ei%Ar??eRty ‘rr%s]e are metallics that

WKLV VWHS ZLOO DVVLVW LQ LQFUHDVLQJI WIGH, HYHRCHY Y R k W) AiayBY ATE ApnHY wk

spray, ensuring that your gun is being fed a rolling mixture of the extra treatment process. This process creates a metallic powder

powder. Otherwise — and especially with unbonded metallics — that can be aEpI'Led to a substrate and does not require a clear
\RX PLIKW JHW FOXPSV RI SLIPHQW DQG P@O\Q{DOOL ADNHV 7KLV FUHDWHYV

DQ XQHYHQ FRDW DQG LV QRW DQ DWWUDFWLYH ¢QDO SURGXFW

At IFS Coatings, all of the metallics that we use in our coatings

are encapsulated to some degree. The aluminum pigments that

we use for general applications have a basic encapsulation that

assists in weathering and chemical resistance. The pigments that

we use for AAMA coatings have a more complete encapsulation

WKDW DOORZV IRU VLIQL¢;¢FDQWO\ EHWWHU
resistance.

Keep in mind that metallic powders with more complete
HQFDSVXODWHG PHWDOOLF ADNHV DUH PRUH

So, now we've covered bonded vs. unbonded, let's discuss
what'’s involved in creating a great metallic look.
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The Look

Where metallics differ from other coatings, really, is how they look

Coatings, for most powders, the Golden temperature is 75
degrees Fahrenheit. Asides from temperature, metallic can be

RQ WKH QDO SURGXFW 7\SLFDOO\ PHwWDEBELENGSBEN 35 SPLAAWIP'S 7 alrdghtsentainers
XQOHVV \RXU MRE VKRS LV WU\LQJ WR P L P8 kB8 BEREINSLLL DEPERARY YiEhg sige pf your job

are just that: a solid color. IFS Coatings has a range of metallics,
including standard metallics, like Silver Sparkle and Gold Nugget,
chrome effects, like New X Chrome, and anodized colors that
use metallic, like Dark Bronze. There are also translucents with a
sparkle to them, such as Starbrite Copper and Translucent Red.

The Pricing

As for pricing, metallics are more expensive than solids,
especially if you are using a bonded metallic. This is because
of the extra processes involved in actually creating a bonded
metallic powder. Plus, some metallics require a clear top coat,
and others require a base coat. Even if the particular metallic you
are using only needs one of those requirements, it is an extra
step in the manufacturing process and therefore cost added onto
a job.

Storage

Storage of metallics is very similar to how you store any other
SRZGHU FRDWLQJ

ZLWK EHWZHHQ DQG

ifs coatings

shop, bear in mind you may also need to store the power in
smaller quantities.
And speaking of quantities...

Minimum Quantity and Lead Time

There is always a lead time for custom powder jobs, but where
solids and unbonded metallics have a 7-10 day custom lead time,
bonded metallics are usually more like a three week lead time.
This is because the process of making a metallic requires more
steps than making a solid powder. First, the base is made, and
then it is moved through a bonding process.

Because of this extra process for bonded metallics, the minimum

RUGHU VL]H LV DOVR ODUJHU +* DURXQG

placed on an order? Well, simply put, the machines we use to
bond the metallic particles to the powder require a certain amount
of product for them to work. Keep in mind that this is for custom
orders, though. Stocked metallics can be bought in much smaller
guantities. So a great tip that many people use is, if there is a

HHSLQJ WKH WHPSH U Dniyaiypbpular tétalild bt jodr B8/sHop! Adh £hink about buying
UHODWLYH KXRtirGlpbM. LV LGHDO $W ,)6
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So, Who Can Spray Metallics?

About the Actual Spraying Process...

7KH JRRG QHZV LV DQ\ MRE VKRS FDQ XVH PHWDOOLFY FLOWHKHPROUWWGMHFXOW WR VSUD!

years, the amount and number of metallics that we can make
have broadened. So the variety of special effects that job shops
can now offer customers, outside of solid colors, has grown
wildly. Metallics are so eye catching it's a great way to promote
your capabilities as a job shop!

ifs coatings

Essentially, the electrostatics, among other things, have an
HIIHFW RQ WKH ZD\ WKH PHWDOOLF ADNHV LQ
FKDQJH LQ ADNH RULHQWDWLRQ FDQ FKDQJH
especially when there is a large contrast between the base color

DQG WKH FRORU Rl WKH PHWDOOLF ADNH

And then there is the equipment. Most of the new equipment
these days have factory settings, which often includes a metallic
setting. Whether or not these settings actually work well can be a
bit of a toss-up. Sometimes they do the job, and sometimes they
don’t and you have to adjust the settings yourself.

5HIDUGOHVY IRU PRVW PHWDOOLF DSSOLFD
you'll have great success if you turn down your kVs and your

micro amps. A good range is between 60 and 75, with the micro

DPSV EHWZHHQ W R

KV’s, micro amps, gun-to-substrate distance, good grounding,
DQG JXQ VSHHG FDQ DOO DIIHFW KRZ WKH ¢Q
substrate and how smoothly it applies. Ramp your kV’s too high
DQG WKH PHWDO ADNHV ZLOO QRW OD\ ULJKW
grainy texture to the surface. Apply the powder too fast, and you
can waste a lot of product. This is why metallics are somewhat
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trickier to apply than standard powder coatings; there is a lot
that can go wrong. However, overcoming most of this just comes
down to experience. The more you use metallics, the better you
will become at applying them — with fewer rejects as the in’s and
out’s become second nature to you.

How to Spray Metallics

New or old hat at spraying powders, metallics are different
enough that they require just a little more attention to detail. We
have put together a guide of useful steps that will help you either
sharpen or create a process for your job shop.

First

Ensure that you have a properly prepared substrate. It must be
cleaned thoroughly and consistently. You likely already know the
pitfalls of curing a coating over improperly pretreated substrate.
And the results? Not good. Whether you shot blast or treat with
caustic cleaners, make sure that you have done a thorough job.

If you are not applying some sort of base coat, then ensure that
your substrate is free of marks and stains, as well as contaminants.
Metallics do not act like concealer, so dark spots, streaks, and
stains will likely show through - even through a thicker coat.

ifs coatings

Second

Make certain that you have good earthen ground. So, ensure
that the racks and hooks have good ground and metal to metal
contact.

Third

Fluidize the metallic well, but not to the point of geysers blowing.
Steadily boiling soup is the consistency that you want, with little
bubbles of air disturbing the surface.

Fourth

Checkthatyour equipmentis cleaned properly of all contaminants,
especially if you are spraying a black or a pale metallic.

‘H ZRXOG HYHQ VXJIJHVW KDYLQJ GHGLFDWHG

hoses for metallics. If your job shop sprays alot of metallics, having
a dedicated set of equipment for them is a good investment.

Fifth

The newer powder coating equipment sometimes has a factory
setting for metallic. If your equipment has a factory metallic
setting, this will be a good starting point for their application.

2ZWKHUZLVH VWDUW ZLWK VHWWLQJY EHWZHFE

micro amps. Now, you have your electrostatics good to go.
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Six time. Pay close attention to the manufacturer’s temperature and

Check those pressure settings. You want a good, even spray cure time directions.

during the application process. That means pressure, but also
the distance between the gun and the substrate. With more
complicated substrates, this can be tricky, especially if it has any GHJUHHV LW PHDQV WHQ PLQXWHV RQFH

deep recesses. Use your judgment, adjust the settings as you GHJUHRV 7KH FXUH WLPH GRHV QRW LQF

QHHG WR NHHS WKH JXQ VWHDG\ DQG \RX PEDH V\@i,qngdferﬁhe part to reach that temperature. Larger
ovens and larger parts especially can take some time to warm up

to the required temperature.

As an example, if the instructions say to cure for ten minutes at

Seven

Before curing anything, check whether or not the powder you
are using requires a clear coat — especially if it is going to be
exposed to the elements. Some metallics are formulated using If needed, apply the clear top coat evenly. Ensure that you have

encapsulated metallics so that they do not need a top coat of good earthen ground, and this will help keep back ionization
any kind. Other metallics will need a clear top coat, and if so, be down. Be aware of your gun-to-part distance. Apply a clear coat
too thick and it can take on a milky or yellow tinge. Once again,

FKHFN WKH PDQXIDFWXUHYV VSHFL{FDWLRQV
WKXPE LV NHHSLQJ LW EHWZHHQ WR PLOO

Eight-ish

careful not to over-cure the metallic base coat before applying the
clear top coat. This will help to avoid inter coat adhesion issues.

Follow the guidelines on your supplier’s products, and be aware
that not all products, like base and top coats, are formulated the Nine

same. Some will work together, and some will not. Be sure to use &XUH IRU WKH ¢QDO WLPH DQG \RX DUH GRQH
products designed to work together.

If the metallic does not need a top coat, do not feel like you

Eight should lay one down anyway. Applying and curing another coat
Once you have an even coating on the substrate, it is curing adds time and cost to a job, and increases the chances of having
a reject.
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Dos and Don'’ts
Check out the ‘do’s and dont’s’ for applying metallics!

Do use rinse air if your guns are equipped with that feature.
Otherwise, the metallic will build up on the end of the gun...until it
suddenly releases. And then you will have a big, metallic splotch
on the substrate. Not an ideal outcome, right? So, keep an eye
on the nozzle of your gun and turn up the rinse air setting so that
it stays clean.

Do not spray and pray! Have sample panels, using different
types of substrate and different products, for both you and your
customers. This way, you will work out the kinks in your process
— or with a new product, if you are unfamiliar with it — and know

Do EH VXUH WR DOZD\V AXLGL]H \RXU SRZGHUYV
process. This is doubly important for unbonded metallics, as

LI \RX GR QRW AXLGL]H SURSHUO\ \RX ZLOO
SLIJPHQW DQG PHWDOOLF ADNHV VKRRWLQJ R

Do be aware that if you are applying your metallic as part of a

two coat process — perhaps a chrome look — the metallics will

look different sprayed over different colors. If you spray a chrome
PHWDOOLF RYHU D EODFN EDVH WKH ¢(¢QDO OR
as opposed to a chrome metallic sprayed over a white base. Have

multiple sample panels and play with different combinations so

that you know what it will look like.

To Polish It Off...

HIDFWO\ ZKDW WKH ¢(QLVKHG SURGXFW ZL Q&halfefRdre™ godaiNvdy to add special effects, from soft glitters

Do keep your gun-to-surface distance in mind. We said it before,
but it bears repeating. It is an important step to remember!

Do not be heavy-handed with clear coats. Asides from what
we said earlier, clear coats can also subtract from the vibrancy
of metallics. Using a high-gloss clear coat is a good way to get
around this issue. Avoid low gloss coats, they can diminish the
brightness of the sparkle further.

ifs coatings

to bright sparkles, to a coating. They come in a wide range, from

chrome effects to bright, silver sparkles and can be purchased

either bonded or unbonded. Bonded has the advantage of being

easier to apply and ensure a beautiful, consistent, and even

¢QLVK ZKLOH XQERQGHG LV FKHDSHU DQG FLC
guantities. Both have their disadvantages too, with bonded

being quite pricey and unbonded tricky to apply smoothly. With

practice, spraying metallics gets easier, and these beautiful

metallic effects offer job shops a fantastic spectrum of coatings

for their customers.
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Bear in mind, if your customer is used to liquid metallic there can iwith certain metallics, like mica, the angle and lighting can
be some differences. The maximum metallic loading in a powder alter their appearance. When laying out the details of a job, ask
LV VLIQL{FDQWO\ OHVV WKDQ WKH PHWD OlaLlcbst@rRThGw €adh Burfabe WilL SitXvilh@t andde valHt rest
exact numbers depend on the particular pigment, a general rule at, and advise that there will be variations in how the metallic
LV WKDW VPDOO ADNHV IRU H[DPSOH WK R &ffdct)Xappdats be¢penBilbgNoH th I\gitingH Saniple panels can
anodized silver, have a maximum loading of around 5%, and a really help you out here, to show the customer exactly what
ODUJH VSDUNOH ADNH FDQ JR XSZDUGV Rlyoumdaa[LPXP ORDGLQJ

This differs to liquid paints that can have a metallic loading of

DURXQG 1 \RX SXVK WRR PXFK RI WKH PHWBOOLF ABNHV BRRIWRHGLITHUHQW VLIHV

powder, you can get all sorts of problems - application issues, dry metallics can be a slight problem. During the spray proce‘ss,
spray and issues with powder sloughing right off the substrate. WKHUH FDQ EH LVVXHV ZLWK WKH ADNHV VW

gun. Keep a sharp eye out for this, and stop and clean the gun

6R WR ZUDS HYHU\WKLQJ XS ZH KDYH VRPWENHEEdy L sv 1IRU \RX

Final Top Tips: @ For further questions or inquiries drop us a line

5 . . :
if a customer wants or requires a metallic with a clear top coat, 7 at coatingsinio@itscoatings.com

FRQVLGHU VKRZLQJ WKHP D VDPSOH RI ZKDW WKH QDO SURGXFW ZLOO
look like; this includes a panel with a base coat and a clear

coat. By doing this you can avoid potential headaches by simply

VKRZLQJ WKH FXVWRPHU H[DFWO\ KRZ WKH ¢(QLVK ZLOO DSSHDU

iMetallic colors can change slightly depending on variations in

. OP WKLFNQHVY HHS D VKDUS H\H RQ WKH VXEVWUDWH GXULQJ WKH
application process, and carefully evaluate the coating before

curing it to ensure even consistent pigmentation.
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Special Effect Powder Coatings and How To Apply Them

%HIRUH ZH JHW WKLV WUDLQ PRYLQJ
what exactly a special effect coating is. The list is pretty long,
DV HVVHQWLDOO\ HYHU\WKLQJ WKDW LV
FDWHJRU\ 7KH GH¢{QLWLRQ RI D VSHFLDO
powder manufacturers and job shops. Some of you may consider
ORZ JORVVHV DQG PDWWH ¢(¢QLVKHYV DV VSHFLDO HIIHFWV
not. Most companies will say that metallics fall under the special
effects class — however, we have a whole guide dedicated to
metallics here and will not be focusing on them in this guide.

R (

DOVR

We will cover why we use special effects, what their chemistry
is, how to use them, how they can go wrong, and we’ll give you
some top tips for how to use these particular coatings best.
6SHFL;,FDOO\ ZH ZLOO FRYHU ZULQNOHV WUDQVOXFHQWYV

YHLQV PXOWL FRPSRQHQWYV DQG ¢QH WH[WXUHYV -~

Why Do We Use Special Effects?

Most of the time, what it comes down to is what your customer
ZDQWYV DHVWKHWLFDOO\ 3HUKDSV WKH\ QHHG D UX
a rough texture, or an extra something to make the part stand

P
g

.
. . A GUIDE TO APPLYING POWDER COATINGS 40
ifs coatings

www.ifscoatings.com




out from the crowd. It is usually driven by the customer needing Wrinkles

D VSHFL(F DHVWKHWLE RU GHVLIQHUV Ty b Ginoh, turiniet Ye-§5R1P & pohBRNor urethane

However, the need for a special effect could also come from the chemistry, occasionally an epoxy. Check out our blog on the

heed tc_) hide g substrate surface. that doesn’t look good. This is different types of powder chemistries and the advantages of each
the main functional reason for using them. to fully understand the best applications for urethane powders.

What Can Affect a Coating Like This?

Typically, what kind of special effect you use is not affected by
what the substrate itself is. However, pretreatment systems
can affect how well a coating applies and cures. Galvanized,
especially hot dip galvanized, the substrate can cause issues
with outgassing — which we will talk more about in the next guide,
Appearance Issues: When Jobs Go Wrong. A wrinkle effect can
be botched by an improperly cleaned surface. Translucents need
a clean, even substrate, with a uniform appearance, otherwise
UHVXOWY LQ WKH ¢QDO FRDW ZLOO YDU\

Then there is the application process itself. Like with any coating,
if it is not applied correctly, it will likely not cure properly, resulting
LQ LI QRW DQ RXWULJKW UHMHFW DQ XQDWWUDFWLYH %C%LVK 6RPH SRZGHUYV

. . . . . . Now, wrinkles can be a tr coating to get right. So as we always
will even change in color or pigmentation depending on how thick . ) . _ .
WKH ;0P LV say, if you're new to working with urethanes, this is probably
é

a coating you want to test out on some sample panels before
moving on to coat the part. So let's break down where things
can go wrong with this special effect. First up, the application
and substrate! If your surface is not consistent in cleanliness and

Let’s get into these issues in more depth, starting with...
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texture, the wrinkle effect will look different; some spots may How Do | App|y Wrinkles?

work well, and others .not so well —if at all. Secor?dly, the oven. The key to a good wrinkle is preparation. Have a good pre-
If the temperature varies, say, by a few degrees in one corner, treatment system in place. No matter if you shot blast or use

WKH Q_ \RX DUH JRLQJ WR JHW YDU L H G _U HV &R ﬂirgre\a% %e%p‘ﬁ@olné[ls%entgéﬁ Et’ﬁe\a%éql.JCIean all
oven settings and test out a few panels to ensure everything is in contaminants, especially oil, from the part and ensure the pretreat

tip-top shape. Urethane wrinkles can also be sensitive to heavy is applied evenly as any dirt or contaminants can interfere with
. OP EXLOG RQ WKH HGJHV = VR EH PLQGhéﬁtthbrinésQovrvm. KHQ DSSO\LQJ

them. When wrinkles are done right, they look amazing. Get it

wrong, though, and you have a doozy of a reject to deal with. Next, depending on whether you use a batch oven or automatic

VIVWHP \RX QHHG WR EH VXUH WKDW LW LV D |

Why Use Wrinkles? need to be able to ramp up the temperature quickly at the start

:ULQNOHV RIIHU D YHU\ VSHFL¢F ORRNOfterm®Rocle to ghaumpgansistenoainkling in the coating. In

sophisticated, wrinkles are a comparatively mild special effect our general experience working with wrinkles in an infrared oven

that can add real depth to a color and are pretty good at hiding can be extremely tricky and is best avoided!

the substrate. Not only are they a great visual effect but they also

have decent weathering, good hardness, corrosion resistance, As for the actual application, it applies like any other powder. The

chemical resistance, and they are a great special effect for WULFN LV WR VHWWOH RQ D ¢OP WKLFENQHVYV

covering up surface imperfections. DQG \RXU FXVWRPHU ZDQW DV D WKLQQHU ¢C
VDPH GHJUHH DV D WKLFNHU ¢OP %H FHUWDI

In general, urethane based coatings are good for chemical Technical Data Sheet for accurate thicknesses and cure times.

resistance. They are durable too. But, they do bring a lot of
process issues with them. Like wrinkles themselves, if urethanes
aren’t applied right, they go very, very wrong.
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Translucents

above. Polyester tends to be more forgiving than urethanes in
that department, though it is somewhat limited in smoothness
and exterior durability. At the line level, polyesters are easier to
deal with, and urethanes, while trickier, can offer a better overall
ARZ DQG DSSHDUDQFH

Abig pitfall with translucents is that it is very easy to have uneven
pigmentation on the substrate, especially if it is an irregular
shape — like a table leg. There can be visible differences with as

OLWWOH DV KDOI PLOOLPHWHU YDULDWLRQV

nature, these special effect coatings will also allow the nature
of the substrate beneath to show through. This can be the main
reason why a translucent is used. If it isn’t, laying down a white or
silver basecoat is a step you can take — this is especially useful if
the surface is not uniform in coloring.

nts?

7TUDQVOXFHQW SRZGHUV RIIHU D XQLTXH %hLyVLIQSFQTrgn\?I[L)JS?HW'\ Rl FRORUV

As the name suggests, translucents cover the substrate, provide
color (and they can even have metallic added) to the part, but
allow a hint of the substrate to show through. Many customers
love that effect of a beautiful hue with the suggestion of natural
metal showing through and built in.

As we said above, sometimes designers and customers want
the metal beneath to show through, just with a bit of pizzazz on
top. Translucents are the best way to achieve such a look. Other
times, translucents offer an impressive brightness as compared
to other coatings. This special effect also works extremely well
on stainless steel, and due to the high percentage of resin in

)W LV SUHWW\ FRPPRQ WR ¢QG WUDQVOXRRJERAPPIHPEY Wek HU SROVHVWHU RU

urethane chemistries. With the latter, note the pitfalls we listed

ifs coatings
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How Do | Apply Translucents?

Any marks, scuffs, blemishes, and discolorations on the substrate
will show through a translucent coating. If a pre-treatment does
not remove them, then you will need to lay down a base coat
of some kind. IFS bright chrome is often used to cover a less
than perfect substrate and lay down a bright, even base, before
applying the translucent coating on top. This creates a really
EULJKW EHDXWLIXO ¢QLVK

Beyond that, what getting a great result using translucents comes
down to is applying the powder evenly to the surface. Keep the
gun steady, watch your gun to surface distance, and time how
long you spray each section.

Dormants

Dormants have grown in popularity over the last few years and
are bright, almost candy effects but with more depth, brilliance
and shine. Dormant special effects are a two-coat system, as
a base coat and top coat is applied and baked separately. The
base coat, which typically has metallic pigment in it, has a color
that will transfer up into the clear top coat upon curing of the
second coat. So it's the top coat, which is actually clear, that
really draws the dormant color out and brings the dormant to life.
For example, a red will appear as a dull pink before the top coat
is added This also means that you need to make sure you use

ifs coatings

the base coat and top coat designed to work together, otherwise
you risk all sorts of problems.

The top coat is a clear powder, which is great news as that means
they are resin rich. So when purchasing formant effects make
sure you get the base color coat and a clear that is designed to
give the dormant effect and work together. As dormants are a
two coat system, check out our blog and top tips for applying two
coats!
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Why Do We Use Dormants?

While needing a top coat means adding time onto a job, dormants
are wonderfully bright colors with more depth and sheen to them.
Bicycles are one product that has really utilized dormants in recent
years — so imagine that deep, intense color on the frame and you
have a good idea of what they look like. Dormant systems also
transfer color much more consistently than translucents and are

PRUH IRUJLYLQJ WKDQ WKH ODWWHU ZKH®

uniform pigmentation. The use of a top coat also offers additional
weathering protection and corrosion resistance.

How Do | Apply Dormants?

It is pretty simple. You lay down a base coat — your color — and
bake. Then you lay down your top coat, and bake. Easy as that.

Watch out for back ionization when applying the clear! Use a
recoat setting and follow our tips for reducing back ionization or
KV rejection. Another thing to consider is where the substrate
will be located. Indoors, or outside? Check with your powder
manufacturer what chemistry their dormant powder is available
in and whether it is suitable for the end use.

ifs coatings

River Vein

Ariver vein is a particularly unique effect. Both IFS and Polychem
have a huge range of river veins available in a wide range of
FRORUV WYV GH{QLWHO\ ZRUWK FKHFNLQJ R
one of our color cards — they’re really popular but are best seen
LQ WKH AHVK DV LW ZHUH + SLFWXUHV GRQFY

Usually, river veins come in polyester technology, though they
are available in other chemistries such as hybrids and epoxies
too. It is easy for appearance issues to crop up with this special

A GUIDE TO APPLYING POWDER COATINGS 45

www.ifscoatings.com



HITHFW 3D\LQJ FORVH DWWHQWLRQ WR \R¥\thy DB WE LIeQHYe PaIGsZKDW WKH

TDS calls for will help here. If it requires three to four mills, you
really want to be in that range.

Film build really is absolutely key when it comes to applying river
veins. Due to the nature of the effect, spray it too thin, then in the
“valleys” of the special effect, you can actually see the substrate
showing though — not the look we are going for. Consistency is
key.

Aesthetically, they offer an interesting look. Plus, if a surface
looks....shall we say, like an ugly duckling, river veins can bring
out the transformation into a beautiful swan? Okay, that was a
metaphor that reached a little far, but you get the picture.

How Do | Apply River Veins?

Generally, river veins are applied like any other powder — stick
to the guidelines and mind the information on the TDS. Pretreat,

&RQVLVWHQF\ DQG ¢OP EXLOG DOVR DIIHFanplK Rake\WarcHON FpRighnepessarp Va4da! YAnd/remember,

appear, especially if you are doing a batch of, for example, tables

IRU D FXVWRPHU <RX ZDQW XQLIRUPLW\ DFURVV WKH OLQH

thicker on some tables and thinner on the others, the deviations
will be visible. Not a good outcome.

When it comes to deciding between hybrid, polyester, or epoxy
chemistry for river vein powders, knowing where the coated end
product will be situated will help. Hybrids offer more resistance
than polyesters, however, hybrids will chalk if placed outside.
Cross reference what your customer needs with what powders
you use.

ifs coatings

ZDWFK \RXU FRQVLVWHQF\ DQG ¢(¢OP EXLOG DW

I \RXU ¢OP LV
If you are reclaiming these products, you want to be sure to keep

a high percentage of virgin in the reclaim, otherwise you might
start to see some shifts.

Multi-Components

How to describe multi-components? Seeing is believing, but
many of our customers are simply amazed that such a beautiful
effect can be created in a single coat. Gets OEM free panels
from Polychem to check out some awesome multi-component
looks. Trust us — pictures simply don’t do them justice. Given
the versatility of multi-components, it is easier to say that what
chemistry you use depends on where the coated end product will
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be used. For example, if the customer needs good weathering,
then a super durable could be a great option. Now, due to the
nature of this particular special effect, extra attention must be
paid during application. We have said consistency is important a
lot in this guide...and we will say it again! Be consistent with your
gun-to-part distance! It really does make a huge difference.

Again, if you are reclaiming this powder, you want to be sure
that your virgin to reclaim is very consistent and higher on the

systems can struggle with these effects — bear that in mind. Good
control of your application equipment is also important. Ensuring
you use the same KV and micro amp settings every time and the
same gun to part distance is important — consistency is key. You
will get two very different results if you hold the gun at a different
distance to the part each time, Also, if you are reclaiming, be
sure your virgin to reclaim mix is very consistent with a higher
percentage of virgin going back into the reclaim.

SHUFHQWDJH RI YLUJLQ JRLQJ EDFN LQWR MNKHTRHERRLP *RRG AXLGL]DWLRQ

is also important for multi-components.

Job shops, designers, and suppliers will all have their own

When laying out the outlines for a job involving multi-components YDULDWLRQV RQ ZKDW WKH\ GH¢QH DV D ¢QH
ying J g P : ZH FRQMEGHU ¢ QH VPQB DOG JULW WR EH D ¢

LW LV LPSRUWDQW WR VHW D VWDQGDUG IRU ZK W W LO R RN LNH
Q Q (,Q I—f’ DQ EH g IDL%W WKDW LW L
Setting this standard, working out how much leeway you have |
)? é) WHI[WX D SRZGHUV ZLWK D
IRU WKH DSSHDUDQFH RI WKH ¢QDO SURGXFW Ld’ V H \R P

the plgmentatlon They’re great for | ing su strate defects and
— especially if you have a sample panel to show the customer.
also for achieving a more matte look.

Why Do We Use Multi-Components?

They offer a really unique look to a part and can also offer great
hiding. There isn't much more to say than that!

How Do | Apply Multi-Components?

Generally speaking, multi-components, apply like any other
SRZGHU +RZHYHU JRRG AXLGL]DWLRQ LV
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Because of this added texture, one thing to be noted is that the uniform in thickness. Mind your gun distance. Clear up exactly
PRUH WH[WXUH \RX EXLOG XS LQ D (OP WEKDOMRIZIMUW WKXLUBRBVRI MWKHF SURICOXFW ZLWK WK
EHFRPH $QRWKHU IDFWRU WR NHHS LQ PLRXG LKWRW RXWKWOIH MWZKDAHR X JIQHY RIFRQFHUQLQJ

heavy, can cause a fair bit of wear and tear on your equipment. Not every texture will come out looking exactly the same, and it
SHFODLPLQJ HTXLSPHQW AXLGL]LQJ KR Sportdnt thatrRistdvers En@aGhiswW WeHvould even suggest a
internals of spray guns can all be affected. If you are spraying full agreement that the customer signs off on before you start the
textures frequently, dedicated equipment might be in order — you job. Good practice no matter what the effect.

do not want a texture powder to contaminate another.

To Top It All Off...

Why Do We Use Fine Textures? We have covered special effects including wrinkles, translucents,

/IHWYV EH KRQHVW RND\" 6RPHWLPHYV (QHLWHUWXUHYVDUGBRXXYBQ@WWR PXOWL FRPSRQHC
FRYHU XS FUXGG\ ZHOGV DQG VXUIDFHV ,We¥f &rQa kdisdtReltaiegdhb di Edatings GhRtfler unique and

a designer wants, of course, and heavy textures are often used interesting aesthetics and come with their own pros and cons.

to create anti-skid surfaces — like RV steps. But, textures are While some are trickier to apply than others, learning the ins and

often used as a concealer. outs of them in a step in the right direction to mastering their
techniques. The more you learn, the more you can offer your

How Do | Apply Fine Textures? customers.

Fine textures are somewhat more forgiving than the other spemal @ For further questions or inquiries drop us a line

effects we have covered. In general, so long as you are consistent 2 at coatingsinfo@ifscoatings.com

LQ ¢OP WKLFNQHVY LW DSSOLHV DQG FXU
a good rule of thumb is not to go too heavy or too light. Keep it
just right.

~ ~

2QH ¢QDO WLPH«&RQVLVWHQF\ ,V .H\ 7H[WXUH EXLOGV XS TXLFNHU
WKDQ \RX WKLQN DQG LW ZLOO EH UDWKHU REYLRXV LI WKH ¢(OP LV QRW
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Appearance Issues: When Powder Coating Jobs Go Wrong

Rejects are the bane of any job shop’s existence when applying
powder coatings. Pulling apart out of the oven only to see whorls
of orange peel powder, sections where the coating has sagged,
or opacity issues bring a particular kind of dread alongside the
question of what happened?

Appearance issues are those immediately visible defects found
after a cure. They come in all shapes and sizes, and in this
guide, we are going to cover the different types of defects, how
they occur, and how to prevent them.

Let's get started with...

Blooming

Alot of the time, blooming occurs when there are issues with the
resin. More so with cheaper resins. Blooming looks like a foggy, L B
hazy or smoky distortion in the resin, and if it does occur, shows | e e
up more noticeably on blacks, dark blues, dark greens, or, dark 2
substrate. Blooming is caused by is either a poor resin — and
then the only thing to do is to talk to your powder supplier about
using a better resin (which will likely also be more expensive!) or

.....

ifs coatings



Image Credit: Hmgpaint

when a coating is cured on too low of a temperature, especially
when the metal is on the thicker side. Occasionally, high humidity
causes, or contributes, to blooming as well. Luckily, most of the
time this ‘fog’ like, white powdery residue can be wiped off with
a wet cloth.

You can prevent blooming by carefully managing your oven.
Crank up the temperature, especially for thicker substrates, so
that the metal heats up faster and the part and powder gets to
a higher temperature quicker. Or, chat to your powder coatings
supplier about the different product possibilities with different
resins.

ifs coatings

Blushing

Blushing (sometimes also called telegraphing) is when a
substance pulls through the coating from the substrate, discoloring
WKH ¢QLVK

see this blushing or telegraphing. These marred sections can
be large, small, and in between. This is caused by a number of
factors, the most common being an improper pretreat. Anything
on the surface, from the ink of a marker to the residue left behind
from stickers and stamps, can telegraph through the coating.
Another factor that can cause blushing is aluminum oxidation.
If your coating is light in color, these marks will show through
starkly, and the coating won’t be the only thing blushing then.

Image Credit: Hmgpaint
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The key to preventing blushing is to keep a close eye on your
pretreatment process. If you are working on an aluminum
substrate, you need to sand the oxidization away, and if there
are any marks (like writing) still on any substrate after a pretreat
you will need to go in and grind it down — plus another pretreat
to prepare the newly bared surface. However, if your pretreat
system uses zirconium, don’t go bonkers with it. Otherwise, you

PD\ HQG XS ZLWK ADVK UXVW ZKLFK FDQ FDXVH EOXVKLQJ DV ZHOO

Picture Framing
icture framing usually occurs around the outer edge of a part or

DQ RSHQLQJ RQ D SDUW 7KLV UHVXOWYV LQ D WKLFNHU ¢(OP EXLOG DURXQG

the edges, which is where the namesake of this appearance
issue comes from — as, in the end, it looks like a picture frame.
What causes picture framing is when too much powder is applied
to the edges of a substrate and you almost get an orange peel
effect. At times, like with translucents, you can also get changes
in texture.

What causes these nasty defects though? Well, sometimes you

hand, try not to aim directly at the edges and let the racks take care
Rl WKH HGJHV IRU \RX $OVR ZDWFK \RXU ARZ
\RXU JXQ WR UHGXFH SRZGHU ARZ DQG FRQVL

If your job shop coats very large orders or has a big returning
customer, then another thing to consider is building a dedicated

KDYH WRR PXFK ARZ 2WKHU WLPHV \Rx D'B% "BiNaea %y PagiRll 'k idgeekeep the powder

on the substrate and it is pulling away at the edges. These are
the two main reasons why picture framing occurs, and you can
prevent it by paying particular attention to the gun and spray
dispersal during the application process. If you are spraying by

ifs coatings

from building up too much in the corners. Adding a rubber bar
around the rack can also help with reducing the number of rejects
due to picture framing. This often described as a ‘rob bar’ is used
as a means to help with this defect.
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Outgassing

his can be a thorny problem in any job shops side, as a coating
with outgassing is terribly easy to spot. What happens is, during
the curing process, little pockets of moisture or contaminants
rupture on the surface of the substrate and work their way through
the baking coating. A lot of the time, outgassing occurs when
the substrate you are coating is cast steel or cast aluminum, as
they contain tiny pockets of moisture. During the bake, those
pockets literally rupture and outgas. The result is...well, visualize
a geyser blowing, albeit on a smaller scale. Like little volcanoes
on the surface of the powder coating.

As you can imagine, outgassing makes a mess of a coating.

The main reason behind why this problem happens is something
is happening with the surface of the substrate before coating —
most commonly porosity below the surface of the substrate or
oxidation on the surface. We all know that oxidation can kick
off a whole plethora of issues. If you are working with hot dip
galvanized or aluminum and it is left lying around or outside, it
can easily begin to oxidize. This will result in outgassing if the
oxidation is not removed before coating. How to deal with all this
nonsense though?

One option is to put the part in the oven before applying any
FRDWLQJ +DOI DQ KRXU DW

ifs coatings

GHJUHHYV

curing temperature, in the oven will cause the substrate to
outgas. Doing this pre-emptively to applying a coating is the
best and simplest way to prevent outgassing from destroying a

¢QLVK 2U \RX FDQ DGG D IRUPXODWLRQ LQW

that is outgas-forgiving. Both IFS Coatings and our sister brand,
Polychem, make OGF powders to help circumvent outgassing.

As a last tip for outgassing...if your job shop uses hot dip
galvanized and the substrate forms white rust, then you need
to mechanically or chemically remove it. Otherwise, you will get
RXWJDVVLQJ
your best bet.

+ RU MXVW KRWWHU WKDQ WKH
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Fisheyes and Craters

Fisheyes are, essentially, the more severe version of craters.

Whereas craters will look like small dips in the coating with a

WKLQ ¢OP VWLOO FRYHULQJ WKH VXEVWUDWH ¢(VKH\HV JR DOO WKH zZD\ GRZQ
— the coating has moved away entirely, leaving the substrate

bared. Needless to say, it's a very unattractive outcome.

$IDLUDPRXQW RI WKH WLPH ¢(VKH\HV DUH FDXVHG E\ FRQWDPLQDQWY OLNH
oil, silicone, or water; either in the powder itself, on the substrate,

or contaminating both during application. Oil and silicone are

SDUWLFXODUO\ QRWRULRXV IRU FDXVLQJ ipagkcrediimedelttq 7 VRPH SRZGHUYV

can handle contaminants better than others, so keep that in mind

LI \RX DUH ORRNLQJ WR UH VXSSO\ 7DNH FyBLbia—lr@ﬁf"g BEUHIE B1yisiEleandy- You can also

DLQ RU LQVWDOO
UHVLQV DV WKH\ DUH PRUH VXVFHSWLEOH \/é (,VEQ\%\?% Q Q
craters the contamlnants SO che the oil absorption unlt for excessive

signs of oil.

Compatibility testing should be done before applying powder

coating over any surface previously coated with anything other Make sure the gun, hopper and spray booth are complete!y
than powder. Some aerosol spray paints contain silicone, which cleaned and that the powder was stored correctly. In doing this

ZLOO FDXVH ¢VKH\HV DQG FUDWHUV LQ RZDPE cseedipipad dipipaingprqqgativle materials
$GGLWLRQDOO\ (EHUV IURP JULQGLQJ G L \WV¥FIhRUSIREPIPEasse-fus eI asy
and secondary operations, like buckshot preventers, can cause

FUDWHUV DQG ¢(VKH\HV Make sure you clean the guns, hoses, and hoppers thoroughly

after each color change to eliminate cross contamination of

How to solve this problem though? Clean and well-maintained different coatings and ensure the parts are completely dry before
HTXLSPHQW LV NH\ $ JRRG FOHDQ ¢OWH epmangthe)spray 8®H\ LV NH\ ,QVSHFW
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Poor Color and Opacity

The name speaks for itself, really. Either the color has shifted
from what it should look like, or the pigmentation is uneven on
the coating. There are a few factors that cause these issues.
Overbaking is a big one — if overbaked, white pigments, pale
colors, warm colors and clears can darken and yellow. Another
factor is when the supplier itself is trying to cut costs by removing
a portion of the pigmentation from the powder — such as creating
an unnatural white pigment by replacing a percentage of the

a new problem with a product you've ordered before, or you've
asked for some value engineering to be done to the product talk
to your powder supplier about any changes that may have been
made. Sometimes, it really just does come down to what product
you are using, not how you are using it.

Asides from sticking with reputable brands and checking the
listed materials and percentages on the products you use, you
can solve this appearance issue easily enough. Be mindful

WLWDQLXP GLR[LGH ZLWK FDOFLXP FDUERSOWR Ltk WMKBFNQENY PR IFQQORZ WKH

Image credit: Dulux

ifs coatings

LQVWUXFWLRQV WR WKH OHWWHU ,I WKH 7'6
PHWDO WHPSHUDWXUH IRU PLQXWHYV PDNH
degrees for the required time, not just the air temperature. The

time in the oven is also important - leaving it in for 30 minutes will

cause visible issues and leaving it in less will cause functional

issues.

One more thing that you can do, which is really helpful in any

scenario, is have sample panels that you and the customer can

VHH EHIRUHKDQG 7U\ GLIIHUHQW ¢(OP WKLFNQ
substrates — using a yellow on a dark substrate will be different

than using yellow on a light substrate — and, most importantly,

show the customer what the end result will look like.
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Poor Flow and Orange Peel 6R 7R DYRLG WKLV QDVWLQHVV MXVW IROORZ
Ah, orange peel. A terrible, annoying foe to any job shop. You even and in line with the TDS, mind yourgun-to-sgrface distance,
know what it looks like, so we’ll jump right into what causes it. have good ground, and control your kVs and micro amps. Pay

1 \RX EXLOG WKH ¢OP XS WRR WKLFN \RX2EPigH0 fe\FeHGSPE Y4 847 g Yoy mgyyor may not

have poor ground, you will get orange peel. If you have the gun be surprised by just how many things can affect an application.

too close to the substrate causing it to kV reject, you will get, you Don't worry, though, we are here to help!

guessed it, orange peel. Lay another coat over a mild orange

peel and you will just make everything worse. Sags
This particular problem is not overly common in powder coatings;
mostly, it is an issue with liquid paints. But, it can still crop up
IURP WLPH WR WLPH ZLWK SRZGHUV HVSHFLD
excessively thick, or the formula of the product itself has too much
ARZ 6DJV RFFXU LQ WKH RYHQ ZKHQ WKH S
WKH ARZ DQG JHO VWDJHV ZLWKRXW WKH F
WHPSHUDWXUH WKH (¢OP VWDUWYVY WR PRYH /
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Also, if the part itself if too hot when powder is applied, sagging other, and it shows. For example, if you run a super durable and

can happen. So, to get around this issue, the best thing you can throw a polyester in behind it, and they are not designed to work

do is mind the temperature of the substrate and oven. Sags are WRIJHWKHU \RX FDQ VHH D ¢QH SLQKROLQJ D
XJO\ SUREOHPVY DQG DUH QRW HDV\ WR ¢ [custjl HU WR \RXU 7'6 RU FDOO

your supplier if you are ever unsure about a product or having

issues with it. You can avoid pinholing by keeping your equipment clean,
including hoses, hoppers, and guns. Having dedicated equipment
Pinholing for different colors and products is a good idea too. Also, in some

cases, if the pinholing is showing up in the oven, you can crank

Pinholing looks similar to outgassing, only on a smaller scale .
the temperature up and cure out the contaminants.

— with tiny, almost microscopic indentations on the coating.
Depending on how bad the pinholing is, it can even evolve to
looking like a large crater. Gloss

Often, what causes pinholing is when incompatible products are
used together. Basically, they act as contaminants to one and

Image credit: powdercoatguide
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Inconsistencies in gloss are noticeable and irritating to see, as

Film Thickness Appearance Issues: When Powder Coating Jobs

D JORVV LV RIWHQ WKH ¢QDO WRXFK WR DGRy P@tly strddhtitriatd Ltils) dheS TypiedyQ thisvis an

and metallics to luster. What causes a gloss coat to fail is often
overbaking, causing the coat to dull in places, or even take on
a yellow tinge. Other times, like pin holing, using incompatible
products together will cause a reject. This can also be caused
by using two different products on the same machine without
cleaning it properly in between applications.

Keep your gloss, well, glossy by ensuring that you clean your
equipment thoroughly and are using products designed to work
together.

Film Thickness

ifs coatings

application issue. Gun spits or surges can muck up the spraying
process, resulting in uneven dispersals of powder. Avoid this by
maintaining your equipment regularly, make sure hoses aren’t
tangled or kinked, and be certain that you have good ground.
Keep the racks clean and check that the hooks have good metal
to metal contact. Finally, during the application itself, ensure the
SRZGHU LV AXLGL]LQJ FRUUHFWO\ DQG
consistent layer.

To Wrap Up...

In this guide, we have covered the many ways a job can go
wrong in terms of appearance. Rejects are infuriating to deal
with and often result in time and money being wasted. Knowing
what problems occur, why they occur, and how to prevent them,
are a few steps you can take to keeping your job shop in top
shape. Most of the issues we spoke about in this guide can
be circumvented by maintaining and cleaning your equipment
persistently, minding the TDS guidelines, and using products
formulated to work together.

@ For further questions or inquiries drop us a line
7 at coatingsinfo@ifscoatings.com
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Powder Coating Application Issues, Problems & Fixes

We all know applying powder coatings can sometimes be tricky.
Sometimes, jobs go wrong. For every coating that comes out
perfect, there will be a reject down the line somewhere. The
more experience you gain, the risks of a blundered coating
are reduced, and we're here to nudge a bit more knowledge
your way. We talk about appearance issues in another guide
which you can see here, but right now, we are going to dig
into application issues. This is when issues arise in the actual
process of applying a powder coating to a substrate, the result
of which is often a reject.

As you will read, there is a host of potential issues, many of which

VWHP IURP QRW KDYLQJ JRRG JURXQG *XQ VHWWLQJV (OP EXLOG
improperly maintained equipment, and gun to part distance can

all affect an application negatively as well. There are more, and

we’ll get into them all, starting with...

Poor Charge, Low Film Build, and
 QVXI;FLHQW :UDS

This trio of issues is like a terrible three-in-one package. All of
the above, either alone or together can cause the coating to

. . A GUIDE TO APPLYING POWDER COATINGS
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look bad. Quite often a grainy effect, or tight orange peel, is what and cleaning system is a good process to have in place. Powder
\RX HQG XS ZLWK 7KLV FDQ RIWHQ EH F D XMd#sQpEdn @aBkZ, gl€xtfrodess ladiGhooRksy and needs to be
simply put, there’s not enough coating on the part to create the cleaned away regularly —i.e.: don’t just paint until you can’t paint
QLFH VPRRWK VXUIDFH \RXTUH ORRNLQJ |Rddyn®@ 4nd theh gidXitkik@wmH D ORZ ¢ OP

build with certain colors, you will see the substrate right through
it — yellows and whites are often the culprits.

The Problem

The most common cause of these issues is poor grounding.
Now, there is an EFTA standard for what your ground should

1RZ
especially with consideration to what each individual powder
UHTXLUHV I

IRU WKH JXQ VHWWLQJV FKHFN \RXU N9 (

\RX GR ¢GGOH ZLWK WKH VHWV
this application issue crop up, double-check the Technical Data

6KHHW RU FDOO XS \RXU VXSSOLHU IRU WKH F

EH DQG LI WKDW LV QRW PHW QR PDWWHU KR/Z \RXO\CI',V%IEOH ZLWK \RXU J

settings or gun to surface distance, the powder just will not take
a charge; keep this in mind for the rest of the guide, because
good ground is going to pop up a lot. Of course, ground is not
the only factor in this issue. Your gun settings may actually be
WKH SUREOHP
affect an application for the worse.

The Fix

Straight away, make sure that you have a good earthen ground.
There needs to be some kind of connection from your part — the
substrate being coated — to that earthen ground, be it racks or
hangers etc. Also, ensure that these connecting parts are clean,
because if there is not good metal to metal contact the charge
will not pass through as easily. Truthfully, a regular maintenance

ifs coatings

7RR PXFK SRZGHU ARZ DQG L

X
Depending on h your equipment is, somethlng may have
actually broken in the gun itself. Multipliers, cables, pumps, and
boards can all go bad, basically. You can physically check the
kVs coming out of your gun with a kV Meter. A decent one can
EH SLFNHG. XS IRB XQGHU
FRUUHEW N9 OHY OY FIIl)%
no powder Is getting into where it shouldn't, like the controls of
your equipment. That is just a whole mess of trouble waiting to

happen.

<RX ZLOO

DOVR .

$V IRU ARZ«LI \RXU JXQ LV VSUD\LQJ WRR PXFl

you not to get the proper charge, and will waste a lot of product.
Another thing that can cause powder wastage, and improper
application, is the humidity in the room. Too much or too little
humidity can interfere with the spraying process. You want to try
and maintain a constant temperature or relative humidity - both

A GUIDE TO APPLYING POWDER COATINGS
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in the storage areas and application rooms. Ideally, the range
to keep in is between 50+/- 10 for humidity and 70°+/- 10° for
temperature.

Reclaiming powders can cause issues. If the particles are too
small, they will not carry a charge as easily. Maintain a proper
ratio of virgin to reclaim and you can avoid issues arising due to
this particular factor.

Poor Penetration of Powder into Faraday
Cage Areas

ifs coatings

This can be a tricky issue to get your head around. Basically,

when parts have internal corners or an odd geometry, due to how

the electrostatics travel through the metal, the powder will not

apply to these areas easily. This is called a Faraday Cage. The

powder is, in a word, stubborn, and will want to pull away from

WKH FRUQHUV WRZDUGV WKH ADW DUHDV RU F
of a surface that are left bare of powder — usually the corners

or recesses and once cured, leave such areas vulnerable to

corrosion.

The Problem

Most of us who have worked with powder have come across the
)DUDGD\ &DJH HIIHFW 7KH\ DUH GLI¢FXOW D
with, but what causes them? As it turns out, a whole lot of things

can be the cause. Grounding and gun settings, like we covered

DERYH EXW DOVR QRW HQRXJK SRZGHU ARZ
SRRU VSUD\ SDWWHUQ DQG WRR ¢QH SRZGHU
Cage effect.
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push a part through the application and expect the Faraday Cage

DUHDV WR EH (¢OOHG :KDW LW ERLOV GRZQ V
gun. The tip can wear out, or a clot can form on the end — both

issues can spoil how the powder will exit the gun.

$IJDLQ LI \RXU UHFODLPHG SRZGHU LV WRR
charge as well, meaning the risk of a Faraday Cage is increased.
Check your mix of virgin to reclaim powder.

This is not an end all solution to beating a Faraday Cage, but
heating the substrate before spraying can help the powder
disperse more evenly into those tough areas. Doing this increases
WKH RYHUDOO ¢(OP EXLOG DQG KRZ ZHOO SR:

corners.
The Fix Back Lonization and kV Rejection
There are some methods to preventing and working around a

YDUDGD\ &DJH HIIHFW DQG ZH ZLOO VWDUW ZLWK SRZGHU ARZ ,lI \RX

do not have enough powder coming out of the gun itself, it is

going to make it even harder to get the powder into those internal

FRUQHUV ,I WKLV LV WKH FDVH DGMXVW \RXU ARZ DQG LQFUHDVH WKH
amount of powder leaving the gun.

Now, gun to part distance. You need to mind how much time you
spend with the gun, especially so with automatic systems, and
where it is positioned with respect to the part. You cannot just

. ) A GUIDE TO APPLYING POWDER COATINGS
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Each part is only capable of taking so much charge. Go over that
amount, and it will start to reject the charge. This results in the
coating behaving differently, kind of like it is standing up or looks
different in that area, and once it is cured, you will see the defect
in that area of the part. Worse still, you can get back ionization.
In itself, back ionization gives a ruddy look to a coating, but this
whole application issue can take on a number of unpleasant
appearances, including orange peel and starring. Not a good
look, and not a good outcome.

The Problem

The Fix

As before, check for good ground. Reducing your micro amps
and kV settings can help get around this application issue, as

FDQ GHFUHDVLQJ \RXU SRZGHU ARZ 7DNLQJ V

the load and voltage that you are applying to the substrate.

An ideal gun to part distance is typically eight to ten inches on
automatic lines. Handguns are slightly different but don’t go
thinking that you need to stick the nozzle right to the part — that
will blow off more powder than it applies. Spraying by hand is
something that experience will help with, but a good rule of thumb

3RRU JURXQGLQJ DQG WRR ¢QH SRZGHUjspR&Qp MEWH ot B-10¥Rhe¥ KLV

application issue, for the same reasons we have highlighted
above, though they are not the main suspects. Mostly, what
causes such a reject to form is forcing a part to accept more
charge than it can handle, or continuing to apply powder once
that limit has been overloaded.

The Faraday Cage issue can be a factor here as well. Due to the
way the electrostatics work and how the powder attracts to some
areas more readily than others, it is easy to accidentally over-
apply powder in the areas not suffering from the Faraday Cage
effect. These areas with too much powder will suffer from back
ionization and from defects like orange peel. Back ionization can
form when your gun to part distance, kVs, and microamps aren’t
monitored closely enough. Even if true back ionization does not

Gun Spitting, Surging, and Inconsistent
Powder Feed

GHYHORS \RX VWLOO PLJKW ORVH VRPH RI WKH VPRRWKQHVYVY LQ WKH ¢ QLVK

ifs coatings
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It is hard to withhold a scream of rage when, right in the middle The Fix

of an application, your gun spits out a wad of powder and ruins Depending on how new your equipment is, hose length has
an otherwise good coating. It is blindingly frustrating when your already been factored in by the manufacturer, as some automatic
JXQ VXUJHV ZLWK D VXGGHQ LQAX[ RI SRZgpbihé havK biNerdd BediSysRdr éa¥Vhbst\depending on how
LV GH¢QLWHON ZKDW RQH PLIKW GH¢QH D Mngth&ate Ahk Restihingito®istdchéck with Y8 equipment
WKH\ UHVXOW LQ XQHYHQ FRDWLQJV ZLW Kmbhufaerltds vkt itée LideKl hose length should be for your
The Problem ;system. So, to preve.nt spits, surges, and inconsistent powder

eed, check your equipment, make sure the hoses themselves

7RR PXFK AXLGLIDWLRQ LV SRVVLEO\ WK HaE hot bl WesSiR iy dhher do:#oPoW crazy with the
KDSSHQV LV WKDW WKHUH LV ZD\ WRR PXEX &XtSWIRHLBRGIRBRADERXY HTXLSPHQW U
WKH AXLGL]LQJ KRSSHU DQG \RX DUH JHWWLQJ ORWV RI DLU EXEEOHV 7KLV

PHDQV WKDW WKH ARZ FRPLQJ RXW RI WKHretihel YohtRrMod FoR &etvtkeVsAne @¥Wilgik [bowder. It

of air and powder; there is too much air. What else can cause GRHV QRW AXLGL]H DV ZHOO DV YLUJLQ QR!
surges and spits though? hoses or charge as well. This makes it more likely to have

WKHVH DSSOLFDWLRQ LVVXHV -XGJH ZKHWKF
reclaiming powder outweigh the risks depending on what your

job shop and clients require.

Glad you asked! Build upon the tip of the gun, and on the
electrode, can cause spits when that residue build up decides to
break off all at once. Also, worn out pumps or venturi tubes can
contribute here, as can kinks in the hose — and if your hose is
really long that can factor in too, as the longer the hose, the more Poor Spray Pattern

DLU SRZHU DQG SRZGHU LW QHHGV IRU DTHRIRa/mratywsHaonfomRd issue, caused, by and large, by
not maintaining equipment to the degree it requires. The powder
does not spray out of the gun evenly, causing inconsistency in
¢ OP EXLOG DQG SLIPHQWDWLRQ

Humidity can affect your air as well. Water in the airline will mess
everything up, creating impact fusion or powder clumping — all of
this causes spitting as the clumps come loose. Essentially, the
more moisture in the air, the heavier the powder will become as
it pulls the water particles in.

. ) A GUIDE TO APPLYING POWDER COATINGS
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The Problem

Let's face it, equipment gets well used and gets old. Poor spray
patterns can arise when parts of your gun, hoses, and pumps
aren’t cleaned properly or have just come to the end of their life.
Sometimes, this shows as powder residue building up in the

makes an unsurprising appearance as a culprit here, however
improper settings on your equipment, worn equipment, improper
rack design, part presentation and gun to part distance, powder

ARZ DQG ORZ KXPLGLW\ DOO IDFWRU LQ DV ZI

HTXLSPHQW 2WKHU WLPHV WKH ARZ LV QRN BOP®Rur0s RU FROVLVWHOW DV

it should be, meaning a worn or broken pump.

Some companies make equipment with air settings geared
towards spray patterns. If you are having issues, go over the
manual or talk to your manufacturer.

The Fix

Easy problem, easy solution. All you have to do is narrow down
where the problem is and replace the part. Or, clean the part
thoroughly — particularly if your equipment is part of an automatic
line. Preventive maintenance is going to be your key step to
avoiding poor spray patterns.

Poor Powder Thickness or Coverage

So, grounding. Yes, grounding, again, is often the problem.
If you do not have good ground, you are just not going to be
able to get the powder to adhere to the substrate evenly. All
sorts of problems crop up, not just poor powder thickness and
coverage — and not just the application issues we are talking
about here either! Bad grounding also has a tendency to magnify
how severely other problems form too, like how quickly and how
badly back ionization can form.

Poor powder thickness and coverage also comes down to your
gun settings. If you are not getting the proper kVs, you will lose

¢OP EXLOG 7KLV WRR FDQ SRS XS LI WKH HT

out how we covered this in the previous application issue.

One thing that we have yet to cover is poor rack design. If you

JLOP WKLFNQHVYVY DQG FRYHUDJH WUXO\ Dje{doingvmuliipiepasty ft 9mse @nd; taey e Rt spaced far

coating. Too thick, and you will run into issues like orange peel
or sagging; too thin, and you will be able to see the substrate

enough apart the powder will be pulled in different directions.
Minor differences in, for example, how well each individual part

+ DQG DQ\ EOHPLVKHV RQ LW * HDVLO\ W isoreurded, oankngan thapcertain actevall atygct more powder

ifs coatings

than others. As such, some parts will be more coated than others.
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Another point to consider, with automatic lines, is that the part over to this method for oddly shaped pieces — so your best bet

presentation can be a huge issue. Depending on the size and is to tailor the gun settings as needed, and check your powder

shape of the piece to coat, how it is oriented during the spraying ARZ JXQ WR SDUW GLVWDQFH DQG WKH ERU

SURFHVV FDQ UHDOO\ DIIHFW WKH ¢OP Esguipn@nt. | WKH IURQW HQG LV VL]

LQFKHV IURP WKH JXQ DQG WKH EDFN KDOI LV LQFKHV IURP WKH JXQ

WKHQ \RX DUH JRLQJ WR JHW GLIIHUHQW ¢MWeptaljad Labpu) tHey Wnpovtarce & RIAVENtNE) Baintenance
above already, as well as the importance of humidity control, so

$QG DJDLQ KXPLGLW\ ZLOO FDXVH \RX W RwWeIRusHnqveenteEod seagnd jagt 2pplicaimoissue...

as the water in the air travels through the hose it builds up a static

charge — a charge which is the opposite of what your gun is using Powder Sagging

to make the powder adhere to the substrate. All of this causes

\RXU ¢OP EXLOG WR JR GRZQ VLJQL;{FDQWO\

The Fix

We will say it plainly, powder is a great insulator. The more
powder that builds up on your rack, or if you are recoating a
piece and there is already a layer of powder down, the part is
being insulated from the ground. You will see a difference even in
back to back jobs if you don’t clean the racks in between sprays.
This plays into the poor rack design issue, as if some hooks are
cleaner than others, the charge each part carries will differ. So!
Ensure that your lovely, clean racks are well spaced for the type
of piece you’re coating when spraying multiple parts at once.

Now about that part presentation...this is a tricky one to solve if
you are not spraying by hand — unless you do decide to switch

. ) A GUIDE TO APPLYING POWDER COATINGS
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We explained powder sagging in detail in one of our previous Foaming

gui.d.es when we talked about appearance iss‘fes’ but the gist Our last application issue is foaming of the surface. Our experts
of it is that far too much powder has been applied to a surface, have generally seen this occur most with urethane based

FUHDWLQJ D ¢OP VR WKLFN WKDW GXULQ%RVW@NU:\?(U@RLﬁ’\klf'\ﬁ\}(brs%qll%\/vﬂﬂvu \RX OHW
under its own weight. This is most is most common in urethane high, the Ecap gets trapped on the surface, builds and it looks
based coatings. like foam. Even in Primid or non-TGIC polyesters, you can get a
water vapor giving a similar effect. It's perhaps not so much like
The Problem foaming but it certainly creates an unwanted effect. Either way, it

In the Faraday Cage section, we spoke about how heating a LV QRW DQ DWWUDFWLYH ¢(QLVK
substrate before spraying can help powder apply better. However,
KHDW LW WRR PXFK DQG WKH SRZGHU ZL ODeAPichdmD Q G ARZ RQ FROQWDFW

this can even go beyond sagging and icicle, a term applied when JRDPLQJ KDSSHQV ZKHQ WKH ¢OP EXLOG LV W
the coating will actually snap off like an icicle. trapped all over the surface of the substrate and during the cure,

it tries to escape. This creates a foaming effect, or excessive

$V IRU ¢ OP WKLFNQHVYV LI \RX KDYH EXLO%h&i§gWé§§\dﬁd(&ll§0L§%ngHU DV LW
JRHV WKURXJK WKH JHO DQG ARZ VWDJHV WKH VKHHU ZHLJKW RI LW DOO

follows gravities bidding and, literally, sags. )
The Fix

7KLV LV DQ HDV\ RQH O0OLQG \RXU ¢(OP WKLFNC

The Fix .
line speed or reduce the oven temperature. Dust your hands off
6DJJLQJ LV UHODWLYHO\ VLPSOH WR DYR'ar%call'i‘tﬁéay\Md{/. ¢OP WKLFNQHVYV

to what your supplier and/or TDS specify, reduce the amount of
powder coming out of your gun, and do not heat the substrate too
much prior to coating the Surface.

. ) A GUIDE TO APPLYING POWDER COATINGS
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To Finish Up...

Application issues pop up in any and every job shop. No matter
how much experience you have, you will come across some, if
not all, of these at least once in your career. They are annoying,
as all rejects are, but can be prevented. As you have probably
gathered from the dozen (or more?) times we mentioned it in
this guide, good ground is essential to ensuring that powder
adheres consistently and evenly across a surface. We cannot
emphasize enough how important preventive maintenance on
your equipment is too. Keep it clean, and keep it in shape!

From Faraday Cage effects to sagging to poor spray patterns, we
have covered it all. Arm your job shop with this knowledge, and

you will be better prepared to churn out great coatings!

@ For further questions or inquiries drop us a line
w at coatingsinfo@ifscoatings.com
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Fluidization and Fluidizing Bed Issues - Powder Coatings

(QVXULQJ WKDW WKH SRZGHU LV AXLGL]LQJ SURSHUO\ LV HVVHQWLDO WR
D VXFFHVVIXO SRZGHU FRDWLQJ DSSOLFDWLRQ 6R ZKDW LV AXLGL]LQJ"
Basically... itis using air to turn powder into a ‘liquid’ state. A good

AXLGL]LQJ KRSSHU ZLOO RIWHQ KDYH WKH DSSHDUDQFH RI D VLPPHULQJ
SRW RI VWHZ %XW ZK\ GR ZH QHHG WR AXLGL]H WKH SRZGHU WKRXJK"
HOO E\ AXLGL]LQJ SRZGHUV WKH\ EHFRPH HDVLHU WR DSSO\ + ERWK LQ

the terms of an even application and how smoothly the powder

ARZV WKURXJK WKH JXQV

&KHFN RXW VRPH RI WKH PRUH FRPPRQ AXLGL]DWLRQ LVVXHV ZHYYH
all experienced below. Some of these are common problems,

others not so much but we will delve into the problem, the cause

and some prevention tips and solutions.

Powder Blowing Out and Around the

Hopper

The title is pretty self-explanatory as to how this issue appears,

and you will know it when you see it. Typically, powder acts

WKLV ZD\ ZKHQ WKH SRZGHU OHYHO LWVHOI RU WKH AXLGL]LQJ SUHVVXUH
are too high — it can also be a combination of these two. Other

FDXVHV RI WKLV LVVXH DUH WKH SRZGHU EHLQJ WRR ¢(¢QH EORFNHG
hoppers, and poor venting.

ifs coatings



So, how to we solve this? Let’'s work our way through the list
above. First up, powder levels. A good idea is to mark a level on

No Air Percolating Through the Surface
of the Powder

WKH AXLGL]LQJ KRSSHU WKDW DFWV DV Dsithfiy B! thtsQddud RUvrek dVailRnd? Pehdiriing the

exceed. A good guideline to follow is that the hopper should never
EH PRUH W K DIQis waylyvall know when the hopper is
RU LV FORVH WR EHLQJ RYHU¢{OOHG

SRZGHU 8VXDOO\ WKH FDXVH RI WKLV LV LQ
FORJJHG PHPEUDQH EORFNHG PHPEUDQH WR

powder itself has become compacted.

$V IRU WKH SRZGHU EHLQJ WRR ¢QH \RX &idfy Qrid HhGudl Ronbufd b fa A Lrfithg Lstatd! KvHere the

SRZGHU LV WRR ¢QH GXH WR WKH SHUFHQH BIF VR B bk Qe WRWH EXMAPG R K UR X K WKH

because the manufacturer has made the particle size too small.
If it is the former, and you reclaim powder yourself, increase the
percentage of virgin to reclaim. As for the latter issue, contact
the manufacturer and relay the problem so you can discuss with
them the next steps.

Reclaim powder is hygroscopic, which means that it will pull
moisture from the air if given the chance. If reclaimed powder

the powder. If this is not the case, check your airlines, the air
pressure, and look for any kinks, damages, or blockages in the
hoses. Clogged membranes, either damaged or contaminated
with oil or water, need to be replaced. No ifs, and’s, or buts, if you
have a clogged membrane, it's got to go.

Moving onto blocked membranes (which are not the same
as clogged membranes), the way to solve this issue is to,

LV WRR ¢QH DQG VXFNV XS D ORW RI PRLVW@(#JWLbRJé\P@bMWQW\kMBOJF“F\%DJHV
AXLGL]ILQJ SUREQHPV t WKH VRUW WKDWH Q3 ¥ vitgh tdrbdbith. ARPfasiyMie pblvr has become
XS WKH SVL RU AXLGL]LQJ SUHVVXUH RQ MfoHcidtiRior Sidtevd RaoR Fourh@¥ 1 WrEhk it back up

for the heavier particles. Solve this by having a good, clean air
before spraying to liberate some of the moisture from the powder

particles. Virgin powder must be clean and very dry, so if it isn't,
this is a good step to take.

ifs coatings

! ZLWK D FOHDQ ZRRGHQ VWLUULQJ GHYLFH DQ
VXSSO\ DQG SHUKDSV AXLGLILQJ WKH SRZSHY SR wRLG KBS YHRVKMRAXLGL]LQJ PHPEUE

hopper with the stirring device, though.
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Also, do keep a sharp eye on your ratio of reclaim to virgin, as too Two Top Tips from the Experts?

much reclaim will cause the powder to perform differently, and As we covered above, there are a fair number of ways for a job to

may also cause back ionization to occur. JR ZURQJ ZKHQ LW FRPHV WR AXLGL]DWLRQ Y
gun spits, the works. So, to pre-empt the issues above, we have

6WUDWLFDWLRQ compiled a few extra tips.

6RPHWLPHYVY SRZGHUV ZLOO VWUDWLI\ LQ WKH KRSSHU 6WUDWL¢FDWLRAQ

is when particles — due to different weights — separate into One, control the humidity of the room as best you can. The more

GLITHUHQW OD\HUV GXULQJ AXLGL]DW L R Qhumigiy{p theairghe moye riskyeyunehthe popgeragsorbing

with unbonded metallics (which we have covered here), where moisture. Or worse yet, if the application room itself is hot and

WKH GLITHUHQW JUDYLWLHV RI WKH PHWw DUY®]. thepastigigswilents @glkmp tagethes peforeshey gyen

cause them to separate. Such separation causes the color of the hit the substrate. Now, if these clumps form inside the hopper,

coating to shift in pigmentation and the uniformity of the sparkle they can cause all sorts of chaos. At best, they will cause small

HITHFW LI LW LV D PHWDOOLF WR AXFEW X ¥ §pits. At worst, they will start to build up in the pump, hose,
or inside the gun, and grow larger until they either block the hose
BWUDWL:;FDWLRQ LQ RWKHU SRZGHUV GRY %M [Rege iy RLPETX LWH DV HDVLO\

as it does with metallics. So, to solve this particular issue with _ _ _ _ _
. G . Two, preventive maintenance is going to be your best bet when it
metallics, you will either need to use bonded metallics or reduce

WKH AXLGL]LQJ SUHVVXUH 2U ERWK $0°ReS GAURH[SS NBSAeE Juigizng membranes have
. . o a life expectancy, and many manufacturers recommend checking
powder particles back together, and adding more virgin, can help _ )
. : them at least once a year. Keeping them clean, especially free of
depending on the scenario.

RLO DQG ZDWHU EDVHG RQ PDQXIDFWXUHUTV
Concerning metallics, if you are reclaiming them, you want to \RX VRPH SDLQ $V IRU AXLGLILQJ LQ JHQHUD

NHHS WKH UDWLR DURXQG  YLUJLQ WR 0% &BB RRNGHINSY W KGIVPBB LTy day. Do

it all; pumps, hoppers, guns, pick up tubes, membranes, and

uniform.
KRVHV %HWWHU WR ¢QG D EURNHQ SLHFH RI
than half-way through an application, right?

. . A GUIDE TO APPLYING POWDER COATINGS
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Fluidizing Beds

These days, most coating lines, large or small, use hand or

for small parts and valve bodies — so we are going to cover some
of the issues you might come across in using them.

6R MXVW ZKDW DUH AXLGL]LQJ EHGV" *LYHQ V
FRPPRQ DQ\PRUH \RX PD\ UHFRJQL]JH AXLGL]I
UDWKHU WKDQ E\ QDPH %DVLFDOO\ D AXLG
YLUWXH RI D AXLGL]LQJ SODWH RU PHPEUDQF}
WKUHH WLPHV IDVW 7KLV SODWH LV SODVWL
thousands of small holes - think of an air hockey table — which

the air is diffused through, thereby creating a curtain of air that

keeps powder suspended.

:KLOH ZHUH RQ WKLV WKHUH DUH WZR ZD\V
XVHG 7KH ¢UVW LV ZKHUH \RX KHDW WKH SDU
D AXLGL]HG EHG 7KLV FDXVHV WKH SRZGHU W
to the part. After this, the part goes into the oven and the powder

LV FXUHG 7KH VHFRQG PDQQHU RI XVLQJ AXL
electrostatic charge is applied during the coating process.

DXWRPDWLF SRZGHU JXQV WR DSSO\ WKHWhyarerdtirlyidizing Beds BopRarad L1H G

beds are an older way of applying powder coatings, and though
they are probably not as widely used as they once were, they
are still in use today. Not as common as they once were, they
still, have their place and of course, still have a set of potential
issues that go with them. Some job shops favor them — typically

ifs coatings

For the most part, money. Fluidizing beds, by virtue of their size,
require a lot of power and powder to get going. Also, they are not
DV HI¢FLHQW RU SURGXFW VDYLQJ DV VSUD\
automatic line. As better equipment became available over the
\HDUV AXLGL]LQJ EHGV IHOO RXW RI SRSXODL
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Fluidizing Bed Issues

There are all manner of ways for jobs to go wrong. Fluidizing
beds, just like with most job shop equipment, come with their
own particular baggage. Let’s jump right into it, starting with...

Depending on the parts thickness, density, shape, and
recommended dwell time, the temperature it is heated to needs

to be adjusted. If the part is too hot, the heat with fuse loose

particles together before they even touch the part. Similarly,

) ) powder not making it on the area can be heated and fused by the

Particle Size SDUW SDVVLQJ WKURXJK WKH AXLGL]HG EHG
If the powder, due to reclaiming or efforts on the manufacturer’s DURXQG WKH AXLGL]HG EHG DQG ZLOO HYHQYV
SDUW LV WRR ¢QH LW FDQ FDXVH DOO PDQOMXKRL WURXEPW VEWHHRABLBXW XNVLQJ D ¢O
EHG SRZGHU WKDW LV WRR ¢(QH FDQ F EaKhdlig asuHey-blixd@ddd the RignibtaledHd block air holes.

Keeping a close eye on the powder levels and the actual amount

of powder on the bed is a smart idea. Now, if you leave a part in the bed for longer than advised,
WKH ¢OP EXLOG ZLOO FRQWLQXH WR WKLFNH
Pick up tubes are usually positioned roughly an inch above the DQG GUHDG WKLFN ¢OP EXLOGV FDQ FDXVH |

ERWWRP RI WKH AXLGL]LQJ PHPEUDQH ,| \dReaXg&2¥ kb SAGRIRY, RXIBE0IBREhGHtMar coats.
ARZLQJ LQWR WKH KRSSHU LW ZLOO VLQN WR WKH ERWWRP DQG FDXVH DOO

sorts of problems. Newer equipment circumvents issues like this It goes without saying that paying super close attention to the

by having many settings that you can adjust depending on what WHPSHUDWXUH RI WKH SDUW JRLQJ LQWR W
the job needs. amount of time it spends in there (line speed) is essential.

Part Temperature and Dwell Time Air Supply and Rat Holes

If your job shop uses the method where you preheat the substrate A bad air supply — bad either from damaged equipment, clogs

before moving it through the powder application process, then or not being clean — is an issue that crops up a lot. Not just in

you should pay close attention to the temperature and dwell AXLGL]LQJ EHGV EXW DOO DURXQG %DG DLU
times. application, intercoat adhesion, and, crucially for this guide, the

. ) A GUIDE TO APPLYING POWDER COATINGS
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AXLGL]LQJ SODWHV ,I WKH DLU LV FRQWDTIBLWEH{QPU})_E\ JULPH GLUW RLO RU
water, those particles will cling to any surface they can — and

Fluidizing beds may not be as commonly used as they once
that’s if they don’t contaminate the powder itself.

were, but they are still a solid piece of equipment for those using
. them. They have their share of problems, what with needing a
%XW ZH DUH WDONLQJ DERXW AXLGL]DWLR Qm(ﬁjm%fvpow&e‘? lfoWuchiBrZan(P(%@ n'?a%t\enance, but
howdy does a dirty air supply mess everything up. Fluidizing keep them clean, mind your powder levels, and follow our tips for

plates, in particular, have issues when the holes in the membrane JRRG AXLGL]DWLRQ DQG \RXfOO EH JROGHQ
get blocked. As said holes are tiny, it does not take much for them

to become clogged, and once they are you get a problem called

rat holing. . L .
g @ For further questions or inquiries drop us a line

. . Y, at coatingsinfo@ifscoatings.com
An ugly name for an ugly problem, right? Rat holes are basically 7 g @ g

when, due to clogged air holes, the air, and therefore the powder,
SXVKHV WKURXJK XQHYHQO\ DFURVV WKH AXLGL]HG EHG :KHUH WKH DLU
does push through, itis more concentrated and causes geysering.

6SHDNLQJ RI FRQWDPLQDWLRQ«7\SLFDOO\ LI D MRE VKRS XVHV AXLGL]HG

beds they have multiple beds for different chemistries to avoid

cross-contamination between formulas, and they can also swap

them out for color changes. Sometimes this means separate

AXLGL]HG EHGVY DQG RWKHU WLPHV LW PHDQV XVLQJ D UROO RQ UROO RII
systems where they can swap out beds as needed. Keep this in

mind when considering your own systems.

. ) A GUIDE TO APPLYING POWDER COATINGS
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Cured Film Properties - Issues, Causes and Solutions

There is always a deep sense of satisfaction when you pull a

VXEVWUDWH RXW RI WKH FXULQJ RYHQ DQG ¢QG QR YLVXDO LPSHUIHFWLRQV
As with most job shops, there are a number of different tests

that you can perform to test the quality and consistency of the

¢OP DQG YDULRXV RWKHU FXUHG ¢OP SURSHUWLHV 1RZ ZKHQ ZH VD\
HFXUHG ¢OP SURSHUWLHVY ZKDW ZH DUH DFWXDOO\ WDONLQJ DERXW LV
ZKLFK SDUWLFXODU DVSHFW RI WKH ¢OP LV EHLQJ WHVWHG IRU H[DPSOH
adhesion or pencil hardness.

It is always important to test the durability and quality of a job

before sending it off to the customer, so we will be covering the

PRVW LPSRUWDQW FXUHG (¢OP SURSHUW\ LVVXHV ZKDW FDXVHV WKHP
DQG KRZ WR VROYH WKHP %XW ¢(UVW RIl RQH SLHFH RI DGYLFH IRU
across the board: always get the customer to specify what they

HISHFW WKH QDO SURGXFW WR ORRN OLNH DQG LI WKHUH DUH DQ\ VSHFL¢F
performance requirements from the coating. Sample panels,

especially samples of the coating and substrate the customer

wants, are an excellent prop for such discussions. Clarify exactly

what is needed of the coating so that no one is going into a job

blind.

. . A GUIDE TO APPLYING POWDER COATINGS
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$OVR VRPH RI WKHVH LVVXHV DUH SURG XHRWpBQdrBIISXER WIud) av H-lesiBifty: F

What tests are performed all depends on what equipment a job
shop uses, on what kind of substrate, and what is needed of the
coating. This is another important reason why it is a great idea to
have a chat with your customer and determine what they need
and are expecting. And of course, referring to the TDS will be a
big help here!

That done, let’s get to it!

Cracked formation from impact - Image Credit: Paint Defects: Powder Coating:
Failures & Analyses

ifs coatings

The biggest factor affecting impact resistance is under or over-
curing. While different product types, for example, urethanes
and polyesters, have different impact resistance performance,
generally it all comes down to the time and temperature in the
oven. Now, the next possible tangle in this line comes from
improper substrate prep. Many of you reading this already know
how vital pretreatment and cleaning the substrate is in any job;
you can use the best paint in the world, but if you do not pretreat
properly the coating may struggle to pass the impact resistance
test.

(Really, you'll see pretreatment and cleaning crop up a lot in this
guide as most issues with application and cure go back to doing
neither properly.)

2Q0H RWKHU WKLQJ WKDW FDQ DGYHUVHO\ DIIHI
LV LI WKH ¢OP LV WRR WKLFN 7KH WKLFNHU W

three mills) the less impact resistance you will get in the end.
Two to three mils (max) is a good ballpark to stay in!

The Fix

Refer to your TDS and whatever guidelines your suppliers/
manufacturers have laid out and adjust your dwell time, cure
time, and oven temperature accordingly. Every minute and

A GUIDE TO APPLYING POWDER COATINGS
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degree counts! If you are following these directions and still have
problems, then look at your lines pretreatment process/’s and
cleaning method/’s. A good coating can still fail many tests, not

MXVW LPSDFW UHVLVWDQFH DQG AH[LELOLW\ EHFDXVH RI SRRU SUHS

off, check your equipment and concentrations, and maybe even
contact the pretreatment supplier.

Avoid the guesswork of playing with equipment settings and
concentrations by testing a coating on B1000 ACP panels. These
are cleaned and pretreated already and can save you some time

E\ HVVHQWLDOO\ WURXEOHVKRRWLQJ \RXU VA\VWHP

impact resistance test, then it is your pre treat system that needs
adjusting.

Poor Adhesion

Largely, what causes issues with adhesion is the same as what
affects impact resistance — poor pretreat and cleaning. However,
one thing that we did not mention above is that if a substrate is
not a uniform thickness, and a job shop does not account for
this, problems can arise in the oven. It comes down to how those
differing thicknesses in the substrate heat up; a one-inch area
will heat up faster than a three-inch thick area. This can also
apply to different types of substrate. Consult with your substrate
supplier if you have issues here. Otherwise, refer to the advice
above for adhesion problems!

ifs coatings

JLUVW

, /) WKH ¢OP SDVVHV WKH
Under Cured

Poor Corrosion Resistance

Guess what causes this issue? You are right! Poor pretreatment,
FOHDQLQJ DQG RU XQGHU FXULQJ %XW DOVR
in particular, is a biggie if the coating is going to be exposed to the

elements, and if the substrate is not prepared, cured, or coated

ZLWK D WKLFN HQRXJK ¢OP FRUURVLRQ LVVX
line.

The Fix

Different substrates need different pretreatment systems. Cold
rolled steel performs differently than aluminum, for example, and
they require different formulas and systems. Using shot blast
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PD\ EH WKH ULJKW ¢[ IRURQH EXW PD\ LUUHYRFDEO\ GDPDJH DQRWKHU
So! Sit down with the customer and clear up what they expect

concerning corrosion resistance and lay down what your job

shop is capable of providing. Any job shop that does not take this

step is potentially setting them up for failure — not just concerning

corrosion resistance.

Poor Abrasion Resistance or Pencill
Hardness

6WUDLJKW XS LI D ¢OP LV XQGHU FXUHG LW LV QRW JRLQJ WR SHUIRUP
as it should. It is a shame when this happens, as visually the
coating looks good, but it just fails any pencil hardness test —
sometimes so badly that what you’ve got is a reject. For the most

part, an under-cure is caused by improper dwell time and oven
temperature. Mandrel Bend - Image Credit: Paint Defects: Powder Coating: Failures
& Analyses

The Fix

5XQ DQ RYHQ UHFRUGHU SUR¢{OH WR VHH LélglslgH RYHQ LV IXQFWLRQLQJ DV LW
should — like getting to the right temperature within a certain time.
If everything is ship shape with the oven, then perhaps you need
to take another look at the required temperature and dwell time for

the substrate and coating. Generally, increasing the temperature _ _ _ ‘
and dwell time in the oven will improve this issue, but it's easy to tell |mmed|ate|y if the glOSS coat has not come out as it should.
to slip from under-cured to over-cured — cook it too much and JARX KDYH D FRDWLQJ WKDW LV VXSSRVHG WF

WKH ¢(OP ZLOO EHFRPH EULWWOH SHUKDSTHY IR WHEBITBHI WKkiPSrofPHy 'RX ZLOO EH
Refer to your supplier or TDS for accurate information. the bat — and so will the customer.

The gloss of a coating can be affected by under or over-curing.
Simple, right? Now, while not a common test, it is an easily
measurable one — any experienced job shop will usually be able

. ) A GUIDE TO APPLYING POWDER COATINGS
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The Fix Chipping

Fixing this issue depends a little on what kind of oven your job Of all the visual defects that you can get with coatings, chipping
VKRS XVHV *DV ¢UHG FRQYHFWLRQ RY HQmigHt bd Rd thbsy th@edsaht-Qit' lobk& MK for you as a job
have their own pros and cons, but gloss levels, in particular, can shop, opens up a substrate for corrosion, and just looks awful.
EH VOLJKWO\ WULFNLHU WR ¢([ ZLWK LQIUDWIH® RFOKYW VS VKLGINIHW K RORIKN BE\NH DOO RI
line-of-sight, a part can come out of the oven with a high gloss we are covering, it comes back to the cure. But chipping can also
in some areas and low gloss in others. Unfortunately, the only FRPH IURP ¢OP WKLFNQHVY DQG WKH SUHWUH
way to really get around issues with gloss, concerning infrared
ovens, is to have a chat with your manufacturer about the pitfalls Well, if the surface is not prepped properly, the powder will not
Rl LQIUDUHG YHUVXV JDV ¢UHG FRQYHFWIERQDEOB W B \DIBERIXNIK WRI WWHLYXUIDFH $V IRL
your dwell time and/or temperature that is effecting the gloss, all always better. Too thick and chipping, among other things, will
you have to do is adjust the time and temperature. Easy enough! result.
The Fix

The best way to prevent these issues is to pay close attention
to your equipment. What are the settings on your gun? Check
the KVs and cut back if you need to. What is the feed pressure?
Maybe turn that down a notch. Plus, pay close attention to your
spray time and gun to surface distance. Often, it is the little things
that sneak up on you that can ruin a job.

Sometimes, what it really comes down to is the product itself; what

it is formulated to do, how you cure it, and what type of substrate

the coating is being applied to. When choosing a product, don’t

just decide based on color or special effect — check out which
Delmenation product types suit your job shops needs best.

. ) A GUIDE TO APPLYING POWDER COATINGS
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To Wrap Things Up...

So many of the issues outlined above stem from poor surface

SUHSDUDWLRQ ¢(OP EXLOG RU FXUH )RUWXQDWHO\ WKHVH DUH DOO WKLQJV
that you can control reasonably easily and there are some pretty

VLPSOH ¢[HV 6R DUPHG ZLWK \RXU FXVWRPHUTVY H[SHFWDWLRQV WKH

TDS, great surface prep and good line management, you can

reduce rejects and create great work!

@ For further questions or inquiries drop us a line
» at coatingsinfo@ifscoatings.com
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The Trials and Tribulations of Hoses and Pumps

Simple as they might seem, the hoses and pumps of your

DSSOLFDWLRQ DQG AXLGL]LQJ HTXLSPHQW DUH VRPH RI WKH PRVW
important parts. If they do not work properly, break, or are

contaminated, the whole system goes kaput — likely leaving

you with a reject at the end of a job. Within this guide, we will

be going over some great tips for the care and maintenance of

hoses and pumps, as well as covering some of the main issues

that can appear.

Let’s start with...

Pumps

The main type of pumps used today for powder coatings are

Venturi pumps, and pumps are sort of like the heart of your

equipment. They blow air across the top of the pickup tube,

which creates a negative pressure. In addition to the powder

feed air, there is an atomizer which mixes additional air into

the powder being conveyed through the hoses and aids in a

FRQVLVWHQW ARZ 1RZ ZKDW WKH SXPSV GR LV EDVLFDOO\ FRQWURO WKH
ratio of powder feed air to atomized air.

. . A GUIDE TO APPLYING POWDER COATINGS
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Maintenance

Putting it simply, pumps need to be maintained frequently and
consistently. Depending on how much you use them, the various
parts pumps are made of will wear — and faster than you think
too. A good habit to get into is to check over the wear parts every

be checked for wear and tear on a regular basis. The O-rings,
in particular, must be given regular maintenance because if they
are damaged or torn extra air will be pulled in; which can cause
a number of problems, including gun spits and surges.

GD\ DV SRZGHU LV DEUDVLYH %HWWHU WKNEGEY B YOL cRR eopfig!pay P aRig ppact fusion

start of a shift than for it to crop up in the middle of an application.

is to reduce the air pressure settings of the guns and transfer

*XQ VXUJHV JXQ VSLWV DQG LQFRQVLVWH®WTARSG RYTRS a¢ KEHN [PFiap Rygtems to move air

issues that can occur because of a faulty or broken pump. Best
to avoid them, right?

Common Issues

Impact Fusion

If your pressure levels are too high, you may encounter a
problem known as impact fusion. Basically, inside of the pump

and powder through and back towards a feed hopper, and just
like their cousins, transfer pumps require regular maintenance.

Moisture in the air supply or in the environment can also
cause impact fusion. As we've covered previously, powder is
hygroscopic, meaning that it will pull moisture in from the air
if it is there. Once that moisture is on the powder, it starts to
form clumps that will grow bigger and bigger, and possibly even

SRZGHU VWDUWY WR EXLOG XS $V LW ExLTPE P clog uniig Nosss: guUispRERYTIPS, P XesR majsture
[lURP WKH DLU VXSSO\ LQVWDOO DGGLWLRQDC

become restricted. (At this point many people will turn up the feed
pressure, which only worsens the problem.) As the impact fusion
worsens problems such as gun spits and surges can occur. Most
manufacturers will have some sort of gauge that will let you know
when it is time to replace a wear part. Be sure to check your
manufacturers guidelines for when and how to check for wear.

Pick-up tubes are another part that should, like pumps and hoses,

ifs coatings

chiller as extra insurance. Finally, if you can, control the amount
of moisture in the environment of the application room via the air
conditioning system; humidity is what creates moisture in the air,
so keep things dry and cool.

Sometimes in transit powder can compact and almost clump
together. Breaking the powder up beforehand will help the box

IHHGHU FUHDWH D VPRRWK ARZ Rl SRZGHU
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simply by lightly rolling the bag of powder around or running the There are afew little things that can build up into one, big problem.

powder through a 60 mesh screen, before then popping it back /LNH LI WKH AXLGL]LQJ PHPEUDQH JHWV ZDWH
in the box. is poor, the pickup tubes and pumps will start to create a void in

WKH AXLGL]HG SRZGHU LQVLGH WKH KRSSHU
you’ll get gun surges and spits — sort of our go-to bad guy for this

guide.

Other Issues

Proper maintenance is really the only way to avoid all of these
problems. So, make sure checking pumps and hoses, especially
wear parts, is on your daily maintenance list and check it twice.

Knowing how your equipment functions is a good way to avoid
making a silly mistake, like mixing up your powder feed with your
atomized air feed. Also, when cleaning pumps, you might want
to get into the habit of disconnecting the air lines connected to
them. If powder is accidentally blown back up into the controllers
or valves, the lifespan of the equipment will be reduced.

. ) A GUIDE TO APPLYING POWDER COATINGS
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Hoses

+RVHVY DUH OLWHUDOO\ MXVW WKH KRVHV WKI
from the pump to the gun. Over the years, hoses have been
PRGL¢HG WR SHUIRUP EHWWHU :KHUH KRVH\
synthetic rubber, they are now often made of a form of conductive

plastic. This reduces the amount of static charge that a powder

can pick up as it moves through the tubes. The addition of a

conductive strip, or wire, redirects what static charge does build

up towards the grounding of the hopper.

On a typical powder gun you will generally have two controls,

one for the powder feed, and one for the atomizing. Depending

on how you set everything up, these settings will allow you to

KDYH D VWUHDP RI SRZGHU RU D FRQVLVWHC
WKH AXLGL]LQJ KRSSHU WKURXJK WKH KRVHV

Maintenance

Like pumps, hoses require consistent maintenance. They also
require cleaning in between jobs — that is, if you are changing
colors or chemistries. Say you were spraying a red, and then a
clear topcoat. In between jobs, the hoses, pump, gun and such
should be cleaned to avoid contaminating the powder. At IFS
Coatings, we would even recommend having different sets of
hoses for light colors, dark colors, and different chemistries.
Hoses can be expensive, but so too can having to redo a job
because of a reject.

. ) A GUIDE TO APPLYING POWDER COATINGS
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Now, not all hoses are the same. Some are made from different
materials and depending on what the chemistry of your powder
is you may need to use different types of hoses (by this, we
mean that the hoses are physically made of). For example,

KDYH VXQN WR WKH ERWWRP VR ZKHQ \RX WX

there will be a huge surge of powder. Point the gun away from
the substrate until the air and powder regulates itself to a smooth
ARZ (DV\ GRQH

AXRURSRO\PHUV ZLOO WXUQ LQWR D VHPL VROLG VWDWH LQ FHUWDLQ W\SHV RI

hoses — like vinyl — and will start to build up inside the hose itself.
If you ever run into an issue like this, talk to the manufacturer of
both the powder and the equipment.

If you ever need to replace a hose, we truly recommend that
you buy said replacement/s from the people that manufacture
the equipment you use. Sometimes, different brands just are not
compatible.

Common Issues

Length

You do not want too much of a hose run. The longer a hose
is the more chances there are for things to go wrong, and the

Constricted Hoses

,W LV DFWXDOO\ SUHWW\ HDV\ WR VWUDQJO|

supply in a hose, even by stepping on it. Sometimes the damage
is permanent too. This damage can be caused by bending the
hose to the point where it kinks, stepping on it, or laying/rolling
equipment over it. This is especially common when job shops
spray by hand; a wayward foot or bending the hose to do the
underside of a substrate can do more damage than some people
realize.

But what does a constricted hose actually cause? Gun spits, for
one. Surges, for another. The best way to avoid these problems
is to just be spatially aware during an application. That is if it
isn’'t already second nature! Otherwise, keep your hoses free

PRUH SRZHU DQG SUHVVXUH \RX QHHG WBndFE:BaYb’fthQeqm()hi@]t_ARZ R

SRZGHU WKURXJK LW
feet where possible.

Do not just pick up a hose and jump right into spraying the

substrate, especially if the hose is on the longer side. See,
powder has just been sitting in that hose, perhaps some will even

ifs coatings
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If your job shop uses non-conductive hoses, your applicator must
be careful about the hose coming in contact with any metallic
surfaces — like a stray piece of metal on the ground — as this
will cause arcing. The static charge that powder gathers as it
moves through the hose will literally arc to that metal, possibly
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even burning a hole through the hose. Either keep a sharp eye
for metal on the ground or swap your hoses for conductive ones.

Final Tips

Typically, when an issue with pumps or hoses occurs, what you
will see are gun surges and spits. From there, diagnosing the
problem is a simple process of elimination. First, check if your
powder feed and atomizing settings are dialed in right. Second,
be sure that your hoses aren’t kinked or constricted. Third, see if

It may seem like a waste of time to check the pumps every day,
but it really is a great investment of your time! Overall, checking
the guns, pumps, and hoses will not take that long, and it is better
WR ¢QG DQ LVVXH EHIRUH WKH IDFW WKDQ DI\

Andtwo , if you have an issue with moisture and the powder starts

WR EDOO XS LQVLGH WKH AXLGL]LQJ KRSSHU
WXEHV LW ZLOO VWDUW WR FRQJHVW WKH S
DOZD\V EH IUHH ARZLQJ DQG AXLGL]LQJ SURS

WKHUH LV D VWHDG\ ARZ Rl SRZGHU FRPLQiéiEIQ;&\%/WqueVWI%ﬁ %fkssaugsg ."GC\;(E?CER}I SVRAPT particles

the powder to air ratio if needed. Fourth, if you hadn’t already,

HYHQ ARZ X WDUW FUHDWLQJ LPSD

FKHEN WKH ZHDU SDUWV LQVLGH RI WKH ESGPU" agyise.aboygpih regprfls fo canteliieg moisture and

for any signs of impact fusion inside the pump. If you still haven’t
found the problem, it might be time to call your manufacturer.

humidity, and you’II‘be alright.

To recap, we have gone over two the most important parts of job

AV IRU WKRVH ¢QDO WLSV«ZH KDYH WzR JYPASHIPREN: KPSEF NG RYTRP TNRTE a{f & Jupoer of ways

guide with!

One, preventative maintenance is our motto for this guide.
Stopping a problem before it even becomes a problem is your
best line of defense. Always check the pump before the start
of a shift. Take it apart and check for wear and impact fusion,
and never, ever clean the inside of a pump with any kind of
metal cleaning scour. It will do more harm than good, creating
little gouges inside the pump that will be a ripe starting point for
impact fusion to form. A wooden popsicle stick is actually a good
alternative for metal brushes.

ifs coatings

that jobs can go wrong that involve these two parts, but a proper,
daily maintenance schedule and some attention to detail will
solve most of the said problems. Take care of your equipment,
and it will take care of you!

@ For further questions or inquiries drop us a line
7 at coatingsinfo@ifscoatings.com
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The Little Things: Keeping Order in Your Job Shop

A job shop can be a hectic, at times chaotic, place to work.
Depending on how big your shop is, there can be a lot of people
RQ WKH ARRU DW D WLPH PXOWLSOH
stages, and all sorts of jobs lining up to be done. No matter how
much experience you have running or working in a job shop,
you probably have a good idea of how quickly problems can
arise —and not just rejects, mind you. Malfunctioning equipment,
bad communication, and irregular maintenance will all cause
problems, big and small, down the line.

Which brings us to this guides topic: maintaining a good line
and keeping your job shop in order. We have put together
some all-around great advice for just how to do this! Heads up,
some of this may seem basic, especially if you're old hat in the
industry, but the more you know the better prepared you will be
for unexpected issues.

Housekeeping and Preventive
Maintenance

Take care of your equipment and it will take care of you, or
something to that effect. Preventive maintenance is perhaps the

ifs coatings
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best way to keep things running smoothly. Hoses, pumps, wear

What else does preventive maintenance cover though? The

SDUWV ER[ IHHGHUV DQG AXLGL]LQJ KR ysHeaimants! \s@reireating is eng ofvtheNmagt important

care of frequently and consistently.

Previously, we have covered how easily cross-contamination
can manifest, especially when dark and light powders are put
through the same equipment. This is why blowing out the hoses,
JXQ SLFN XS WXEHV FKHFNLQJ WKH
FOHDQLQJ WKH AXLGL]LQJ KRSSHU
essential when changing between different colors or chemistries;
it also helps stay atop of impact fusion. Also, when blowing out
equipment like pumps, detach the atomization hoses otherwise
powder will get blown back up into the controls. Pumps also need
to be monitored for wear and impact fusion, and never cleaned
with abrasive tools like scours — it will do more harm than good.

One cannot just drop a pickup tube into a box feeder and leave
the box wide open. All sorts of nhonsense can blow inside, from
dirt to bugs. A contaminated coating can easily lead to a reject,
and contamination can come from not cleaning the hoses and
SXPSV SURSHUO\ DV ZHOO
and/or box feeders, something that needs close attention are
the O-rings in the pumps. These must be monitored closely,
especially if they are conductive as if these go bad the gun will
start surging.

ifs coatings

steps in a job, keeping the equipment and supplies in order is
vital. Check all the stages, ensure that you are complying with
chemical suppliers requirements concerning concentrations,
check the nozzle pressure, the temperature, the dwell time, all of
that. It is also a good idea to keep your water tanks on a dump

AXVEKH@XOHHPEUDOHVKDDBWHU \RX UH,;00 WKH
L1 \R X be teter disgolve\sofde AnotBey Risgthaihouly be checked

frequently for plugs or wear is the nozzles on the washer risers.
Hard water can also cause issues by causing scale to form, so
the risers and nozzles need to be checked frequently as well.

A daily checklist should include turning on the pumps and
checking that the nozzles are spraying properly. Plus, if you are
going to be doing pre-treatments that day, all the equipment
and such should be given a thorough once-over. This includes
checking the titration for the pre-treat system.

Ovens need to be maintained too. If you don’t have an oven

.1 \RXU MRE VKrecgrdgrnyten @ng [0Gthe Ibesy wars 3@ tegd vhat an oven is

reaching the temperatures it should is to use a handheld infrared
thermometer — which is not overly expensive. Cleaning ovens
and application areas is necessary to avoid cross-contamination
as well; powder is like sand, in that it gets everywhere you don'’t
want it to.
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What other equipment needs to be cleaned on a regular basis?
The racks! Racks with powder build-up may not provide a good
ground. Whatever cleaning method you choose, burning, grinding,
what-have-you, set it up to happen on a regular schedule. Bad
ground causes a plethora of annoying issues.

Coaters, listen up! Do not spray anything but powder in your
VSUD\LQJ URRP
can potentially contaminate your current work and future work if
they come in contact with an open box of powder or your powder
application equipment.

Overall, when it comes to housekeeping and preventive
maintenance, having a clear daily checklist for how to go about
it all, including changeovers, is important; someone needs to be
accountable for this process.

Powder Storage

We have said it before, and we will say it again: powder must
be stored in a cool, dry place. Proper storage makes all the
difference, especially with the more sensitive powders. Ideally,

really must be kept in optimal condition, otherwise, you'll start to
get impact fusion and gun spits.

Proper storage does not have to be an elaborate setup. A simple

VWRUDJH URRP ZLWK D ZDOO XQLW ZRUNV VR

kept clean. Do what works for you, really.

1R OLTXLGV QR DHURVR®ec@d KeepimgHVH LWHPYV

Do you know what powder you have, how old it is and how long
it's been there? Is it still good? Is it labeled correctly? To avoid
problems down the line, and make the most of the powder you've
bought, keep detailed records of your supplies. Supplier, product
name, description, code, batch number — if available — and date
of purchase should all be noted down. If you have a problem
with a powder these records will certainly help, as will snapping
photos for image records.

Other important records to keep tight hold of are the Technical
Data Sheet and SDS. Sticking to the numbers provided on these
sheets will go a long way to ensuring coatings come out of the
oven as they should. Also, be sure that your oven can reach the

SRZGHU VKRXOG EH VWRUHG LQ WHPSH U STPRaWe p R w166k & 16 AlT8 29epf 8@ to buy a gauge

degrees or less with 50%z+ 10% humidity. Remember, the more
moisture in the air, the quicker clumps, lumps, and bumps will
form in the powder. If you prefer to use box feeders, powder

ifs coatings
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Make sure you have both a Safety Data Sheet (SDS) and a
Technical Data Sheet. Your powder provider can send you these
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electronically or physically if you don’t get one with your order.

How much powder you use is another detail to keep track of.
Keeping inventory between jobs, weighing the powder box before
and after spraying is a simple way to monitor your expenses and
manage your power output. Sudden spikes or drops in output
can hint at problems with your equipment too!

What else should be tracked? Well, creating references,
especially for ongoing or repeat jobs, by recording gun settings,
kVs, powder settings, micro amps, pre-treat, oven settings, and

VXFK ZLOO EH H[WUHPHO\ EHQH¢(¢FLDO LQ WKH ORQJ UXQ

draw back to these records if problems crop up during a job to
double-check that everything is set as it should be. Keeping these
records, and other things like the housekeeping we mentioned
above, available for your operators is handy.

Keep records of maintenance checks and repairs/replaced parts
and job requirements. It may seem tedious and redundant, but
clearly laying out what is going on, when, and how, goes a long
way to keeping order. It all needs to be tracked to some degree.

ifs coatings

Color Library

<RX FDQ HYHQ

Color libraries are a useful tool. At IFS Coatings, we provide
free samples of color cards, brochures, and sample panels. Job
shops can keep these on hand as references for themselves and
for customers. Of course you can pass these materials off to your
customers so that they always have some resources from you on
hand all the time. Most suppliers will have a range of samples on
hand; there are lots of materials that are available to job shops
that are free, all you have to do is ask.
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Wallboards are available too — you can grab one of ours for
DURXQG 7KHVH DUH D JUHDW LGHD IRU MRE VKRSV RI DOO VL]JHV DQG
work hard for you; they make your walls look great and display
your color capability really easily. These boards display around

FRORUV DQG VSHFLDO HIIHFWV DV ZHOO DV KDYLQJ VSDFH IRU FRORU
cards or brochures and straight away the customer can see what
\RXU MRE VKRS LV FDSDEOH RI DQG KRZ WKH ¢QDO FRDWLQJ ZLOO DSSHDU

Color cards are great, but building your own color library is hugely

EHQH¢{FLDO (YHU\ WLPH \RX JHW QHZ FRORUV RU SURGXFWV VSUD\ XS
some extra panels — this is also an easy way to test out new

products.

To Wrap Up...

Whew, that as a lot. Right? So, while there might seem like a

boatload of things that you need to watch out for and do, it can

RQO\ EHQH{¢W \RXU MRE VKRS .HHSLQJ GHWDLOHG UHFRUGVY VWD\LQJ RQ
top of preventive maintenance and housekeeping, having proper

storage, and building a color library are all fantastic ways to keep

order of the chaos. Plus, most of our suggestions above don’t

cost a dime. In fact, it will probably save you money — and a fair

bit of frustration — down the line.

@ For further questions or inquiries drop us a line
w at coatingsinfo@ifscoatings.com
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