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Introduction
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procediires to transfer--' e prellmlnaw pa|nt
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coating:

Ideal Paint: Coating: T
Careful pre-treatment.of the underground.._ =
Selection| off thefcorrect application proce,,sqsm-
Drying




Overview of Application Processes

Application Surface Restrictions Working Solvent Application
i X : Emissions Efficienc

Process Quality Dimensions Geometry Others Speed /
Brushing medium tergood SmiallFAreas - - Very good oW, very good
Rolling good Accessibility - medium oW, very good
Pouring very good Working width Nearlylevel - high oW very good

restricted surface
Rolling/. medium toigood Working width [level surface = very high oW very good
Coill Coating limited
Conventional medium Object volume No scooping| parts Edge Thinning high Je)y VeRAgood
Flooding medium Object volume NG scooping| parts Edge Thinning high Loy VeRagood

limited
Electro-Immersion low: Object volume NG scooping| parts E high Je)y Vemnrgood

limited
Air-Atomisation good - = = STl high [e)y
llow! Pressure '
Air-Atomisation excellent - - - small tormedium Very high veny low, ¥
High Pressure —
Air-Atomisation very good - - - low high [0)} —
HVLP ::
Airless' Atomisation medium - E - high medium good —
Airmix Atomisation good - - - medium high medium [
Electrostatically very good = No Faraday Cage Conductive medium high good =
supported substrate » .
Atomisation <

-

High rotation very good - No' Faraday Cage Conductive medium high good
Atomisation substrate
Powderspraying good - - Conductive subs. medium nearly’ none medium
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Overview Application Processes

Application Surface Restrictions Working Solvent Application
uali . X issi Efficienc
Process Quality. B Ensions Geollietry Others Speed Emissions y
Brushing medium to good Small Areas - - very low low very good
Rolling good Accessibility - medium low very good
Pouring very:good Working width Nearly level strface - high [e)% very good
restricted
Rollingy. medium te'good Working width l'evel surface - very high [e)% very . good
Coil Coating limited
Conventional medium ©bjeict volume No scooping parts Edge thinning high
Flooding medium Object volume Nojscooping parts Edge thinning | high
limited - -
Electro - Immersion low, Object volume INGISCOOPING parts = high o Veh goods
limited —
Air Atomisation good = = = low high low
Low Pressure
Air Atomisation excellent = = = low to medium very high very low
High Pressure
Air Atomisation very good = = = low high low
HVLP
Airless Atomisation medium = = = high medium good
Airmix Atomisation good = = = medium high mediuml
Elektrostatically very: good - No Farady Cage Conductive medium high good
supported Substrate
Atomisation
High' Rotation very good - No'Farady, Cage Conductive medium high good
Atomisation Substrate

Powderspraying
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Application Procedures, Rolling and Brushing

eilgi el goliczition) ezlrriecl gut it
Suitz1le i spall surfzles aires of for SPOL: |mprovement

Can be used nearly eEVErRWhHEnRE :
(OO COVErade; alseifor AEEPEPOIEEMIEEIOELS!
Unproblématic coverage of defectl Ve surfaces

L.ow paint less

Highrlevel offmantallabour required 7 ﬂ e S
Criticall application methed (Brush ridges) E— e
Regular film thickness istdifficult to achieve =




Application Procedures, Rolling and Brushing

Paint applicationpsiearieal ‘
SUfiace quality IStdEPENEENT: upé"h LENollerselection

Rolling hasithe followingradvanta@gesiane dlsagy.a Zlej=5 1) Cornparisor to
PrUSHING

Iihe labour needediis considenanly Iower: St e
Even filmithickness | 'Ti\"i;‘ e
Smoother surface = A

The underground shoeuld be even
Underground WettingNs poorer




Application Procedures, Rollmg and Brushlng

Of the neoprenerollen compared tortheNioekiirENol Ers

Al POCKELS 1N’ the surface f“ e o
LLess resistant terselvents = e
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Application Procedures, Pneumatlcal Appllcatlon

Atomisation CIRENIITMTIELEI I NSREGIIE: 2»'-‘-*31* et of the
Speed| O theraiiFjERISIUSES - | | .

e

Compressed ai gunsE aremWidel used"and Ohfer thesfollowing advantages anad
disadVantages

Ven/ goeed andfineratomisation
Ustiallyashighrstrface quality;
Even film: thickness

Nearly: stricture-free surface
(GO0od COVErage Ofi complex formediparts

Highi material loss (overspray) B t—
High emission off volatile paintfcomponents --.< —
Danger off surface destrucuienrby: spray: mist W




Application Procedures, Pneumatical Application

Y

. ] D J““ .£'_. . 42 ‘ v

4
L

L)
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air feed Paint feed
Horn bore

Horn air forms

the air jet to form
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Air 9 (Annular gap, Air nozzle) . o
3 et needle

Regulated Air




These changes to the spray parameters have the following effect on the result of =%
the paint coating:
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Application Procedures, Pneumatlcal Appllcatlon

JIEN DO, sy?i"gms ha e proved UIENISEIVES

Gravityfeed

Seated Under thelspre

........

Separate for processing largen paintiguantitiess = ——e




Application Procedures, Pneumatlcal Application
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Application Procedures, Airless Application

Tihel atomisatiohmoR the ‘materiall is c-rled' UL DY
mechanicall force) therelfect: 0 the Speed off the palnt fle)yy
ltselffis used, 1.e: -

Paint: material s presseam(ceeoIsiiy to 1t vaJJJr\/ ard
paint type) through a nozZzlea e RSO No ),

because: of: the extremer turbulences, and NIGHRSPEEEthE
PaINt spray. IS term apart and “atomised after Ieaving_'thv'h_e':;nozzl_e;é_.-:.f

- T




Appliation Procedures, Airless Application

I"OW! Spray mist eHnation
Paint:withrar RIGRVISCOSItYACan BENIOGES
Greater material floWNEZEsi 0N/ iy

LR

Poor atomisation " Uneven surface R
Sharply: defined borders of the spray.jet —
No: quantity: regulation during the.application o ———




Application Procedures, Airless Application

AdVantages compared toral pure Alkless appllcatlon

Betterssurfiace =
Softer transition: ofi the spray:jet e =

Lower: paint pressure e L fier
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Influencing Factors
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Influencing Factors
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Test Methods

Waelkz)var Thilekse
— Tihickness Gatge
Dry-lLayersickAess

— Eddy Current Technlque
GlosS N
— Tri-Gloss (202, 60°, 85 i —H :
Adhesive Strength S

— Cross-Cut Test 2 ?‘ I_-;:
— The pull-offi test it W




Test Methods

= L T L NS Y
Cross-Cut-
Parameter Description Image
Gt.0 The cut edges are completely smooth, no part of the

coating has been chipped off.

Gt.1 No coating splitters have been chipped of at the
intersections of the squares;
Chipped off area about 5% of the part piece

Gt.2

The paint is chipped off along the cut edges and/or at the
intersections;
Chipped off area about 15% of the part piece

The paint has been chipped away in wide strips along the
cut edges and/or the coating has been completely or

partially chipped away from individual parts;
Chipped off area about 35% of the part piece

The paint has been chipped off in broad strips along the
cut edges and/or chipped off wholly or in part from
individual parts

Chipped area about 65% of the part piece

Chipped off area is more than 65% of the part piece




