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GENERAL, SPRAY PAINTING METHOD FOR PRIMFRS AND ENAMELS

1. SCUPE

Ine spray painting method for pPrimers and enamels is a tried and
proven techmique which ensures that any overspray occuring falls on
to a previously applied wet coat. The purpose of this standard is
Lo obtain a cowplete wet coat on the entire outer vehicle surfaces,
betore any interior areas are attempted.

Paint overspray is capable of being totally absorbed by a freslily
applied wet coat, such that after baking it is non~evident in the
painted surface. ’

1f lLiowever, overspray is permitted to fall on to dry surfaces, dry
$pray and surface irregularities will be evident after baking in the
painted surtace.

Poorly primed surfaces resulting from incorrect spray application
may result in the primer fiim remaining porous after sanding and
lealding to primer defects such as “sinkage” which is visible after
enamel application.

wWhen spraying horizontal exterior surfaces, such as hood, roof or
decklid, both operators should start at the same time, sawme place
aud spray simultapeously in the same direction. By waintaining this
technique deposits of overspray om adjacent areas can be avoided.
Larger areas such as hood, roof and decklid should always be sprayed
from the ceantre outwards. Outside edges and cormers should be
sprayed last. Carrying out this operation 1in reverse order i.e.
edges before centre will alumost certainly result in orange peel in
the baked film.

lnterior surfaces must be sprayed after the exterior as this is the
ouly way to ensure that umavoidable overspray is absorbed by the wet
exterior coat. The first coat of paint must fully cover the body
and be cf sufficient wetness to absorb overspray. Catre should be

taken to avold sags and rums.

2. SPRAY GUN DISTANCE

Spray guns for non-metallic colours should be held at a distauce of
approx I5U-200ma from Lie vehicle surfaces. lhis also applies to
buse coat umetallics except tnal on applicatiocn of the third coat the
distance should be iucreased to approx 200-250Umm.

Spraying too close causes sags and ruas whilsr spraylng too far away
Causes_ orange peel and dry spray (sece fig 1 & 2).
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3. SPRAYGUN POSITION
Spray guns must always be kept at right angles to the work being
sprayed (see fig 1 & 3). Aay change of gun position in a vertical
or horizoatal direction will result im an uneven paint film which
will be too dry on one side and too wet on the other. The gun
should not be operated in 3 bowlike manner since uneven application
with excessive thickness in the middle may result (see fig 4).

4. SPRAYGUN HANDLING
Ihe material being sprayed has to be applied at a coustant rate, aad
on vertical’ surfaces, In iforizontal movements. The spraying
movement “should be started just before the gun is triggered. Just
betore the end of the spray stroke the trigger should be released.
ln this way, excessive paint build up at the eund of the stroke is
avoided. (see fig 5 & 6)
A 5UZ overlap of the spray pattern should be aimed at in order to
obtain a good full coating of the surface. (see fig 7J.

5. SPRAYING SPEED
lhe speed of spraying will vary as it is dependent on several
factors:-
a) Ine material and viscosity used.
b) Ihe waterial flow rate.
c) The nature of the surface to be painted.
d) the operator's spraying technique.
e) lhe quality required after painting.
1) lhe line speed.
It is preferred to use the slowest possible movements comsistent
with obtaining a good wet, sag and run free tinish.
Too fast a movement willi cause orange-peel or dry spray. Tou slow a
wovewent will cause runs or sags.
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o. MATERIAL FLOW RATE & SPRAY AIR PRESSURE

Haterial flow rates and air pressures should be ad justed to suit
materials and equipment being used. Too low an air pressure will
result in orange peel whiist too high a pressure causes excessive
overspray and dry film appearance.

7. SAFETY RECUMMENDATIONS

All spray operations must be conducted in line with Natiomal Health
and Safety Rules in force.

FOR FOB
- Health and Safety at Work ete, Act (1974).

. Highly Flaumable Liquids and Liquified Petroleum Gases
Regulations (1Y72).

- USE Guidance Hote EHL6 Isocyanates: toxic hazards and precautions.

- HSE Guidance nNote FPH25 Vehicle Finisiing wunits: fire and
explosion hazards.
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