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indings of Case Study [
- prompred Process Training
staff o perform an in-
house comparison of pressure
fed HVLP and conventional air
spray equipment using a rela-
rively high viscosity coaring.
The intent of the study was 0
assess the performance of
HVLP and conventonal air
spray in regard 1o transfer effi-
ciency, production speed and
finish quality when spraying a
relatively high viscosity indus-
trial coating.

Spray application equipment
used for the study included a
variety of HVLP and conven-
ional spray guns pressure
fed by a diaphragm pump.
Because of the viscosity of
material, fluid nozzle sizes
selected for the study ranged
in diameter from 0.070° 10
0.087". Alemizing air to the
spray guns was conveyed

HVLP (HC) 6.2 psi 0.086"
‘onventional 4 psi 0.070"
(CD)
HVLP (HD) 6.8 psi 0.087"
‘onventional 5.5 psi 0.070"
(CF)

'Dynamic air pressure measured at the pressure gauge on the regulator at the wall of the spray booth,

through a 25-foot section of
3/8-inch air hose fitted with
large capacity quick discon-
nects. Fluid from the pump
was  conveyved  through
approximately five teet of 3/8-
inch fluid hose 1© a Micro
Motion Elite fluid metering
sensor. This metering system
was used o monitor wd
record the amount of material

sprayed for each spray gun on
4 mass and volume basis. Tt
also provides information on
the density, temperature and
fluid delivery rate (on a mass
or volume hasis) of the mate-
rial sprayed. After exiting rthe
sensor, the fluid oaveled
through approximately 25 feet
of 3/8-inch fluid hose to the
inlet of the spray gun.

Test panel eonfiguration used in the case study.

49 psi 4.2 0z/min 2.0 0z/min
30psi 1.50z/min 2.4 0z/min
58 psi 5.3 0z/min 3,6 0z/min
38 psi 3.00z/min 3.8 oz/min

Measured with atomizing air hase disconnected from the spray gun at a working height of five feet.
Measured with atomizing air supplied to the spray gun at a working height of five feat.

65% 2.00 6.82 0z
64% 1.85 6.86 0z
67% 2,05 6.89 0z
66% 1.89 6.26 0z
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