





BASIC POWDER COATING

by Peter Graham

Everyone in the 912 world
gloats about powder-coated sheet metal:
how good it looks, how well the finish
holds up. On large jobs (like complete
engine sheet metal), | tend to defer to
the professionals. But, what if you have
a few small pieces that you want to do
yourself? Powder coating is as easy as
hitting water falling out of a boat. Good
results, however, are all in the preparation
of the metal to receive the coating. If
the powder coating gets screwed up
prior to curing, it cleans up easily with
compressed air. Post-cure repairs require
using chemical stripper, media blasting,
or etc. Interested?

The equipment needed is fairly
inexpensive; a dry, clean compressed
air source that will supply 5-7 psi at low
volume, a powder coat gun, and a curing
source. Since | have done and continue
to do a lot of mechanical work, | am
blessed to have a fairly large compressor
and a cheap Harbor Freight blast cabinet
with which to prep parts and provide

compressed air. The “clean, dry” 5-7

psi air is supplied through fairly cheap
(Harbor Freight/Northern Tool) regulating,
filtering and drying equipment, as show in
the photo. | purchased additional cheap
(Tractor Supply) couplers/line that are
only used for powder-coating to minimize
the chance of oil contamination.

The powder coating gun and
supplies that | use are from Eastwood
and run $60 to $130 depending on
any discounts and the type of gun
purchased. | have the more expensive
dual-voltage model. | use the Eastwood
semi-gloss black most of the time on
912 parts. For curing, | purchased a new
‘ouilders model” household oven: | found
it on Craigslist and paid $100: it had been
installed in a new home and the home
purchaser desired a different oven. | use
my 220V/50A stick welder outlet with
an extension cord to power it. (Indeed,
the extension cord cost me more to
make than did the ovenl). A toaster oven
will work as well as a heat lamp but

temperature must be monitored. The
curing source should never be used for
cooking food (don’t even think about
using your wife’s oven in the kitchen).

Powder coating uses an electrical
charge to transfer and hold the powder
to the part being coated. | inherited a
wood bookshelf that my father made. |
transformed (up-cycled) it into a powder
coating station. Parts to be powder
coated are hung from the copper wire
that spans the top of the frame. It is
connected to the positive (+) side on
the powder coating charge. The gun
contains the negative electrode used to
impart charge the powder. The photo
shows the parts hung from the wire,
ready for powder coating.

For this article, the pieces that | will
be powder coating are custom rear pan
supports for OI' Smoky (custom because
sometimes | am too cheap to buy the real
parts). | formed them out of mild steel flat
stock, bent them after heating cherry-
red, drilled required holes and MIG-
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welded on captive nuts.

The preparation for powder coating
included media blasting with aluminum
oxide, an aerosol brake cleaner ‘shower’,
and a drying compressed air blast.
You may choose any variety of prep
that exposes bare metal/removes
contaminates: chemical stripper,

wire brush, sandpaper, filing, etc. but
whatever the prep process, the part(s)
must be clean and dry.

The next step is to decide the best
way to hang the part for coating. These
brackets are easy because they have
a threaded hole: | used a long M6 bolt
with pieces of AWG 14ga bare copper
(common household) wire. Using a
threaded hole provides an additional
bonus in that it protects the threads from
the powder. A piece may be suspended
by looping through a hole or making
a sort of ‘hair-clip’. It is important to
understand how the hanger will affect
the powder flow/coat and thus the
finish. After installing the hanger, | clean
each part one more time with aerosol
brake cleaner wearing nitrile gloves,
removing body oils that may have
been deposited during handling. This
is followed by another compressed air
drying. | then heat the part to remove
any volatiles: this can be done using the
curing method (my oven is preheating to
the required 450° F at this stage) or in
this particular case, a heat gun (shown
bottom right powder coating station
photo). | mentioned preheating the
oven: Eastwood powders that I've used
require 450° F ‘flow out’ temperature
for 5 minutes followed by a 20 minute
400° F bake. The powder you use
require different settings/times and
pre-heating the oven takes time at
higher temperatures.

Now the part is ready for coating
and is mounted such that it will be
electrically charged when the gun is
being used. | coat these parts outside
the shop, (fresh air) with little wind (want
powder on part). Depressing the charge
button with one hand and squeezing the
gun trigger, the powder is blown onto the

part until coated to the thickness desired.

Too much air pressure will blow powder
off the part, too little will not generate
any powder ‘fog’. My station is built so
that | can move to front/back/over/under
as required to get a good coating on the
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part. Not happy with coating attempt?
A blast of compressed air removes all
traces of powder.

Once | am satisfied with the coating,
| move the parts into the shop with a
pair of long needle-nose pliers gripping
the hanger and moving it to a staging
area, being very careful not to disturb
the powdered part. Please note that at
any time the powder-coated areas are
bumped, the part will either need to be
recoated or will have a blemish: care in
handling is required just like wet paint!

Once all parts are staged, | use the
same technique to hang them in the
preheated oven (rack in top mount). Once
inside, | close the oven door and set the
timer to 5 minutes (as prescribed by the
powder flow-out directions). Once the
five-minute timer chimes, | reset the oven
temperature to 400° F and set the cook
time for 20 minutes (again according to
powder directions). The oven/parts now
require no further attention. (Oven turns
off at timer expiration and parts start a
slow cooling for optimum results.) When
removing hot parts, | will hang them on the
staging rack for quicker cooling. (I am, after
all, impatient, and that’s why | lovepowder
coating — no paint recoat/dry times.)

The five minute ‘flow’ time is usually
enough time to clean up the gun and
station. On the gun cleanup, powder will
adhere to every part of the gun inside
the powder canister, in the nozzle and
on the electrode. | unscrew the canister
and use a hobby brush, trying to brush
as much powder back into the canister
as possible. Once done, the final cleanup
are blasts of compressed air to remove
all remaining traces of powder.

While the parts are curing, there is
enough time to put up all the powder
coat ‘stuff’ and tidy other shop messes
up. When the curing time is done and the
part has cooled, it can immediately be
put into service.

A couple of additional notes:

e Some parts may require masking to
prevent powder coat from getting
on certain areas. There are special
high-temperature masking tapes
(usually fiberglass) that can be used
and left on during curing. For large
area coverage, | find aluminum foil
to work quite well in combination
with tape. There are also high
temperature caps and plugs that

can be used and can go directly
into the oven, without need for
removal. There are other masking
methods that can be used during
coating but are removed before
curing (at the risk of disturbing the
uncured powder).

e While | try to use copper wire for
hanging (up to AWG 10ga), it is not
always practical: stainless steel/
safety wire is sometimes needed for
adequate support.

e | arge parts may require two or
more hangers which dramatically
complicates success. | leave large
parts/large quantities of parts up to
the professionals.

e POWDER IS A BREATHING
HAZARD AND CAN BE EXPLOSIVE
if left ‘hanging’ in the air. Always
powder coat in areas with adequate
ventilation. Powder also expels
small amounts of isocyanate as
the powder flows out in the oven:
another breathing hazard.

e DO NOT USE A GAS OVEN/

OPEN FLAME TO CURE POWDER
COATING! (see note above)

e There are products that can be used
in conjunction with powder coating
to fill or level surfaces.

e Non-metallic parts (electrically non-
conductive like glass) can be coated
through a process called “hot
flocking” where the part is heated
to a recommended temperature,
sprayed with powder (which
adheres and starts to flow) and then
flowed/cured.

e Some powders require additional
steps after curing, including coating
with clear powders.

e There is a wide range of powder
colors now available, including
chrome (rusty tail light reflectors
anyone?), neon, translucent, pearls
and flakes in all manner of sheens
from matte to super gloss.

Powder coating is a great alternative to
traditional paint methods and there is little
chance of runs unless excessive powder
is applied. The process takes very little
skill and hinges mostly on preparation and
careful handling prior to curing. Hobby
powder coating is very rewarding and a
powder-coated part can be put in service
in a very short time: “coat and cure” in
under an hour. &
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IN THE NEXT ISSUE...

2017 Hill Country Rallye

e How to use a voltmeter on your 912

e Patches comes together
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MARK YOUR CALENDARS

EVENT LOCATION DATE
Oyster Run to Marshall Marin County, CA May 20, 2017
Steve McQueen Car Show Chino, CA June 3, 2017

Livermore Valley
Back Roads Tour

Livermore, CA

June 17, 2017

PCA Porsche Parade Spokane, WA July 9-15, 2017

West Coast Rendezvous Murphys, CA October 19-22, 2017

East Coast Rendezvous Fontana Village October 11-15, 2017
Resort, NC

Treffen Asheville Ashville, NC September 20-24, 2017

Hill Country Rallye Texas March 22-25, 2018
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Join us!

When you join the 912 Registry, you are joining a vibrant community of dedicated car enthusiasts. You also will receive our club magazine
which publishes four times per year. In order to increase efficiency and make life more manageable for our volunteers, the 912 Registry only
accepts credit card payments for membership and membership renewals.

https://912-registry.clubexpress.com

Annual Membership: 1 Year $35 or 2 Years $70 (For outside of USA members, add $15 per year.)

Porsche 912 ownership is not required for membership.

e USED * NEW e REBUILT PARTS
* Transmission Specialists * Gears * Torsen Limited Slip
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D S VRN 7191 Arapchoe Road, Boulder (0 (303) 443-1343

UNLOCK
YOUR
PORSCHE'S
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POTENTIA

714-630-5025

BENTONPERFORMANCE.COM
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912Registry.org

912 Registry
PO Box 3436
Clovis, CA 93613

912 Registry Official Merchandise

Driving Cap
Low profile 6-panel with preformed visor and adjustable leather
fo strap. Available in Black and Khaki. All hats are a faded stone
@ washed look One size fits all. | $19
W "
__-’.

AN

— —

Grille Badge

—

T-Shirt Polo Shirt Key Fob

Logos front and back. Available in Black, White and Grey with silver  Just what you need to finish off your interior restoration, or to impress
Men’s sizes M-L-XL-2XL | $18 embroidered logo. Men’s M-L-XL-2XL | $28 the concours judges! Genuine hand-stitched leather with cloisonné
Women’s (fitted) size Medium only | $12 enameled 912 Registry logo. | $15

To Order: Send check payable to 912 Registry to: Karol Nesdale, PO Box 3436 Clovis, CA 93613

Be sure to specify Quantity, Item, Color and Size. All prices include Shipping and Applicable Taxes.



