WHY VISCOSITY TESTING

With so many things affected by reduction and since we have no control
over the weather, if you can keep the viscosity of your material consis-
tent, it will always spray well. Every spray gun and every material has its
own particular viscosity requirement, so a reading that worked well for
one gun might not work well for another.

Start by spraying some finish and adding reducer, if necessary, until it
sprays and lays down the way you want it to. Measure the viscosity.
From now on “tune” your finish with reducer to get the same reading and
it will spray out of that gun the same way every time, regardless of the
temperature.
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you will need the fol!owmg materials:

1. Ford # 4 Dip Viscometer

2. Stopwatch

3. Athermometer (Note: A product's viscosi‘ty changes as temperature chanqe Typicaily, heat
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. A container iarge enough to accommodate the
Ford #4 Dip Viscometer. In most cases, the
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5. At least four inches of product in the container.

1. Be suie you have an adequate amount of materiai in a farge enough container (as described
above).
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Have the stopwatch ready.

‘Uq‘

Quickiy and smoothiy, raise the Ford #4 Viscometer out of the material. As the cup breaks
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CALCULATING DRY FILM THICKNESS

Dry Film Thickness =
Wet Mils x Solids by Volume

This formula helps us determine how many coats
we will need to get a total finish film that is the rec-
ommended 3-5 dry mils thick.

The chart is based on applying a 5 mil wet coat a 5
mil wet coat.

% SOLIDS BY DRY FILM
VOLUME PER COAT
10 0.5
11 0.55
12 0.6
13 0.65
14 0.7
15 0.75
16 0.8
17 0.85
18 0.9
19 0.95

20 1

21 1.05
22 1.1
23 1.15
24 1.2
25 1.25
26 1.3
27 1.35
28 1.4
29 1.45
30 1.5
31 1.55
32 1.6
33 1.65
34 1.7
35 1.75
36 1.8
37 1.85
38 1.9
39 1.95
40 2

41 2.05
42 2.1
43 2.15
44 2.2
45 2.25
46 2.3
47 2.35
48 2.4
49 2.45
50 2.5
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