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The purpose of this industrial research aims to increase percent of on time delivery, emphasizing the
reduction of the number of color discrepancy reworks in reactive color cotton dyeing process. The
target was to reduce at least 30 percents of the current color discrepancy level. The cause and effect
diagram was used to identify the causes. Then, the root causes were analyzed and statistically tested.
The analysis showed that the main reason of color discrepancy was the difference of picked up color
between laboratory and production. The picked up color was the result of pressure of squeezing
roller. Regression Analysis was applied to model the relationship between percent of picked up
color and pressure of squeezing roller in laboratory. The results from regression model revealed
that the proper setting of the pressure of squeezing roller was 1.0 kgf/cmz. The setting produced the
transferable color formulas from lab to production process without any changes, which was usually
happened in the past, and showed no color discrepancy. After a month implementation, the number
of Color Discrepancy was reduced approximately 58 percents of the total number of color
discrepancy, and the number of on time delivery was increased from 90.53 to 93.03 percents of the

ordered products.





