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Abstract
178
The purpose of this industrial research project is to reduce the number of product defecgvgs(i)n a
powder painting process through analysis of the factors which cause the thin-paint in Reinforcing
Plate parts. The design of experiment technique is applied to specify an appropriate production
setting, which results the small number of defectives. The study began with studying the cost of
poor quality, and the results showed that thin-paint parts contributed the highest cost variant. Then,
the influential factors were listed in the cause and effect diagram created by experts in
brainstorming. Failure Mode and Effect Analysis (FMEA) was used to find the potential high
impact factors. Next, these potential factors were analyzed in several experiments. The results
displayed that the statistically significant factors were painting gun velocity, electric charge of the
painting gun, and the quantity of powder paint. The appropriate production setting level were 27
cycle per min. of painting gun velocity or of up-down velocity, 70 kV of the electric charée, and 1.5
bar of the paint powder quantity. Finally, the new setting condition has set in the production line,
and reduces the number of thin-paint parts to 0.33 percent from originally 11.9 percent of the total
number of Reinforcing Plate produced, and decreased the total number of defectives in the powder

painting process from 4.04 percent to 2.5 percent.





