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Abstract 1 7 2 3 9 4

According to the studying of wood-furniture painting process, we found a high amount of
defect from painting process that the main defect of the problem is orange peel féature. The
objective of this study was to design and analyze an experiment that could be used to find optimal
values of factors that would reduce orange peel feature defects in wood-furniture painting process
that defined the influent factors of the defects then the Cause and Effect Diagram was
recommended. There are five possible factors; the spray gun height, spray gun speed, belt speed,
air pressure and viscosity of paint. After performing Taguchi Techniques as a screening
experiment, it shows that the viscosity of paint and air pressure are significant influence to the
orange peel feature defects at the levelou= 0.05, while the remaining three factors are not
significant. The two significant factors are then investigated further using 3’ Factorial Design and
Response Surface Methodology for finding the optimal factor values. The analytical result
indicates that the factor values for minimizing the orange peel feature defects are then found to be
the viscosity of paint [10-10.5] seconds and the air pressure is 4 bars. The results were applied to
a factory which previously had 532 pieces defects per month in an average production of 10,000
pieces per month. Using the optimal factors values reduce the defects by 60.49% to only 210
pieces defects per month. These results allow in a reduction in rework cost from 306,432 baht per
year down to 120,960 baht per year, for a net saving of 185,472 baht per year or it can reduce the

rework cost around 60.53%.





