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Coating Efficiency of Wooden Doors by Manual Electrostatic Spraying

LI Bo, ZHANG Zhan-kuan

(Research Institute of Wood Industry, Chinese Academy of Forestry, Beijng 100091, China)

Abstract: Coating efficiency of wooden door samples conducted by normal spraying guns and
electrostatic spraying guns were compared. Testing results showed that coating efficiency of the door leaf
by manual electrostatic spraying increased from 61.7% to 76.7% compared with the control, and even to
84.5% when a ground conductive plate was used on the door back. The coating efficiency of door frame

samples by manual electrostatic spraying also increased from 52.7% to 69.7%, compared with the control.
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Fig.1 Two spraying methods of door leaf samples
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Fig.2 Spraying method of door frame samples
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Tab.2 Coating efficiency of door frame samples by different
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