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RINGKASAN

SARFINA MUSTHOFA, Jurusan Teknik Industri, Fakultas Teknik, Universitas
Brawijaya, Juni 2014, Pendekatan Lean Manufacturing untuk Mereduksi Waste
Menggunakan Value Stream Mapping, Dosen Pembimbing: Mochamad Choiri dan Lely
Riawati.

Lean Manufacturing merupakan suatu pendekatan terstruktur dalam
mengintegrasikan seluruh aktivitas yang terkait dalam suatu proses transformasi produk
atau jasa sehingga dapat dengan mudah diketahui pemborosannya dan segera dilakukan
perbaikan. PT X merupakan salah satu perusahaan yang bergerak pada bidang garment
bordir terbesar di Jawa Timur dengan produknya yaitu berupa baju koko atau baju
tagwa bermotif bordir. Pada proses produksi baju koko tersebut, masih terdapat
beberapa hal yang kurang efisien sehingga dapat dikategorikan sebagai waste. Waste
akan lebih mudah diidentifikasi dan direduksi dengan menggunakan pendekatan Lean
Manufacturing.

Pada penelitian ini digunakan salah satu tools dalam konsep lean manufacturing
yaitu value stream mapping (VSM) yang bertujuan untuk menggambarkan aliran
produk mulai dari masuknya bahan baku hingga produk jadi. Pengidentifikasian waste
diawali dengan menggambarkan current state map, melalui penggambaran ini maka
dapat diketahui dan dikelompokkan waste ke dalam kategori 7 waste. Waste yang
berhasil teridentifikasi antara lain defect, unnecessary motion, unnecessary inventory,
waiting, excessive transportation, overproduction, dan inappropriate processing.
Setelah itu dilakukan analisa akar penyebab timbulnya waste menggunakan fishbone
diagram. Dengan mengetahui akar penyebab timbulnya waste, maka dapat dirancang
usulan rekomendasi perbaikan yang tepat dan sesuai dengan masalah dan kondisi PT X
itu sendiri.

Usulan rekomendasi perbaikan yang diberikan terkait adanya 7 waste pada proses
pembuatan baju koko di PT X adalah kegiatan maintenance dengan tepat, penggunaan
metode forecasting, penambahan fasilitas kerja berupa kursi dan earplug, serta usulan
perbaikan tata letak fasilitas area produksi. Setelah diberikan usulan rekomendasi
perbaikan terhadap waste yang ada, maka dapat digambarkan prediksi future state map.
Disini terlihat bahwa ada 7 titik perubahan pada proses produksi baju koko bordir di PT
X, minimasi waktu pada proses bordir, perubahan jadwal produksi yang sesuai
kebutuhan, minimasi waktu dan jarak antara 2 lokasi produksi, simplifikasi kerja
(penggabungan proses pembersihan dan control akhir), minimasi waktu antara proses
pembersihan dan setrika (reduksi jumlah rework), serta minimasi jumlah inventory pada
gudang finished good.

Kata kunci: lean manufacturing, value stream mapping, forecasting, tata letak fasilitas.
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SUMMARY

SARFINA MUSTHOFA, Department of Industrial Engineering, Faculty of
Engineering, Brawijaya University, June 2014, Lean Manufacturing Approach to
Reduce Waste Using Value Stream Mapping, Academic Supervisors: Mochamad Choiri
and Lely Riawati.

Lean Manufacturing is a structured approach to integrate all the activities
involved in a process of transformation of a product or service so that it can be easily
known the existing waste and immediately performed repair. PT X is one of the
companies engaged in the field of garment embroidery and this company is the largest
in East Java with the product is koko clothes with patterned embroidery. In the
production process of the koko clothes, there are still a few things that are less efficient
so it can be categorized as waste. The waste will be more easily identified and reduced
using Lean Manufacturing approach.

This research use one of the tools in the concept of lean manufacturing called
value stream mapping (VSM), which aims to describe the flow of products ranging
from entry of raw materials to finished products. Waste identification begins by
describing the current state map, through the representation it can be seen and classified
waste into 7 categories of waste. Waste that were identified among other are defects,
unnecessary motion, unnecessary inventory, waiting, excessive transportation,
overproduction, and inappropriate processing. Then can be analyze the root causes of
waste using a fishbone diagram. By knowing the root causes of waste, it can be
designed appropriate suggestions and recommendations for improvements according to
the problems and the conditions in the company.

The proposed recommendations for improvements related to the 7 waste in the
manufacturing process of koko clothes in PT X is the appropriate maintenance
activities, the use of forecasting methods, and the addition of working facilities such as
a chair and earplug, and as well as proposed improvement to the layout of production
facilities. After being given recommendations for improvements in existing waste, it can
be described predictions of the future state map. Here we can see, there are 7 change
spots of the koko clothes production process in PT X, that are minimize the embroidery
process time, change at production schedule which appropriate with the requirement,
minimize time and distance between 2 production area, work simplification (cleansing
and final control process are merged), reduction amount of rework, and minimize
amount of inventory in finished good warehouse .

Keywords: lean manufacturing, value stream mapping, forecasting, layout planning.
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