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ABSTRAK

PT. Sinar Garuda Makmurindo, sebuah perusahaan manufaktur karton box,
menghadapi tantangan berupa tingginya tingkat cacat produk yang mengurangi
efisiensi dan kepuasan pelanggan. Penelitian ini bertujuan untuk mengoptimalkan
pengendalian produksi menggunakan metode Six Sigma dan Failure Mode Effect
Analysis (FMEA). Dengan pendekatan DMAIC (Define, Measure, Analyze,
Improve, Control), penelitian ini mengidentifikasi penyebab utama cacat produksi,
seperti ketidaksesuaian pengaturan mesin, kualitas bahan baku yang rendah, dan
kesalahan operasional.Hasil analisis menunjukkan nilai Defects Per Million
Opportunities (DPMO) sebesar 52.667 dengan rata-rata level sigma 1,55.
Identifikasi faktor-faktor kritis menggunakan diagram Fishbone dan FMEA
menghasilkan Risk Priority Number (RPN) tertinggi pada kerusakan sheet krepek.
Usulan perbaikan meliputi pelatihan operator, perawatan mesin yang teratur, dan
implementasi pengujian kualitas bahan baku secara ketat. Pendekatan ini
diharapkan dapat mengurangi tingkat cacat, meningkatkan efisiensi produksi, dan

mendukung peningkatan kualitas produk secara keseluruhan.

Kata kunci : Pengendalian Produksi,Karton Box,Six Sigma,FMEA (Failure Mode
Effect Analysis
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ABSTRACT

PT Sinar Garuda Makmurindo, a carton box manufacturing company, faces
challenges in the form of high product defect rates that reduce efficiency and
customer satisfaction. This study aims to optimize production control using Six
Sigma and Failure Mode Effect Analysis (FMEA) methods. Using the DMAIC
(Define, Measure, Analyze, Improve, Control) approach, this research identifies the
main causes of production defects, such as machine setting mismatches, low raw
material quality, and operational errors.The analysis results showed a Defects Per
Million Opportunities (DPMO) value of 52,667 with an average sigma level of 1.55.
Identification of critical factors using Fishbone diagram and FMEA resulted in the
highest Risk Priority Number (RPN) on sheet krepek damage. Proposed
improvements include operator training, regular machine maintenance, and
implementation of strict raw material quality testing. This approach is expected to
reduce defect rates, improve production efficiency, and support overall product

quality improvement.

Keywords : Production Control,Carton Box,Six Sigma,FMEA (Failure Mode
Effect Analysis)
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