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ABSTRACT

PT. Jindal Stainless Indonesia is a company located in Gresik, this company is
engaged in manufacturing that produces Stainless Stell. In this study aims to
calculate the value of Defect per Million Opportunity (DPMO) and sigma value

and give some improvement proposals.

The method used in this research is Six Sigma DMAIC method. Six Sigma method
is a method or technique in terms of control and improvement of product. The
Failure Mode and Effect Analyze (FMEA) and Fishbone Diagram methods in Six
Sigma are used to find the root cause of the problem and suggest the correct

improvement.

Some types of product defects that occur in the production process are: Scale, Out
Thick To, Scartch, Sliver / Blister, Bright Patch, Wavy, Herring Bone, Dent Coll,
Pickling and Color Surface. The disability is caused by several factors. Then the
factors causing the occurrence of product defects that became the focus of
research, namely the Department Finishing. And one of the proposed
improvements are cutting knives on the machine Cut To length (CTL) and Slitter
should be replaced periodically and should be often observed sharpness

according to standard.

Based on the analysis table in the data before and after the improvement of the
increase of sigma value of 0.2 on the attribute data and a decrease in percentage

failure cost of 3.50%.

Keywords : Six Sigma DMAIC, Failure Mode and Effect Analyze (FMEA),

Fishbone Diagram
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ABSTRAK

PT. Jindal Stainless Indonesia adalah perusahaan yang bertempat di Gresik,
perusahaan ini bergerak dibidang manufaktur yang memproduksi Stainless Stell.
Dalam penelitian ini bertujuan untuk menghitung nilai Defect per Million

Opportunity (DPMO) dan nilai sigma dan memberi beberapa usulan perbaikan.

Metode yang digunakan dalam penelitian adalah metode Six Sigma DMAIC.
Metode Six Sigma merupakan suatu metode atau teknik dalam hal pengendalian
dan peningkatan produk. Metode Failure Mode and Effect Analyze (FMEA) dan
Fishbone Diagram dalam Six Sigma digunakan mencari akar penyebab masalah

dan memberi usulan perbaikan secara tepat.

Beberapa jenis — jenis kecacatan produk yang terjadi di proses produksi yaitu :
Scale, Out Thick To, Scartch, Sliver/Blister, Bright Patch, Wavy, Herring Bone,
Dent Coil, Pickling dan Colour Surface. Kecacatan yang terjadi disebabkan oleh
beberapa faktor. Maka didapatkan faktor penyebab terjadinya kecacatan produk
yang menjadi fokus penelitian, yaitu pada Department Finishing. Dan salah satu
usulan perbaikannya yaitu Pisau potong pada mesin Cut To length (CTL) dan
Slitter harus diganti secara berkala dan harus sering diamati ketajamannya sesuai

standart.

Berdasarkan tabel analisis pada data sebelum dan sesudah perbaikan adanya
peningkatan nilai sigma sebesar 0,2 pada data atribut dan adanya penurunan

persentase biaya kegagalan sebesar 3,50 %.

Kata kunci : Six Sigma DMAIC, Failure Mode and Effect Analyze (FMEA),

Fishbone Diagram
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