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Abstract

PT United Can Company is a manufacturing company that produces
canned as the main product. In addition to producing tin packaging, PT United
Can Company also produces tolling / Spare parts machines for use on the
production line. Spare part production machine components are manufactured at
the workshop department through some process of machining such as lathe,
fraise, and wire cut, grinding through both manual and CNC machines. To
produce quality spare parts and tolling precision (0.001 mm) and then was used
CNC machines. But in their occupational CNC machine is often a breakdown so
that the machine can 't operate. After observation, the engine is often a breakdown
in the engine adalan HASS-TM3. This study aimed to quantify the effectiveness of
HASS CNC machine TM-3 using OEE. OEE formula derived from the calculation
of the value of Availability, Performance and Quality conducted in detail and
identified the losses and damage incurred (six big losess) of each part.

After calculating the overall effectiveness of the machine (OEE), on
average during the period December 12, 2015 until November 2016 OEE values
obtained at 62.23%. This value is far below the standard JIPM > 85%. OEE value
is low because influenced by the value of Performance Efficiency (PE) is the
lowest among the components of the OEE value that is equal to 82.01%. And once
traced by the formula OEE six losess known that breakdown losses (39.19%) were
the cause of the low value of PE which adversely affects the value of OEE.

Furthermore, through the fishbone diagram analysis, can identify the root
cause of the loss of high speed is reduced. and based on the analysis of the loss
can speed dikuragi use fishbone diagram, obtained improvements proposed for
machine maintenance is to involve and integrate the engine components, people,
environment, methods and materials. Thus obtained treatment system that can be
used as a basis for implementing good maintenance system in the workshop
department Fraise division at PT United Can Company in order to improve
engine performance optimally.
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Abstrak

PT United Can Company merupakan perusahaan manufaktur yang
memproduksi kemasankaleng sebagai produk utama. Selain memproduksi
kalengkemasan, PT United Can Company juga memproduksi Tolling/Spare part
mesinuntukdigunakanpada line  produksinya. Spare part merupakan
bagiankomponenmesinproduksi yang diproduksipada workshop
departemenmelalui beberapa proses permesinansepertilathe, fraise,danwire cut,
grindingbaikmelaluimesin manual maupun CNC. Untuk menghasilkankualitas
spare partdantollingpresisi (0,001 mm)makadigunakanlah mesinCNC. Namun
dalam pengggunaannya mesin CNC ini sering mengalami breakdown sehingga
mesin tersebut tidak dapat beroperasi.Setelahdilakukanpengamatan, mesin yang
seringmengalamibreakdownadalanpadamesin HASS-TM3.Penelitian ini bertujuan
untuk menghitung efektifitas mesin CNC HASS TM-3 menggunakan metode
OEE.Rumus OEE berasaldariperhitungannilaiKetersediaan, KinerjadanKualitas
yang dilakukansecararincidanmengidentifikasikerugiandankerusakan yang terjadi
(sixlosessbesar) darimasing-masingbagian.

Setelahmenghitungefektivitaskeseluruhanmesin (OEE), rata-rata
selamaperiode 12 Desember 2015 sampai November 2016 nilai OEE
diperolehpada 62,23%. Nilaiinijauh di bawah JIPM standar > 85%.nilai OEE
rendahkarenadipengaruhiolehnilaiKinerjaEfisiensi (PE) adalah yang terendah di
antarakomponen-komponendarinilai ~ OEE  vyaitusebesar =~ 82,01%. Dan
setelahditelusuridenganrumus  OEE  enambesarlosessdiketahuibahwakerugian
breakdown (39,19%) adalahpenyebabrendahnyanilai PE yang
merugikanmempengaruhinilai OEE.

Selanjutnya,  melaluianalisis  diagram  tulangikan,  dapat di
identifikasiakarpenyebabhilangnyakecepatantinggiberkurang.
danberdasarkananalisiskerugiankecepatandapatdikuragimenggunakan diagram

tulangikan, diperolehperbaikan yang
diusulkanuntukperawatanmesinadalahuntukmelibatkandanmengintegrasikankomp
onenmesin, manusia, lingkungan, metodedanbahan.
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Sehinggadiperolehsistemperawatan yang
dapatdigunakansebagaidasaruntukmenerapkansistempemeliharaan yang baikpada
workshop departemendivisi Fraisedi PT United Can
Companyuntukdapatmeningkatkankinerjamesinsecara optimal.

Kata kunci: Overall Equipment Effectiveness (OEE), Six Big Losess, CNC
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