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ABSTRAK

PT. Toso Industri Indonesia adalah perusahaan yang bergerak di bidang
manufaktur, khususnya memproduksi window decoration seperti Curtain Rail,
Venetian blind, Roll Screen, Roman Shade dan lain lainnya. Dari beberapa mesin
pada proses Windows Decoration, Peneliti hanya memfokuskan kepada mesin
stamping press AIDA 200 Ton. Karena efektivitas dan efisiensi mesin rendah
yang memilliki waktu downtime yang tinggi yaitu sebesar 50.202 menit.Untuk
meminimalisir waktu downtime maka menggunakan metode Total Productive
Maintenance dengan perhitungan nilai Overall Equipment Effectiveness (OEE)
dan Six Big Losses. Hasil penelitian menunjukkan bahwa hasil persentase dari
perhitungan nilai OEE pada bulan Januari 2020 — Desember 2020 yaitu sebesar
54, 94%. Faktor six big losses yang paling berpengaruh pada rendahnya
efektivitas mesin adalah Setup and Adjustmend Loss dengan persentase 28, 60%
dengan usulan perbaikan dengan Metode 5W+1H: Autonomous maintenance
terhadap mesin, Dibuatkan stopper pada mesin dan dies, PIC khusus untuk trial
dies setiap shift, Membuat batasan waktu untuk QC pengecekan produk,
Mengganti baut stopper pengunci material dengan yang baru. Reduced speed
losses dengan persentase 28, 40% dengan usulan perbaikan dengan Metode
5W+1H : Membuat daftar list standard kecepatan setiap dies, Merubah diameter
punch cutting, Membuat lembar laporan hasil stroke setiap dies, Membuat
warning tag untuk waktu pelumasan part setiap satu jam sekali.

Kata kunci: Overall Equipment Effectiveness (OEE), Six big losses, Setup and
Adjustment Losses, Reduced speed losses.
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ABSTRACT

PT. Toso Industri Indonesia is a company engaged in manufacturing, specifically
producing window decorations such as Curtain Rail, Venetian blinds, Roll
Screen, Roman Shade and others. From several machines in the Windows
Decoration process, the researcher only focuses on the AIDA 200 Ton stamping
press machine. Because the effectiveness and efficiency of the machine is low, it
has a high downtime of 50,202 minutes. To minimize downtime, the Total
Productive Maintenance method is used by calculating the Overall Equipment
Effectiveness (OEE) and Six Big Losses. The results showed that the percentage
result of calculating the OEE value in January 2020 - December 2020 was 54,
94%. The six big losses factor that has the most influence on the low effectiveness
of the machine is the Setup and Adjustment Loss with a percentage of 28.60%
with the proposed improvement with the 5W+1H Method: Autonomous
maintenance on the machine, Make a stopper on the machine and dies, special
PIC for trial dies every shift, Make time limits for product checking QC, Replace
the material locking stopper bolt with a new one. Reduced speed losses with a
percentage of 28.40% with a proposed improvement with the SW+1H method:
Make a list of standard speed lists for each die, Change the diameter of the
cutting punch, Create a report sheet on the results of each die, Create a warning
tag for part lubrication time every one hour.

Keywords: Overall Equipment Effectiveness (OEE), six big losses, Setup and
Adjustment Losses, Reduced speed losses.
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