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ABSTRAK

Industri manufaktur dituntut meningkatkan efisiensi dan kualitas, namun
proses produksi jumbo bag di PT Kerta Rajasa Raya masih mengandung berbagai
pemborosan. Hasil Current Value Stream Mapping menunjukkan total lead time
sebesar 515 menit dengan waktu bernilai tambah 280 menit sehingga Process Cycle
Efficiency (PCE) awal sebesar 54,37%, yang mengindikasikan masih terdapat
proporsi aktivitas non value added yang cukup signifikan dalam proses produksi.
Data periode September 2024—Agustus 2025 menunjukkan jumlah unit defect 3.973
pcs dari 386.803 pcs produksi (rata-rata 1,323%), rework 3.909 pcs, waiting 72
menit, motion 60 menit, transportation 25 menit (4,85% dari lead time), serta
overproduction rata-rata 1.778 pcs per bulan yang berdampak pada inventory.
Analisis menggunakan VALSAT dan fishbone menghasilkan rancangan perbaikan
berbasis Kaizen berupa penjadwalan pemanasan mesin sebelum proses dimulai,
perancangan barcode checklist start-up, pembuatan fray dan penataan alat
pendukung di area kerja untuk mengurangi motion, serta penyusunan urutan
penggantian /ist mesin printing. Berdasarkan Future Value Stream Mapping,
rancangan tersebut diproyeksikan menurunkan lead time menjadi 420 menit dan
meningkatkan PCE menjadi 66,67%, serta dilengkapi dengan rancangan dashboard
digital Looker Studio sebagai alat pemantauan kinerja produksi secara
berkelanjutan.

Kata Kunci : Lean Manufacturing, Waste, Value Stream Mapping (VSM), Efisiensi,
Kaizen, Process Cycle Efficiency (PCE).
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ABSTRACT

The manufacturing industry is required to enhance efficiency and quality; however,
the jumbo bag production process at PT Kerta Rajasa Raya still contains various forms of
waste. The results of the Current Value Stream Mapping indicate a total lead time of 515
minutes, with value-added time of 280 minutes, resulting in an initial Process Cycle
Efficiency (PCE) of 54,37%. This indicates that a considerable proportion of non-value-
added activities still exists within the production process. Data from the period September
2024 to August 2025 show 3.973 defective units out of 386.803 units produced (an average
of 1,323%), with 3.909 units requiring rework. In addition, waiting time accounts for 72
minutes, motion 60 minutes, and transportation 25 minutes (4,85% of total lead time), while
overproduction averages 1.778 units per month, impacting inventory levels. Analysis using
VALSAT and fishbone diagrams resulted in Kaizen-based improvement proposals,
including scheduling machine preheating before the production process begins, designing
a barcode-based start-up checklist, creating trays and organizing supporting tools in the
work area to reduce motion, and establishing a structured sequence for printing machine
list replacement. Based on the Future Value Stream Mapping, these proposed
improvements are projected to reduce lead time to 420 minutes and increase PCE to
66,67%. Additionally, a digital dashboard using Looker Studio is proposed as a tool for
continuous monitoring of production performance.

Keywords: Lean Manufacturing, Waste, Value Stream Mapping (VSM),
Efficiency, Kaizen, Process Cycle Efficiency (PCE).
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