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ABSTRAK

PT Harapan Sejahtera Karya Utama merupakan perusahaan manufaktur industri plastik yang
memproduksi Polypropylene (PP), Polyethylene (PE), dan High-Density Polyethylene (HDPE),
salah satunya kantong plastik HDPE ukuran 15%30 cm. Proses produksinya meliputi pencampuran
bahan, ekstrusi, pembentukan, pemotongan, penyegelan, hingga pengemasan dan penyimpanan
produk jadi. Berdasarkan data perusahaan, tingkat defect produk kantong plastik HDPE mencapai
7,02% (120,73 ton dari 1721 ton total produksi), jauh di atas standar perusahaan sebesar 3%. Selain
itu, teridentifikasi pemborosan berupa waiting (59,39 menit), unnecessary motion (7,49 menit),
overprocessing (7,12 menit), unnecessary transportation (2,66 menit), serta indikasi unnecessary
inventory dan overproduction akibat penumpukan WIP. Kondisi ini menunjukkan tingginya aktivitas
tidak bernilai tambah dan belum optimalnya aliran proses produksi. Oleh karena itu, penelitian ini
bertujuan untuk mengidentifikasi pemborosan serta merumuskan usulan perbaikan menggunakan
pendekatan Lean Manufacturing. Analisis dilakukan melalui Value Stream Mapping (VSM) dan
Process Activity Mapping (PAM) untuk memetakan aktivitas dan waktu proses, serta didukung oleh
fishbone diagram (6M) dan Failure Mode and Effects Analysis (FMEA) untuk menentukan prioritas
risiko. Hasil menunjukkan tujuh jenis waste dengan prioritas tertinggi pada defect (RPN 441),
waiting (RPN 336), unnecessary motion (RPN 245) dan overprocessing (RPN 224). Implementasi
usulan perbaikan menurunkan jumlah aktivitas dari 39 menjadi 31 dan lead time dari 214,94 menit
menjadi 151,14 menit. Melalui usulan perbaikan aktivitas non value added (NVA) diestimasikan
untuk dihilangkan dan nilai Process Cycle Efficiency (PCE) naik dari 45,42% menjadi 64,59%. Hasil
ini menunjukkan bahwa penerapan Lean Manufacturing mampu meningkatkan efisiensi dan
efektivitas aliran proses produksi secara signifikan.

Kata Kunci: FMEA, Lean Manufacturing, Kantong Plastik HDPE Pemborosan, Proses Produksi.
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ABSTRACT

PT Harapan Sejahtera Karya Utama is a plastic manufacturing company that produces
Polypropylene (PP), Polyethylene (PE), and High-Density Polyethylene (HDPE), including HDPE
plastic bags sized 15 %30 cm. The production process consists of material mixing, extrusion, forming,
cutting, sealing, packaging, and finished goods storage. Based on company data, the defect rate of
HDPE plastic bags reaches 7.02% (120.73 tons out of a total production of 1,721 tons), which is
significantly higher than the company s standard of 3%. In addition, several types of waste were
identified, including waiting (59.39 minutes), unnecessary motion (7.49 minutes), overprocessing
(7.12 minutes), and unnecessary transportation (2.66 minutes), as well as indications of unnecessary
inventory and overproduction due to work-in-process (WIP) accumulation. These conditions
indicate a high level of non-value-added activities and an inefficient production flow. Therefore, this
study aims to identify waste and propose improvement solutions using the Lean Manufacturing
approach. The analysis is conducted using Value Stream Mapping (VSM) and Process Activity
Mapping (PAM) to map activities and process times, supported by a fishbone diagram (6M) and
Failure Mode and Effects Analysis (FMEA) to determine risk priorities. The results show seven types
of waste, with the highest priorities being defects (RPN 441), waiting (RPN 336), unnecessary
motion (RPN 245), and overprocessing (RPN 224). The implementation of improvement proposals
reduces the number of activities from 39 to 31 and decreases the lead time from 214.94 minutes to
151.14 minutes. Through these improvements, non-value-added (NVA) activities are eliminated, and
the Process Cycle Efficiency (PCE) increases from 45.42% to 64.59%. These results indicate that
the implementation of Lean Manufacturing significantly improves the efficiency and effectiveness of
the production process flow.

Keywords: Lean Manufacturing, FMEA, HDPE Plastic Bags, Waste, Production Process.
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