ABSTRACT

PT. Indoprima Gemilang Plant-1 Gresik is a manufacturing company that
produces Wiring Harness. Wiring Harness is a collection of several wires with
part / accessorries that serve to drain electrical current. The focus of this research
is the pre assembly process which is one of several stages of the process that exist
in making Wiring Harness. The condition of the company's production process is
currently indicated to occur many defects in the pre assembly process. To reduce
the defect it is necessary to know what types of defects occur and what factors
cause the occurrence of the defect. Therefore, continuous improvement is
required. In this research use Six Sigma method with DMAI cycle that can
identify and analyze defect cause to improve product quality continuously. Stages
of research using this DMAI cycle starts from defect identification, finding the
cause of defect, analysis of defect using RCA and FMEA. From the data
processing, the pre assembly process is divided into three processes: cutting and
stripping process, crimping process, and joint and tapping process. In the process
of cutting and stripping found the most critical defect is one of the cutting length
of the cable and the wrong size of the cable. In the crimping process found the
most critical defect is one type of terminal, damaged wire seal, and nonstandard
crimping height. While in the joint and tapping process found the most critical
defect is the over joint, the number of wireless on the joint, and one joint branch.
The appearance of the defect causes the production to be not maximal. After a
critical defect of each process is known, then look for the cause. From the various
causes of the defect, a recommendation for improvement is made. Then the final
stage of improvement based on the highest RPN value. The result shows that the
crimping height out of standard process has the highest RPN value of 240,
followed by cutting and cutting length of 210, crimping process (miss type of
terminal) of 168 and so on. So the crimping process for defect C / H out of
standard type requires priority of improvement because it has the highest RPN
value. Improvements that need to be given is to do 3N each of the crimping
process as much as 1 lot, make the SOP of the nuts and bolts mount on the
applicator, make a tool to ensure the standard crimping used is correct, make
counter dies in applicator, and replace every 200,000 strokes, and make standard
operation setting stripping block.
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