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ABSTRAK

Farradita Arsanti Shavira. 201710215073. Perbaikan Waktu Proses Cleaning In
Place (CIP) Pada Mesin Filling Otomatis dengan Metode Single Minute Exchange Of
Dies (SMED).

Permasalahan yang terjadi di perusahaan adalah masih dijumpai banyaknya
pemborosan (waste) dalam hal waktu produksi akibat adanya aktivitas yang tidak
efisien atau tidak mempunyai nilai tambah (non-value added). Hal ini terjadi karena
seluruh peralatan yang digunakan haruslah terjaga kebersihan secara rutin yang
merupakan peran proses Cleaning In Place (CIP). Perusahan dituntut bekerja secara
efisiensi termasuk pada kebersihan mesin. Untuk menganalisis masalah ini, maka
digunakan metode Single Minute Exchange Of Dies (SMED). Single Minute Exchange
Of Dies (SMED) suatu metode improvement dari Lean Manufacturing yang digunakan
untuk mempercepat waktu yang dibutuhkan untuk melakukan kegiatan set up.
Penerapan metode SMED dilakukan dengan cara mengidentifikasi operasi internal dan
eksternal proses Cleaning In Place (CIP) kemudian mengkonversi operasi internal dan
eksternal proses Cleaning In Place (CIP) lalu melakukan implementasi pada proses
CIP. Hasil penelitian ini dapat menurunkan waktu proses CIP pada mesin filling F4
dan F5 sebesar 25.40% dan 25.27% dan mampu meningkatan hasil produksi pada
mesin filling F4 sebesar 3.77% atau sebanyak 136 botol shampo dan untuk mesin
filling F5 sebesar 3.84% atau sebanyak 137 botol shampo. Serta hasil angka cemaran
mikroba pada mesin filling setelah penerapan metode SMED hasilnya dibawah 20
cfu/cm? yang mana syarat nya tidak lebih dari 50 cfu/cm?. Dalam hal ini memenuhi
syarat dalam kebersihan mesin dibandingkan sebelum penerapan metode SMED hasil
angka cemaran mikroba tidak memenuhi syarat.

Kata Kunci: Pemborosan, CIP, SMED, Lean Manufacturing, Mesin Filling, mikroba
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ABSTRACT

Farradita Arsanti Shavira. 201710215073. Improvement of Cleaning In Place
(CIP) Process Time on Automatic Filling Machines with Single Minute Exchange Of
Dies (SMED) Method.

The problem that occurs in the company is that there is still a lot of waste (waste)
in terms of production time due to activities that are not efficient or have no added
value (non-value added). This happens because all the equipment used must be kept
clean regularly which is the role of the Cleaning In Place (CIP) process. Companies
are required to work efficiently, including the cleanliness of the machine. To analyze
this problem, the Single Minute Exchange Of Dies (SMED). Single Minute Exchange
Of Dies (SMED) method is used, an improvement method from Lean Manufacturing
which is used to speed up the time needed to carry out set up activities. The application
of the SMED method is done by identifying operations Internal and external Cleaning
In Place (CIP) process then converts internal and external operations to the Cleaning
In Place (CIP) process and then implements the CIP process.The results of this study
can reduce the CIP processing time on F4 and F5 filling machines by 25.40% and
25.27%. and was able to increase the production yield on the F4 filling machine by
3.77% or 136 bottles of shampoo and for the F5 filling machine by 3.84% or as much
as 137 bottles of shampoo. And the results of microbial contamination in the filling
machine after the application of the SMED method the results were below 20 cfu/cm?2
which where the conditions are not more than 50 cfu/cm2. In this case, it meets the
requirements of When compared to the cleanliness of the machine before the
application of the SMED method, the results of the microbial contamination number
did not meet the requirements.

Keywords: Waste, CIP, SMED, Lean Manufacturing, Machine Filling, microba
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