CHAPTER 6
CONCLUSION

6.1. Conclusion

According to the research which has been held in the PT. Samudera Luas
Paramacitra by implementing Lean Six Sigma, the conclusions are below:

a. According to the relation of each waste in the waste relation matrix, the highest
percentage of waste is defect which value is 18.99%. It means that the most

waste in the RH Roll production is defect product.

b. There are 9 critical to quality (CTQ) in the production process of RH Roll, such
as non-standardize hole (Al), cracked wheel (A2), chipped wheel (A3), cracked
rubber (B1), rough surface (C1), non-standard height 19 (C2), non-standard
height 18 (C3), perforated rubber (C4), mark on the surface (D1). According to
the Pareto’s principle, the focus of the problem is the 20% of the cumulative
result. The first 20% of the cumulative result is D1 (mark on surface). Since the
highest number of CTQ has been determined, then the root cause has to be
analyzed by using Fishbone Diagram. According to the fishbone diagram, there
are three problems which is affected the CTQ, such as:

i. The rings have been worn

ii. The position of the roll can be change easily inside the machine

iii. The operators who are not careful in put the ring between the roll.

Each of the problems has different root cause.

c. The main priority of the problem solution is based on the highest value of the
RPN. The highest value of the RPN is 490. The recommended action in order to
avoid the failure based on the FMEA table is scrape the inner of the ring.
Moreover, the preventive action is create form of check list control to continually
inspection. The quality of PT. Samudra Luas Paramacitra for the RH Roll
products before implementation is 4.0021 sigma (6382 per one million
opportunities), and the quality after implementation is 4.1580 sigma (4119 per
million opportunities). It means that the implementation of Lean Six Sigma in the

production floor is success to reduce the waste.
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6.2. Suggestion

Considering the result of Lean and Six Sigma implementation in PT. Samudera
Luas Paramacitra, author recommends to implement these methods in others
types of waste, in order to reduce the number of waste. Moreover the author also

recommends to implement these methods for others products in PT. SLP.
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APPENDIX.1. Conversion of Sigma Level (Surjandari, Ph, & Muslim, n.d.)
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Cont. APPENDIX.1. (Surjandari, Ph, & Muslim, n.d.)
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Cont. APPENDIX.1. (Surjandari, Ph, & Muslim, n.d.)
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APPENDIX.3. Business Process

Business Process of Customer Order, Production Process, and Customer Receive the Product in
PT Samudra Luas Paramacitra
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