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ABSTRACT

IMPROVING PRODUCTIVITY OF APC2 LINE OF PT. MERCEDES-BENZ
INDONESIA BY APPLYING LINE BALANCING AND SIX SIGMA
by
Jody Ridho Rachmano

Ir. Invanos Tertiana, MBA, Advisor
Aditya Tirta Pratama, SSi. M.T., Co-Advisor

SWISS GERMAN UNIVERSITY

Six Sigma is a framework that is used to improve effectiveness and efficiency. The
effectiveness of an assembly line could be measured by looking at the capability of the
assembly line to achieve production target whereas the efficiency of an assembly line
could be measured by looking at the capability of the assembly line to process parts
within takt time. However, problem occurs in the assembly line and thus making it
unable to achieve production target and process parts within the desired takt time. The
DMAIC Methodology is done to find the root causes of the problem, which are
shortage of material and uneven workload distribution. The solution to the shortage of
material root cause is to make improvements in Material Requirement Planning
(MRP) whereas the solution to the unbalance workload among station is to perform
Assembly Line Balancing. The Assembly Line Balancing is also done and proven that
it can solve the problem by reducing cycle time and thus increasing throughput. The

result of Assembly Line Balancing is simulated to determine the long-term output.

Keywords: Effective, Efficient, Six Sigma Framework, DMAIC Methodology,

Assembly Line Balancing, Simulation
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