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Abstract

This research aims to evaluate the optimization of the processes used to cut
plastics in one factory. It was found that the cutting processes in the factory was mainly
carried out by hand and as such managing the process was difficult, in particular
controlling work rates and work quality. The researcher implemented an engineering
experimental design to evaluate working methods. 2 factors and 2 level were used in
the analysis: feed speed (27 pieces/minute and 50 pieces/minute) and frequency of
sampling (4 pieces/minute and 8 pieces/minute). Testing was repeated 3 times and the
results were converted to a score, weighted according to the policies of managers which
emphasized yields of 60% and time spent on cutting at 40%. The results show that the
set-up which optimized the cutting process had a feed speed of 27 pieces/minute and
a frequency of sampling of 4 pieces/minute. This condition produced a yield of 81.97%
and a capacity of 0.27 minutes/piece.
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