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ABSTRACT

IMPROVING LEAD TIME FOR ASSEMBLY PROCESSING OF KOMATSU PC3400 AT PT
ABC IN SOUTH KALIMANTAN BY USING SYSTEMATIC LAYOUT PLANNING (SLP)
APPROACH

By:

Novrizal Dimas Adya Pratama (Student)
Dr. Eng. Aditya Tirta Pratama, S.Si, M.T (Advisor)
Ivan Kurniawan, S.T., B.Eng., MT., MBA (Co Advisor)

SWISS GERMAN UNIVERSITY

The assembly process of heavy equipment plays a critical role in ensuring the smooth progress of
mining projects. At PT ABC in South Kalimantan, assembling a Komatsu PC3400 unit currently takes
18-20 working days, which is considered inefficient and misaligned with the fast-paced demands of the
industry. This study aims to improve assembly efficiency by redesigning the facility layout using the
Systematic Layout Planning (SLP) method. The research methodology includes activity identification,
construction of an Activity Relationship Chart (ARC), space requirement analysis, development of a
space relationship diagram, and evaluation of several layout alternatives.

Primary data were obtained through direct observation, interviews with technicians, and measurements
of task durations and space utilization. Secondary data were collected from company documents,
including technical drawings and standard operating procedures. The findings show that the proposed
layout, developed using a parallel work zone approach, successfully reduced the assembly lead time to
14 working days, achieving a time efficiency gain of approximately 22%. Additionally, worker idle time
decreased significantly from 30-35% to 12—15%, and conflicts in the use of equipment such as cranes

were substantially minimized.

Keywords: Systematic Layout Planning (SLP), facility layout, heavy equipment assembly, process

efficiency, work zoning.
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ABSTRAK

PENINGKATAN LEAD TIME PROSES PERAKITAN KOMATSU PC3400 DI PT ABC
DI KALIMANTAN SELATAN DENGAN PENDEKATAN SLP

By:

Novrizal Dimas Adya Pratama (Student)
Dr. Eng. Aditya Tirta Pratama, S.Si, M.T (Advisor)

Ivan Kurniawan, S.T., B.Eng., MT., MBA (Co Advisor)

SWISS GERMAN UNIVERSITY

Proses perakitan alat berat merupakan bagian krusial dalam mendukung kelancaran proyek
pertambangan. Di PT ABC, Kalimantan Selatan, perakitan unit Komatsu PC3400 masih
membutuhkan waktu 18-20 hari kerja, yang dianggap tidak efisien dan tidak memenuhi
tuntutan produksi yang dinamis. Penelitian ini bertujuan untuk meningkatkan efisiensi proses
perakitan melalui perancangan ulang tata letak fasilitas kerja menggunakan metode Systematic
Layout Planning (SLP). Metodologi penelitian mencakup identifikasi aktivitas, penyusunan
Activity Relationship Chart (ARC), analisis kebutuhan ruang, penyusunan diagram hubungan
ruang, serta evaluasi beberapa alternatif layout.

Data primer dikumpulkan melalui observasi langsung, wawancara teknisi, dan pengukuran
waktu serta ruang kerja. Sementara itu, data sekunder diperoleh dari dokumen teknis dan
operasional perusahaan. Hasil penelitian menunjukkan bahwa layout baru yang disusun
berdasarkan pendekatan zonasi kerja paralel mampu menurunkan lead time perakitan menjadi
14 hari kerja, atau terjadi efisiensi waktu sekitar 22%. Selain itu, idle time tenaga kerja turun
signifikan dari 30-35% menjadi 12—-15%, serta konflik penggunaan alat bantu seperti crane

dapat diminimalkan.

Kata kunci: Systematic Layout Planning (SLP), tata letak fasilitas, perakitan alat berat, efisiensi

proses, zonasi kerja.
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