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ABSTRAK

Permintaan perusahaan perpipaan tergantung pada perkembangan proyek pengeboran
minyak (oil and gas industry).PT Cladtek Bl-Metal Manufacturing bergerak dibidang
industri manufaktur untuk berbagai pekerjaanmengenai material logam, khususnya proses
Cladding, Weld Overlay danLining pada pipa bajakarbon untuk keperluan industri.
Kualitas produk pipa baja empat bulan terakhir rendah yang ditunjukkan dengan adanya
beberapa jenis defect. Rendahnya kualitas produk pipa baja (defect) mengakibatkan
penurunan produksi pada bulan berikutnya.Tujuan dari penelitian ini adalah untuk
menganalisis pengendalian kualitas produk pipa baja produk pipa baja pada proses Weld
Overlay dapat memenuhi standar mutu client PT Cladtek Bl-Metal Manufacturing.
Analisa data dilakukan dengan menggunakan peta kendali variabel dan peta kendali
atribut. Adapun analisis faktor penyebab terjadinya repairyang tinggi menggunakan
fishbone diagram. Berdasarkan hasil pengolahan data diatas diketahui bahwa jenis cacat
yang di luar batas kendali adalah jenis cacat Poor profile, Cluster porosity, Low clad,
Linear. Hal tersebut menunjukkan bahwa selama proses Weld Overlay berlangsung masih
belum memperhatikan standar kualitas perusahaan. Adapun faktor penyebab
ketidaksesuaian hasil proses produksi yaitu manusia, mesin, metode kerja, dan material.
Berdasarkan kondisi tersebut sebaiknya perusahaan dapat memberikan komitmen dalam
mendukung pelaksanaan pengendalian kualitas dalam proses Weld Overlaysehingga
karyawan dapat bekerja dengan loyalitas dan kepedulian selama proses. Sehingga dapat
memberikan dampak terhadap peningkatan produktifitas karyawan yang bekerja di proses
welding overlay.

Kata kunci : defect, pengendalian kualitas, weldingoverlay



ABSTRACT

The demand for piping companies depends on the development of oil and gas
industry projects. PT Cladtek Bl-Metal Manufacturing is engaged in the
manufacturing industry for various jobs concerning metal materials, specifically
the process of Cladding, Weld Overlay and Lining on carbon steel pipes for
industrial use. The quality of steel pipe products in the past four months is low, as
indicated by the presence of several types of defects. The low quality of steel pipe
products (defects) resulted in a decrease in production the following month. The
purpose of this study was to analyze the quality control of steel pipe products in
steel pipe products in the Weld Overlay process to meet PT Cladtek Bl-Metal
Manufacturing's client quality standards. Data analysis is done by using variable
control maps and attribute control maps. The analysis of the factors causing high
repair using fishbone diagrams. Based on the results of processing the data above
it is known that the types of defects that are beyond the control limits are the type
of defect Poor profile, Cluster porosity, Low clad, Linear. This shows that during
the Weld Overlay process it still does not pay attention to the company's quality
standards. The factors that cause the incompatibility of the production process are
human, machine, work method, and material. Based on these conditions, the
company should be able to make a commitment to support the implementation of
quality control in the Weld Overlay process so that employees can work with
loyalty and care during the process. So that it can have an impact on increasing
the productivity of employees who work in the welding overlay process.

Keywords : defect, quality control, welding overlay
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