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The objective of this thesis is to reduce loss reduction in the 4 color offsat printing
process. Six Sigma Method is used as & process tools in this research. It consists 5 phases
vhich 1) Define phase : to define problem, objective and scepe. Loss time in printing
machine group 2 causes a probiem. After anaiysis statistic data, process capability of Black
is 0.22, Cyan is 0.74, Magenta is 0.43, and Yellow is 0.51 which is bad criteria. 2) Measuring
phase: to define key process input variable (KPIV) are list by cause and effect diagram,
cause and effect matrix and FMEA and analyze the precision of measurement system is
Spectrophotometer which number of distinct categories is 27. 3) Analyzing phase: 10 do
Hypothesis test for screening significant KPIV (4 factor). 4) Improving phase : to use
Design of experiment (DOE) 2“ 3 center point with 3 replicate to analyze interested KPIV.
The interested KPIV is Print contrast of Black Cyan Magenta and Yellow made to 3 factor
are Water volume Ink volume and Percéntage of Ink key. The experiment results are
curvature and improve all the key process input to increase process capability cf Print
contrast. The confirm experiment is run mean are Black is 50.1, Cyan is 43.3, Magenta is
46.3, and Yellow is 31.9.The result can use key process input to productlon run. 5)
Controlling phase : control the acceptance level with work instruction.

The data of Process capability after improving the process show Black is 1.44, Cyan
is 1.21, Magenta is 1.41, and Yellow is 1.13 which is good criteria. Finally,Printing machine
set up time after improve average are 0.21 Hours/Color which is equal to 20.92% better than
company target is 0.25 Hours/Color.



