DAFTAR PUSTAKA

Adi Nugrohol* Eko Setiawan2 (2018). Pengaruh Variasi Kuat Arus
Pengelasan Terhadap Kekuatan Tarik dan Kekerasan Sambungan Las
Plate Carbon Steel ASTM 36. Skripsi Progam Studi Teknik Industri
Universitas Putera Batam, Jalan R. Soeprapto, Muka Kuning, Batam,
Kepulauan Riau.

Akhyar, G., Che Haron, C.H., Ghani, J.A., (2008), Application of Taguchi
Method in Optimization of Turning Parameters for Surface Roughness,
International Journal of Science Engineering andTechnology, Vol. 1,
No. 3, pp 60-66.

AR. Bushroal,2, H.H. Masjuki3 and M.R. Muhamad4 (2011)Parameter
Optimization Of Sputered Ti Interlayer Using Taguchi Method.Journal
of Mechanical and Materials Engineering (IJMME), Vol.6 (2011),
No.2, 140-146.

Dita Kumalasari (2017). Optimasi Multirespon Pada Proses Bubut Besi ST42
Dengan Menggunakan Metode Taguchi dan ResponseSurface
Methodology (RSM). Skripsi Program Studi Teknik Industri Fakultas
Teknik Universitas Trunojoyo Madura.

Esme, Ugur, (2009), Application of Taguchi Method for The Optimization of
Resistance Spot Welding Process, The Arabian Journal for Science and
Engineering, Vol. 34, No. 1 pp 519-528.

J.Pradeep Kumarl K.Thirumurugan2 (2010) Optimization Of Machining
Parameters For Milling Titanium Using Taguchi Method. Assistant
Professor, 2PG Student, Department of Production Engineering, PSG
college of Technology, Coimbatore-641 664.

Lung Kwang Pan a,*, Che Chung Wang b, Shien Long Wei c, Hai Feng Sher
d (2007). Optimizing multiple quality characteristics via Taguchi
method-based Grey analysis. Journal of Materials Processing
Technology 182 (2007) 107-116.

53



Naharuddin, Alimuddin Sam, Candra Nugraha (2015). Kekuatan Tarik dan
Bending Sambungan Las Pada Material Baja SM 490 DenganMetode
Pengelasan SMAW dan SAW. Jurnal Mekanikal, VVol. 6 No. 1. 78-89

Rosiawan, M., Alvina, B.A., Hadiyat, M.A., (2011), Optimisasi Parameter
Vertical Injection Molding Menggunakan Metode Taguchi Untuk Data
Prosentase Cacat, Prosiding 6th Nationallndustrial Engineering
Conference, Teknik Industri Universitas Surabaya.

R. Jacques (1991) A Frequency Converter To Power a Soudronic VAA 20
Welding Mechine. Submitted to the University of Cape Town in partial
fulfillment of the requirements for the degree of MSc in Electrical
Engineering.

Shalaka Kulkarni* and ManikRodg (2014). Process Parameter Optimization
In Wedm Of HCHCR Steel Using Taguchi Method And Utiltiy Concept.
Journal Impact Factor Volume 5. No. 1 59-62.

Soejanto, 1. (2009). Desain Eksperimen dengan Metode Taguchi. Edisi
Pertama. Graha liImu. Yogyakarta.

Whrahatnala (2013), Penerapan Metode RCM untuk mengurangi technical
Stoppages Pada Mesin Pembentuk Body Kaleng di PT. Frisian Flag
Indonesia. Departement Teknik Industri, Fakultas Teknik, Universitas
Indonesia, Kampus Depok 16424 48-64

54



LAMPIRAN 1

Proses Desain eksperimen parameter Mesin Soudronic Fael

No Parameter 1 2
1| Current Welding KA
2 | Frekuensi Welding Hz

Speed Welding m/min

CHAIN SPEED (rn/min)

e |

CHAIN SPEED (m/min)

COHAIN SPEED (m/min)

B

Pressure Welding DaN
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LAMPIRAN 2

a. Spesimen material sebelum di uji tarik
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LAMPIRAN 3

Hasil uji tarik Lab. Kementrian Perindustrian

Hasil Uii
o Tebal [ TCT) Lebar, Beban Maksimum.
mm mm kg
18 0,20 254 175
1B 0,20 25,0 162
1C 0,20 25,2 158
28 0,20 25,2 148
2B 0,20 25,0 142
2C 0,20 25,0 162
3A 0,20 256 173
3B 0,20 25,1 168
3C 0,20 25,1 159
44 0,20 25,4 182
4B 0,20 25,0 171
4C 0,20 25,3 145
GA 0,20 251 180
5B 0,20 25,1 148
5C 0,20 254 176
[

Surabaya, 19 Mei 2020
I . Fisi
b, _, - Digitally
feesi ) signed by
oo " Fany Aditama

Fany Aditama, ST. MT.
NIP.197801102002121005
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Hasil Uji

No Tebal { TCT) Lebar Beban Maksimum
mm mim kg
L 0.20 258 170
il 0.20 26.1 168
BC 0.20 257 170
TA 0.20 252 147
7B 0.20 258 175
Fii™ 0.20 25.1 187
aA 0.20 254 167
3B 0.20 254 168
BC 0.20 252 187
24 0.20 255 170
98 0.20 25,1 165
Bz 0.20 254 175

Surabaya, 19 Mei 2020
Laboratorium Fisika

A [Eligit,ally
SR | signed by

of 7 Fany Aditama

Fany Aditama, 5T. MT.
HIP. 197801102002121003
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LaporanPengujian

Kementerian
O [rindustrian

LAMPIRAN 4

BADAN FEMELITIAN DAN PENGEMEANGAHN INDUSTR
BALAI RISET DAN STANDARDISASI INDUSTRI SURABAYA
LABORATORIUM PENGLLIAN DAN KALIBRASI
BARISTAND INDUSTRI SURABAYA

B, laglr werakroms Mo, 160 Swetse 0244, Talp (001 SO0 Fas, Kdd) i)
Tt L k] i of il Bt g 0 B

N ANALISA
Analisa Mo

KOMIODIT
Commuodiy

DIBUAT UNTUK
Exacurad For

AdreEs

DITERIMA TANGGAL
Racensd Ddna

URAIAN S AMPEL
Darail of Sampie

Halaman 1 dar &
Page 1of &

LAPORAN PEMGLLIIAN
Test Repaort
Mo 0285302857 2NLHLN 32020

P(2653 — PO2E5T
Plst Bahan Unbuk Kaleng Sarden

DAMAR AKEAR

JI Sidesarma 4 GG 15 Blok D-12 Surshaya

13 Ml 2020

Telkah diterimea sampsl pelat dengan data ssbagal berlkut ;

3. Benfuk : Benda UJl Tark
. Misrk [ Hiods 1,2,3,4.5
C. Kaakaan luar : Balk
Sampsl terssbut diatas telah dllakukan ujl tarik
15 Ml 2020
Sesual Permintaan
Tarkamipir
13 Ml 2020
Kapala Saksl
Standardizas] dan Sertifkas]
.'-'i o = Digially signad
by indra ‘#aheu
| Diantoen
Imdra Dlan 5T, MT

HIP. 137TE10162006041001

A
Laporan Hasl| UJl Fanya beriaky uniuk oomioh diatac
Laporan Hasdl UJ Inl Hidak bolsh digandakan keouall caiunihnya

ode Dick = P - TOELO2 10
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n Kementerian
g Lerind o

BADAN PEMELITIAN DAN PENGEMBANGAN INDUSTRI

BALA|I RISET DAN STANDARDISASI INDUSTRI SURABAYA

LABORATORIUM PENGUJIAN DAN KALIERASI
BARISTAND INDUSTRI SURABAYA

A1, Jagir Warakrome Mo, 350 Surabaya G324, Talg (031) PRE43570, Fax, (331) S420480

bt iz tandsurak kem irmm,|

HO. ANALISA
Anairsa No.

DISUAT LINTLIK
Execurad For
Adress

Raceved Dare

UREIAN SAMPEL
Dean of Sampie

LAPORAN PENGLULJIAN
Test Report
Mo, 02858-028E 20LHLENIZ020

P58 — POZBE1
Plat Bahan Untuk Kaleng Sarden

DANAR AKBAR

» WL Sldossrmo 4 &G 15 Blok D-12 Surabaya

13 Mal 2020

:  Tedah diterima sampsd patat dengan data sebagal beriut -

3. Baniuk : Bmmmérmu
b Mark | Kiode CE.T.E,

C. Kaadaan |uar . Balk

sampel terssbut diatas felan dllakukan )l tamk

18 Mal 2020

Sesual Perrnintzan

: Tarampir

13 Mal 2020

kapala Sekal
Standamdizasl dan Sertiflkas!

w Diigitally signed
| u]_'; by Indra Wk
Diantom

|m% EH'IDI‘G, STE MT
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LAMPIRAN 5

Tabel F

Titik Persentase Distribusi F untuk Probabilita = 0,25

J— of untuk psmbllang [N1)
Tz 1| 2] s] & s[ s 7] & s w] n] 2] 3] 1a] 15
1583 750 | az0 | 656 |ee2 | ase | o |53 | 926 | saz (537 | 941 [ ade [ [ 5an
2|zs7| 00| 345 323 [ 228 | 331 | 334 | 235 | 337 | 336 | 239 | 239 | 340 | 281 | 3
3|zo| 228 235 | 23o | 241 | 242 | 243 | 244 | 244 | 2as (245 | 245 | 245 | 245 | 245
a|181) 200 | 205 | 206 | 207 | 208 | 208 | 208 | 208 | 206 [ 208 | 208 | 208 | 208 | 208
5|10 185 | 185 | 189 | 189 | 189 | 18 | 159 | 180 | 189 [ 189 | 169 | 1m0 | 1 | 1m0
AR AR R RN R A R A R e R R A A R el Rl R E el R Ecd REcd BRI BEC
7| 157 a7 | 17z | 172 |47 | 471 | 170 |70 | 1ee | 1ss | 169 | 185 | 15 | 159 | 16a
8| 154 185 167 | 155 | 165 | 185 | 154 | 154 | 1683 | 153 [ 183 | 1m2 | 1m2 | 1m2 | 12
9| 151 162 163 | 153 | 162 | 161 | 150 | 150 | 150 | 158 [ 1s8 | 1ms | 1se | 1w | 15w
10| 128 | 160 | 160 | 159 | 159 | 158 | 157 | 155 | 156 | 155 [ 155 | 154 | 15a | 1se | 153
11| 147 158 | 158 | 157 | 155 | 155 | 154 | 153 | 153 | 1s2 [ 1s2 | 1m0 | 1s1 | 1 | 1
12 | 146 | 155 | 156 | 155 | 152 | 153 | 1s2 | st | 150 | 150 149 | 149 | 14 | 1 | 1as
15 | 145 155 | 155 | 153 | 152 | 151 | 150 | 143 | 148 | 148 | 147 | 147 | 147 | 185 | 148
14| 144 153 | 153 | 152 | 151 | 150 | 145 | 148 | 147 | 196 [ 145 | 145 | 145 | 180 | 1.0s
15 143 | 152 | 152 | 150 | 149 | 148 | 147 | 145 | 15 | a5 [ 12 | 1ae |1 | 1 | 1ae
16 | 142 | 151 | 151 | 150 | 148 | 147 | 128 | 145 | 140 | 144 | 143 | 143 | 122 | 122 | 1
17| 142 | 151 | 150 | 128 | 147 | 148 | 145 | 144 | 143 | 123 [ 142 | 11 | 141 | 18 | 120
16 | 141 | 150 | 149 | 148 | 145 | 1.45 | 144 | 143 | 142 | 142 [ 141 | 140 | 140 | 120 | 130
19 | 141 | 149 | 149 | 147 | 145 | 144 | 143 | 142 | 141 | 141 [ 140 | 140 | 138 | 13 | 130
30 | 140 | 149 | 148 | 147 | 145 | 144 | 143 | 142 | 141 | 190 [ 139 | 139 | 13 | 1 | 1w
21 | 140 143 | 148 | 125 | 142 | 143 | 142 | 141 | 10 | 138 |13 |13 |1 | aw |1
22 | 140 | 148 | 147 | 185 | 142 | 142 | 141 | 140 | 130 | 138 |13 | 1w | 1ar | 13 | 138
25 | 135 | 147 | 147 | 145 | 143 | 142 | 141 | 140 | 139 | 138 [ 137 | 137 | 136 | 136 | 138
24 | 135 | 147 | 146 | 144 | 143 | 141 | 140 | 139 | 136 | 136 [ 137 | 136 | 136 | 135 | 135
35 [ 135 | 147 | 145 | 148 | 142 | 141 | 140 | 139 | 138 | 137 [ 135 | 136 | 135 | 135 | 1ae
26 | 138 | 145 | 145 | 128 | 142 | 141 | 13s (138 | 137 | 137 |18 | 1as | 1as a1
37 [ 138 | 145 | 145 | 143 | 142 | 140 | 135 | 138 | 137 [ 136 (135 | 135 | 13a | 13 | 1
6 | 136 | 145 | 145 | 143 | 141 | 140 | 138 | 138 | 137 | 136 [ 135 | 134 | 134 | 13 | 133
29 | 136 | 145 | 145 | 143 | 141 | 140 | 138 | 137 | 136 | 135 (135 | 134 | 133 | 1w | 13
30 | 138 145 | 144 | 142 | 141 | 139 | 138 | 137 | 136 | 138 [ 13e |1 | 1a | w1
3 | 137 145 | 144 | a2 | 140 | 139 | 138 | 137 [ 136 [ 138 (13 | e | 1
32 | 137 145 | 144 | 14z [ 140 | 139 | 137 | 138 | 135 | 13 |13 |13 | a1 | a
35 | 137 | 145 | taa | ez | 140|138 | 1ar | 1es | 138 | 1ae | a3 | Az | e |
34 | 137 | 144 | 143 | 142 | 140 | 138 | 137 | 136 [ 135 |13 |13 | 133 | a2 | e | s
35 | 137 | 144 | 143 | 141 | 140 | 138 | 137 | 135 | 135 |13 |1 | 1 | vaz | e | a
36 | 137 144 | 143 | 141 [ 139 | 138 | 138 | 135 | 13e |13 |1 | v | 1a | | 1
37 | 137 | 144 | 143 | a1 | 139 | 138 | 138 | 135 | 13 |13 [ | v | 1a | | 1
38 [ 136 144 | 143 | 141 | 139 | 137 | 138 | 135 |13 |13 |1 | 13 | 131 | 1| 1
39 | 136 | n4q | 143 | 141 | 139 | 137 | 138 | 135 | 13e | 13e [ | e | e | s | e
a0 | 136 144 | 14z | 140 | 139 | 137 | 136 | 135 | 134 | 133 [ 132 | 131 | 131 | | e
4136 143 | 142 | 140 | 138 | 137 | 136 | 134 | 133 |13z (e | 13 | 1a0 | 1w | 1
42 | 136 143 | 142 | 140 | 138 | 137 | 135 | 134 [ 133 |13z (1w |13 | 1a0 | 1w | 1
a3 136 143 | 142 | 120 | 138 | 137 | 135 |13 | 133 [ 132 (131 | 131 | 130 | 1 | 12
a4 | 136 143 | 142 | 140 | 139 | 136 | 135 | 134 | 135 |13z (131 | 131 | 130 | 12 | 12
45 136 | 143 | 142 | 140 | 139 [ 136 | 135 | 134 | 135 | 132 [ 131 | 130 | 130 | 129 [ 129
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