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Abstract 

 The Polyester filament production process in the case study contained of 7 production machines, namely as machines 12–18 

#1, aged 20 years old, consisted of machines 12–14 and group#2 was 

16 years old, consisted of machine 15–

underneath the target line. The target value of group 1 was set 70.76% and group 2 was set 81.19%. This article purposes to improvement 

the OEE value of polyester yarn manufacturing process in the case study. The study has shown that the cause of low OEE is came from 

the low performance efficiency factor, which is mainly caused by loss of maintenance time and get the low output. The study also found 

that the key problem was the yarn breaking caused by the Hanetora Guide and Wave Guide are scratched, the Air Guide is badly inflated 

Rolls are scratched and dirty. The applying the principle of Total Productive Maintenance and establishing 

d the 

machine 18 increased to 88.59% 
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