| mprove your machine-based manufacturing productivity
with ProductionACE--an economical, proven system for:

Real-time machine monitoring with OEE calculations
Production data collection and reporting

Downtime and reject cause analysis 4
Labor productivity tracking

Usage-based Preventive Maintenance scheduling

Visual production scheduling and real-time Job tracking
Connecting production floor to ERP and CMM systems
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ProductionACE: cost-effective, practical, proven, expandable.

Install a Machine Data Transducer (M DT) on each production machine to collect and display production and produc-
tivity information. Installation is easy because the MDT connects to existing “discrete” (on/off) and “analog” (tem-
perature, pressure, etc.,) electrical signalsin the machine to collect and transmit data to Windows ProductionACE
software. Five models of MDT enable you to match each machine's data collection, data display and Operator Inter-
face regquirements with the appropriate MDT for the most economical system possible.

User PCs for Supervisors,
managers, schedulers,
maintenance, etc.

ProductionACE software
i runs under Windows
D= 4 2000, NT, XP.

ilo

——.

I MDT-150, MDT-210
|

Poller PC

4 Standard (wired)
I

I MPED Ethernet
’:.6, g Standard wired
, ‘ 4 m— (isolated RS-485)
bo o MDT-02, MDT-03W
| =SS}
_> 4— == Wireless Modem

Plant-wide cover agewith your choiceof communications.

A Poller PC communicates with the MDT on the shop floor via either standard wired communications (with MDT located
up to 4000 cable-feet distant from PC), or standard (wired) Ethernet, or long distance Wireless Modem (100,000 square
foot coverage with just one Base Station). Each MDT operates and collects data independently of PC, and retains data
during power outages.

Enter prise-widedata access providestoolstoimproveenter priseproductivity.

The Poller PC communicates over your existing LAN/WAN to User PCs for access by Management, Scheduling

and Maintenance personnel, as well as for automated data exchange with your ERP systems. E-mails are automatically
sent to PCs, PDAs when user-specified conditions aren’t being met and/or system changes occur. Web-enabled
display screensprovide standard interface for real-time, enterprise-wide, world-wide information visibility.

Thesystem isexpandable, and you can select from many optionstotailor asystem for your application.
Options include barcode label printing at each machine, barcode scanner data entry and Job change, light trees,
large aphanumeric “Marquee” displays, and custom MDT and system software features.



| dentify problemsfast, beforeproduction or quality suffers, with real-timedisplays.
ThisEfficiencies Screen displayscritical performanceindicatorsfor each machine. Four “ speedometer” gaug%dlsplay
theentire plant, individual groups, or departmental performance data.

Machinedatalineis color coded:
Running within standards ~N
Setup mode ~ ~

Down N
N

~N

Definitions of machine column headings:
% OEE: ameasureof overall efficiency, it

factorsin parts made, scrap, downtime, actual

production rate and compares it to a standard.

% Utilization: showsthe actual amount
of run time as a percentage of the time the
machinewas availableto run.

% Yield: the amount of good parts produced
as a percentage of total parts produced.

% Sandard Rate: istheactua rate of
production as a percentage of standard rate.
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Custom, real-time, Web-enabled display screens. Data Tables.

You can define real -time screens containing
only those parameters appropriate for your
operation, group or department. They’re
available over your standard LAN/WAN or
viathe Web.

From alist of all the Data Functionsthe
system collects, click to select thoseitems
you want displayed -- in real-time.

For fast problem detection, each machine
lineiscolor coded with machine status,
just like the Efficiencies Screen (above).

If you see a problem with amachine on the
Efficienciesor Data Table Screen, select this
M achine Detail screen.

This screen shows complete information
about a specific machine (#151) and the
Product (101W715p) that isrunning, the
“operating” Operator (Dave Johnson) and the
setup/mai ntenance Operator (none now), the
Tooling, material and the material Lot
number, €etc.

All information displayed onthe screenisin
real-time, SO supervisors, managers and
maintenance staff have up to the minute
information necessary for informed decision
making.
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Eliminate the non-productive labor and errors of manual data collection.

The system provides automatic and on-demand, standard and custom reports of Shift and Daily Production, Downtime,
Reject, Material Used, and Productivity -- selected by date range, shift, machine, product and sorted by machine,
product, mold/die/tool, or Work Order. Each group of machines or departments may be reported separately. This
screen alowsyou to define criteriafor reports.
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Present and format data your way: custom reports and exporting data.

Crystal Reports, software used to generate the standard reportsincluded in the system, can be used to create virtually
any report. Lean/Continuous Improvement or Six Sigmateam members, Managers, or Supervisors can design areport
within Crystal, import the design into the system’sreport generator, and simply “ point and click” to select information to
includeinthereport. Information can then be easily exported to most database tools, spreadsheets and word processing
applications.

Determinereal Job Sandardsto help improveyour Job costing process.

Summary: Managers Page 1
Product ID; Machine Number

Printed 7/6/04 at 13:32
From 7/6/04 to 7//7/04

Machine Date Shift ProductID Work Overall Run Down Mach Shift  Shift Yield Stnd Shift Rate
Order Eff% Hours Hours Util.%  Parts Rejcts % Rate Rate Eff.%

14 Emba 7/6/04 Day 36SSA 92.0 4.4 3.6 5155 38,747 102 99.7 86.7 1453 167.6
14 Emba 7/6/04 PM 36SSA 48.1 2.8 5.2 34.0 20,620 254 98.8 86.7 1232 1421
14 Emba 7/6/04 Eve 36SSA 99.0 5.0 3.0 62.0 41,416 158 99.6 86.7 137.3 158.4
Grand Totals: 79.1 12.2 11.8 50.5 100, 783 514 99.7 - - 156.0
- -
— —
- - —

Atfirst glance, who wouldn’t be happy with the above report? Day and Evening Shifts obtamedan Over all Efficiency
of 92 and 99% respectively. However, Teview of all the components of the report shows amuch different picture. Note
that acrossthree shlfts, M achirie Ut|||zat|ons range from 34-62%. Pr@uen’ nACE will help you increase those
numbers by all O\M.ng*you to determineroot causes of the probLernS' in this case, the most important aspect isthe com-
parison of the Sandard Rate vs. Shift Rate, and theJ?\at'e Efficiency. Note that when the machine was running for
50.5% of the day, it was running on average at 156% faster than the standard callsfor. How doesthis affect quality?
Why isthe machine running only half of the availabletime? Why isthe machine running at almost twicethe specified
speed? ProductionACE will help you answer these questions so you can determinereal job standards and improve
your costing process.



Analyze causesfor Downtime and Reg ects-- then eliminate them.

MDT’s collect Down Reasons and Reject counts -- automatically through direct machine connection and also by
Operator keypad input. Depending on the model of MDT, you can track up to 40 Downtime Reasons. When the
machineis“down,” the MDT keepstrack of the time and prompts the Operator to refer to a Down Reason menu on
the MDT and enter a Reason number. You can prepare a Pareto Chart like the one below sorted by machine,
product, operator, shift, etc., to help you focus on the most critical causes of downtime; then put in place appropriate
programs to eliminate or minimize the causes. A Pareto chart of Rejects can be prepared in asimilar fashion.

Pareto Down time

Calendar-scheduled Preventive Maintenance isinefficient and ineffective; replace
it with maintenance scheduling based on run timeand cycle count data.

Usage-based PM minimizes job interruptions due to unplanned maintenance. The PM M odule tracks the number of
cycles and run time for each machine, main tool, or sub tool/component -- data that is automatically collected by all
models of MDT. Both number of cycles and run time have alarms/thresholds (total hours or total cycles) to trigger

maintenance operations.
A Master Tool can be defined as either the machine the MDT is attached to, or agroup of components. For example, a

combination of printing plates and die cutters could be defined asaMaster Tool. Sub Tools are components of the Master
Tools and are typically used on more than one Master Tool; for instance, adie may use severa punches depending on the
job being run. Punches may also be shared by more than one die and may be set up so that their cycles and run time hours
are aso tracked. Only Master Tools may have associated Sub Tools.

— TheTool Lifeand Top PMslistsshow

s | _swemopions | potingstaus [Nt Paing. _ - 7Tools or Scheduled PMs that are

Master Tools Sub Toals [ilis / currently due (that is, having reached
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e o Selecting anitemin either list allows

Mame Mame

sub tool 2

New Tool MACH001 First Sub . .

e IM,ste,m,Mw I;:T,,:..,mm,. // the Main PM Window to update the
E E / selected PM. Color is used to graphi-
= = / cally show which hourly or cycle
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PMs g ao] o0] 5, e | oo | || s o] ] ] oy _rtemenn] oo | The PM module provides for logging
Name Name changes and maintenance performed
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H = processes. Since all users must log
Cum Hi HrsLeft  HrsLimit Cum Hi HrsLeft  HrsLimit 1 1
ﬁ] s-mo.o| - :':040 | um-1:o| lros.u:s.o| To.::on in at asystem PC, a record is kept of
CumCyo Ciolet Cyolimi CumCyo Cioleft CyoLimit who enters changes and who per-
I 14,953 I 47 I 15,000 l 14,953 I 0 I 0 forms ma| ntenance

Machine usage data (run time and cycle counts) can be automatically exported to any EAM/CMMS system
to eliminate the errors and non-productive labor associated with manual “meter” reading.



Visual, “dragand drop” production schedulingand Job progresstracking based on
actual shop floor conditions.

The colored horizontal barsrepresent Jobs. The barsunder the Job to M ach button represent Jobs currently on
the floor (they may be running or “queued up”). The bluebars (Cap400) represent Jobsthat are waiting to

run. To see more detail on any Job you can expand or contract t?é time base.
~
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The To Go colurn displays the actual Hours T {30 and an easy-to-understand color coded status:
/ B Hoursto go greater than 8 (Cap450 on Machine 940 has 91.5 hoursto run)

/ Hoursto go between2and 8\

| mm Hourstogolessthan 2 \\
The open are/aisthe Unassigned Jobs“bull pen.” Thése Jobs are waiting to be assigned to aMachine. To
start aJob, click and drag it onto amachineinthe Queué You can also pull Jobs off the Queue and put them
into the bull pen. The Operator can call down the next job i\n the Queue with key entry at the MDT-40 and
MDT-150. Or, using abarcode reader, the Operator can scgn a Job Ticket/Work Order and the Job will be
entered automatically. \
“Testing” aschedule changebeforecommitting. \
To test a schedule change, “drag and drop” a Job from amachi Ne or from the bull pen to anew location.
Until saved, the moved Job will be showninred (signifying it’s oply atentative change). If ayellow and red
band appears around it, the Job won’t meet the required schedule Qr there may be conflict with atool already
scheduled to run on another machine. 1nthe example above, Job 1234 was moved onto Machine 930 to seeiif
it will complete on time. (Note that it is outlined in red and yellow indicating that it won’t complete on
time. The dashed lines indicate that thisjob is currently selected to be “ tested” or moved).

If arunning Job won't meet the required due date, the Job (Cap400 in the example above) will be outlined in
solid yellow and red. When you have found the best fit for your jobs, click the Save All button to changethe
schedule or the Undo button to return the Job Queueto itsorigina state.



“Paperless’ Srip Chart shows detailed machine operating history.

Chart Machine Rate, Cycle Timeand Process Variablesusing the ProductionACE Srip Chart feature. Easily
“scroll through time” to view machine operating history over any time span you select.

Cycle Time History
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See exact time of a process or operating change, as well aslwhen “down” or Setup events occur.

Place the yellow cursor on a point of interest, the chart will showlthe exact time of any changein operation or status.
Machine status is displayed on a horizonfal bar: Cyan = Setup, Red = Down.

In the exampl e above, the machine went into Setup at 4:00 AMJ and came out just before 7:00 AM.

The Upper and Lower Limits can be set[to expand the vertical span of the Chart to let you focus only on data you
want. For example, if your machinetypically runsat 6.0 seconds per cycle, set the Limitsto display fromonly 5.0 to
7.0 seconds per cycle (instead of 0.0 to 10.0 shown above). Thereadingsin the Strip Chart are “ sampled” at afre-
guency that you select. Typically fivereadings are taken every 15 minutes, then the “average” (X bar) and Range (the
difference between the highest and lowest readings) are charted. 1nthe example above, the table on the left displaysthe
time of occurrence and the Reason for each Down Event.

Customize Shift Scheduling to your plant.

The ProductionACE Shift Scheduling feature allowsyou to define up to 12 shifts, identified with your spe-
cific shift names. You may “unschedul€’ any shift at any time. All dataisstoredto history by shift schedulefor
reporting and analysis.

Shift Schedule . |

- Shift Date: 11728/00  Shift: 1, "Day”
|_Exit | Print Help Calendar Date: 11728/00  Time: 11:11:25

127300 127400 11/28/00 11/29/00 11/30/00 1271700 1272200
Sun Mon Tue Wed Thu Fri Sat

[07-00 Day [07-00 [Day [07-00 D ay [07-00 [Day [07-00 [Day [07-00 [D ay [07-00 [Day
[15:00 [Eve [15:00 Eve  [15:00 [Eve  [15:00[Eve  [15:00 Eve  [15:00 [Eve [15:00 [Eve
[23:00 [Night = [23:00 [Might [23:00 [Night [23:00 [Night [23:00 Might [23:00 [Might [23:00 [Might

Multi-shift scheduling allowsyou to schedul e each department or machine on a separate shift schedule.
Thisisespecially useful if machinesare occasionally run after the normal shift and you want to accurately
account for the production and productivity of each shift. All datais stored to history by shift schedule.




Record and analyze real-time and historical performance/productivity/OEE.

Graphl Caj Iy d| Sp|ay and Compare This OEE graphic reports the same
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Use e-mail notification to alert appropriate personnel to potential or actual problems.

E-mailscan beautomatically - pUra - : abled 0
gener ated to alert recipients CEdil | Save | Add | Delete Enable E-Mail ail Alerts are Disabled

regarding potential or actual issues
occurring on the shop floor. This

. Emall add Faller | Help | Down/Rejec| Shift Sched | Parte/Stoke Low | High | Down OEE Shit Reject
screen makes the sel ection of mal a0dress Down | Cal | tEdited Change  |change Alam  Alam | Reason low M| Reason
condition and reci p| entas mp| e tmi@productionprocess. com O d O o O £ O 5

— dave@productiorprocess.com O 0O O O O o 0O 7O 04d 0
p John@productiorprocess.com O d O O O o O 0O m

M essages contain the date and time
stamp and Machine |l dentification
Number where appropriate. You
may select up to 100 recipientsfor
each condition.

Some of the conditionsyou can select to generate automatic e-mail alerts:
Help: if aHelp Call isrequested. The e-mail will specify the particular machine requesting the Help Call.
Down/Reject: if changes/edits are made in the Down and Reject Editor.
Shift Schedule: if at any time the Shift Schedule is changed.
Parts/Stroke: if the number of Parts made each machine operation are changed, e.g., closing off a mold cavity.
Low Alarm: if machine Rate (or corresponding Cycle Time) is below the user-set, Job-specific Low Limit.
High Alarm: if machine Rate (or corresponding Cycle Time) is above the user-set, Job-specific High Limit.
Down Reason: if a specified Down Reason is entered or occurs at the machine.
OEE: if OEE of adepartment, group or machine(s) is below a user-set limit.
Shift: if any changes have been made in the Shift Schedule.
Reject Reason: if aspecified Reject Reason is entered or automatically occurs in the machine.
Process Variable: if aspecified Process Variable (Cycle Time, Fill Time, Temperature, Pressure, etc.,) is

out of user-set limits.



Monitor production scheduleremotely in multiplelocationswith Web Job Queue.
With Web Job Queueyou can view individual machine status and estimated compl etion date of every Job on every

machinein every plant -- in real-time -- on your Web browser.

. 2 WTopaz2\diwmsStdWMS_Sys\JobQueue. himl - Microsoft Internet Explorer EEK
Machine Name and Number block o
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R Prodct Dese.: Test Product Dese. Product Dese : Chevy Logo Product Dese.: 2 Color
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. . s . Parts to go: -59432 Ptts to go: 4000 Parts to go' 17500 Patts to go 5320
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Product D! 13704 2 Praduct TD: 254781 Product D' 5-100-340-45 Product ID: CHC Standard
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Machine 40 otk Order: WO-5345 Work Order WO55409 Work Order WO3345 Work Order: WO3908
Parts to go: 38133 Parts to go: 12500 Parts to go' 5000 Patts to go 2500
Est End: 11/03/06 1344 Est End: 11/03/06 1344 Est End: 11/03/06 13:44 Est End 11/03/06 1344 o
& pone % Local intranet.

Real-time Process Variable monitoring prevents problems from occurring.

The MDT-210 can track up to 15 Process Variablesin rea-time, derived from combinations of 6 “discrete” (on/off)
and 8 “analog” (voltage, current) inputs. |f you see aproblem machine on one of the color coded plant overview
screens, clicking on the Process Variable Tab and selecting the machine will bring up the screen bel ow.

This screen shows the status of all of

|
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contact Production Process.

Analyze Operator and M aintenance staff perfor mance.

The MDT-150 allows a total of 10
Operators and Maintenance personnel to
“logon” using an up to six-digit ID#.

Operator list

Exit Print Help

P B3

The system records production totals,

rejects, run time, downtime and cal cu-

Dnt:
lated efficiencies by Operator ID. I

e

EaNE |

A barcodereader input isavailable (in

MDT-150) to allow Operatorsto log on
using their employee badges.

000002 Duo, Dynamlc
333333 Million, Max .




Improve ERP inventory accuracy and scheduling performance: link shop floor to ERP.

For accurate planning, ERP needs near real-time data about production machine performance, job status, work in
process, production and reject counts and downtimeinformation. However, real-timeinformationistypically not readily
availablefrom most production machines. Manual data collection and input to ERPisnot only anon-productive use of
labor, it isnot accurate nor timely enough for effective decision-making.

The Advanced ERP I nterface can import production schedulesfor each machine from ERPinto the system’s Job
Queueresulting in production runtime, downtime, part and reject countsthat are automatically tracked by the system. At
the end of each Shift or Job, the software summarizesthe results allowing usersto view, verify and edit the datawith the
Edit Utility shown below. Should editing of Part or Reject quantities be required on Work Ordersthat are still runningin
production, the system automatically updates Partsto Go for the Work Order, thus ensuring that correct quantities are
manufactured. Once approved, theinformation isexported to ERP. —

Exit Print Help i
. . FRiefresh | Unda | Save sl | Praduct 10
Because production data is auto- ; , Descrptian [
. e B0 =il Machine achinel20
matically created for export, o Date 200408, 26
. . ZO004,09/29 11:00 1lst rz g:!;l:am: 2nd
N a ift B urnbeer
keystroke errors are eliminated, sy i e mommn omEmlon il L
non-productive labor isminimized, puntme 172
Dl slow i)
and updates to the ERP system scup o
. . Unsched time | o
occur on amuch moretimely basis. ParsMade 1325
- H H Good Pts 13614
Thisensuresimproved planning,
. . Save
accurate scheduling with real ———— —
H H Time Incidents Time Incidents Time Incidents Time Incidents
delivery dates, accurate tracking of el T e ha tiper el . O
. . 1542 7 Mo Basze i] 0 Matl Frob i] 0 Mone o o HMone
workin process andti mely updates 5 7 Cap Clutch 5 5 Mechanical 5 T Hone ] 7 Mone
o 0 Base Mald 0 0 Electical 0 0 Mone o o Mone
: o 0 Upper Cap 5] 0 Huwdraulic ] 0 Mone o 0 Mone
of inventory. el e T Tl i o ol e
0 o0 Frinter 0 O Heating ] 0 Mone 0 O Mone
] O Mo Base ] O Hudraulic ] 0 Mone ] O Mone
o 0 Mo Cap 0 O Pails ] 0 Mone o o Mone
Variance Reports are available to ol o RS ol o B | oo iR
verify original versus edited data. Reiects
o D efault o “Wieight o Mone o Mone
o Hatl o Braoke o Mone [ Mone
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Expand capabilitieswith MDT-150 options. (Custom functionsareavailablein all MDT).
Light tree. MDT-150 and MDT-40 can directly drive a solid state (LED)

light tree. Standard configuration is shown below, but custom configura- -
tions (different colors, blinking, etc.) are available. £
Red: machine“down” wm b

Yellow: operating outside hi/low Cycle Timeor Ratelimits
Green: “OK” (running within limits)
Red and Green: machineisin Setup ‘

Bar codewand Job change. If Operators have control over which -
Job isto be run next, they can easily input Job information at the

machine by scanning abarcoded Work Order. Operators can also log

into the system using their barcoded I1D badges.

Print product barcode labels. A barcode label can be printed each
time apart(s) is made with information such as Part Description,
Work Order, Time/Date and Operator, etc.

Custom data output to large (“Marquee’) displays. Real-
time, color-coded information about machine and Job status, Job
Partsto Go, Job Hours to Go, Reason for stoppage, Operator help
call, etc., can be transmitted to a Marquee viaa RS-232 link.




I nstall only the data collection/display power you need on each machine.

MDT quick Selection Guide. Match individual machine data collection and data display reguirements with the
appropriate model MDT for the most cost-effective system possible.  You can combine al types of MDT in the same
system. Stainless steel enclosures available for food/pharmaceutical. This table provides only the major selection criteria

L owest cost. Mid-rangecapabilities. Full featur ed, with many options. Full featured with ProcessM onitoring.
No data display, 12 Down, 5 Reject Reasons, 40 Down and 20 Reject Reasons, Job 20 Down and 20 Reject Reasons, Job Change,
no keypad. MDT-  Job Change, Setup mode, Change, Setup mode, Help Call, Help Call, Setup mode, 15 Process variables:
02, MDT-03W automatic Down Reason entry.  automatic Down Reason entry. temperatures, shot size, pressures, tonnage,
(integral wireless)  MDT-40, MDT-340 MDT-150, MDT-350 fill time, cycletime, etc. MDT-210
MDT capabilities. Al MDT except MDT-02 and MDT-03W have MDT-02 | MDT-03W [ MDT-40 | MDT-340 [ MDT-150 | MDT-350 | MDT-210
aphanumeric display and data entry keypad.  (*) Denotes optional add-on.
Number of M achine Signal Inputs: 24V to 120V, AC/DC, switch, open collector 2 4 6 6 6 6 6
Number of Down Reasons tracked: Operator Entered (O), Autometically 1A 1A 100 100 40 O 40 0 200
Entered (A). Autometically entered with optional 16 Input Module (1A). 2A 2A 18 1A 2A 2A
Number of Reject Reasons, Operator entered (O), autometically entered (A). 1A 1A 50,1A 50,1A |200 1A |200 1A 200
Setup Time Tracking: (Parts made in Setup can be counted as Rejects.) no no yes yes yes yes yes
Operator and M aintenance staff log on for performance tracking. no no no no yes yes yes
Operator Help Call. Shows on real-time PC screens, also sends e-mail.. no no yes yes yes yes no
Outputs Choose 1
M achine Lockout (ensures entry of Down Reason by Operator) no yes yes yes yes yes yes
M achine Fast/Slow no yes yes yes no yes no
M achine Down no yes yes yes yes yes yes
Batch no yes yes yes yes yes yes
Running " ok" no no no yes no yes no
Process Variable Alarm no no no no no no yes
Initiate Job Change at MDT with keypad and/or bar code wand (B*) no no yes yes yes, B* yes, B* yes
Case Count Input. Detect Waste: compare Case count to Parts Made no yes yes yes yes yes no
Lot tracking. Enter Lot number via keypad (K) or barcode wand (B*) no no no no yes yes no
M arquee (large alphanumeric data display) serial output. no yes* no yes* yes* yes* no
Family M olding (M ulti-product M fg): Tracks production in muiti-cavity molds. no no no yes no yes no
Bar Code Printer output. Print Part name, Work Order, Date, Operator, etc. no no no yes yes yes no
Number of Analog Input (8), and number of Process Variables tracked. o o o o no o 15
(some Variables are combinations of "time" and analog process readings).
Communications to Poller PC: Wired multi-drop to 4000' (M), Ethernet (E), long " " " "
range (250 feet) Wireless Modem (W) M % M, Wi M, BX, W* | M, B, W* | M, B*, W M

ProductionACE software: Modularity meanscost-effectiveimplementation.

Production Manager provides real-time monitoring and reporting, while Job M anager adds ability to schedule and track
Job progress, plus provisions for options (*) and custom features. We routinely customize software.

Hr H : . Production Job
Summary description of features in software version: Manager | Manager
Real-time productivity and OEE data displays of Plant, Departments and individual Machines. yes yes
Automatic and on-demand production reporting with data selectable by Date, Shift, Machine and s es
Work Order. Reports can be sorted by Machine, Shift, Product, Operator, etc. Y Y
Pareto charts of downtime and reject reasons, plus ability to enter and change reasons at PC. yes yes
User-formatted, Web-enabled, real-time display screens provide Enterprise-wide and world-wide s es
access to all production, productivity/OEE and Job completion information. Y Y
Visual Job scheduling and Job completion tracking. Estimated end of Jobs are calculated no es
based on current operating conditions, Jobs in Queue, scheduled maintenance and Shift calendar. Y
History database for reporting and analysis: Records data for Job, Shift, Machine, Product, Operator, Lot no es
Number, Material, Tooling, Work Order, Down Reasons, Reject Reasons and many other variables. Y
Preventive M aintenance scheduling based on autormatically collected run time and number of operations no es
on the machine and its associated tooling/molds/dies and component parts. 4
E-mail alerts sent for user selectable conditions such as a specific down or reject reason occurrence, os
machine OEE or Process Variable out of limits, a Machine sliowdowr/stoppage or operator help call, etc. Y yes
Operator and setup and maintenance staff productivity tracking: Up to 10 Operators and Setup/ s
Maintenance personnel can log on at MDT (MDT-150 and MDT-350 only). Y yes
ERP Interface automatically transfers data between Enterprise system: Downloads production no
requirements from ERP into Job Queue, then uploads production data at Shift and Job end. yes
M ulti-product (Family M olding) M anufacturing: provides ability to track up to 10 different products being simultaneously no
fabricated in the same process/mold/die/tooling. yes

Production Process s Harvey Road, Londonderry, NH 03053 USA Phone: 603-434-2300 info@productionprocess.com
For more information or to schedule an on-line, hands-on software demo: www.productionprocess.com




A few of our more “visible” users from of a total of over 500 plant-wide
installations in manufacturing facilities of all types and sizes worldwide.

PG Kwikset

Getting better all the time.
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