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ÅWonderware Endorsed SI

Å100+ Staff

Å Controls, SCADA, MES, Consulting

Å Global Delivery Model

Å Extensive Multi-site, Multi-national Experience

Å 2008 Wonderware Integrator of the Year

Å 2008 Wonderware Innovative Solution of the year

ASECO Background



ÅNo Significant 

Difference in 

Actions Taken by 

Best-in-Class and 

Others

What Does it Take to Succeed?



What Does it Take to Succeed?

ÅBut BIC Results are 

Substantially Betteré

ÅSo Whatôs the 

Difference?

Performance

Best-in-Class

(Top 20%)

93% OEE

97% Throughput

3% Downtime

Average

(Middle 50%)

86% OEE

91% Throughput

13% Downtime

Laggards

(Bottom 30%)

67% OEE

74% Throughput

34% Downtime



ÅPervasive Measurement

ÅContinuous Drive to Improve

ïMorning Calisthenics

Å Truisms

ïñYou Canôt Improve What You Canôt Control and You Canôt 

Control What You Canôt Measureò

ïñYou Get What You Measureò

What Does it Take to Succeed?



What Does it Take to Succeed?

ÅKeep it Simple

ÅStart with a Realistic Baseline

Å Understand Financial Impact and Likelihood of Success

Å Pick Your Pilot Carefully

Å Shop-Floor Ownership

Å Do Not Underestimate the Power of Operators to Make Things 

Better



ÅOEE on Bottleneck Asset

ïBottleneck

ÅV-Curve

ÅLeast Reliable

Å Time-in-State on Other Assets

ïNot Scheduled

ïBlocked

ïStarved

ïDown

ïRunning

Å Roll Out OEE as Data Proves the Need

Keep It Simple



Keep It Simple

ÅMust Have Good Data

ï6.5 hrs. Running + 50 min. Down + 1 hr. CIP =

ï8 hrs. 20 min. in One Shift =

ïñThis data is #$%&!  I donôt believe any of it!ò

ÅWhat Does ñGood Dataò Mean?
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ÅWhere Does Good Data Come From?

ïAutomation

ïManual Data is inaccurate and inefficient

Å Problem

ïControl systems designed to operate the equipment safely 

and reliably

ïNot designed to provide data for analysis

ïData is not ñreliableò from a metrics perspective

Keep It Simple



ÅSolution?

ïRemediate control systems to provide reliable data as part of 

Efficiency Management implementation

ïExpensive and Time Consuming

ÅWonôt last

Keep It Simple



Keep It Simple

ÅPhilosophy

ïOEE Should Tell You

ÅWhere the problem is

ÅHow big the problem is

ÅWhere to start looking for the details

ïYour People Should Tell You

ÅWhat the problem is

ÅHow the problem should be fixed

ïDonôt Expect OEE to Think for You

ÅThat should be why you are paying your people!



ÅSolution

ïCapture Grouped Data in Factelligence

ÅMask the imperfect fault logic from the Performance 

Management system

ÅGroup to determine type of problem

ïMotor, valve, safety, etc.

ÅSequence groups to deal with prioritization

ïAllows uniform object model

Keep It Simple



ÅSolution conôt

ïUse Factelligence Reason Code Groups to Determine Who 

Should Investigate Problem

ÅOperational, Mechanical, Electrical, Utilities, etc.

ïDo NOT Capture Details in Factelligence

ÅStream Detailed Fault Data to Historian

ïDetails available for engineering analysis if needed

Keep It Simple





OEE States



Downtime by Responsibility



Fault Pareto



Fault Details in Historian


