Mark Twain once ob-
served that “few things
are harder to put up with
than the annoyance of a
good example.” That's
why case studies of in-
dustrial applications are
so useful—they're hard
to ignore. Today’s busy
engineering managers
thrive on learning from
the successes (and fail-
ures) of others—espe-
cially, it seems, in the
automatic identification
industry, where good ex-
amples abound.

SECTION

SECTION
=
(==
o
—
=

Good Examples
and Other
Annoyances

BY MARTY WEIL

OL Manufacturing’s (Oviedo, FL) sur-
vival in the automotive parts aftermarket
depended on the replacement of an in-
efficient shipping system with a state-
of-the-art factory and warehouse man-
agement system—one that met the
compliance marking and shipping label
requirements of its retail, distribution,
and engine rebuilder customers.

To appease a large customer who required bar
coded labels in the AIAG (Southfield, MI) format,
ROL replaced its dot matrix printers with high-
quality laser printers from Monarch Marking Sys-
tems (Dayton, OH), a provider of bar code printing
systems. What started as an effort to satisfy an im-
portant customer ultimately led to a 90% reduction
in bar coded label printing time (based on the time
required to print 100 bar coded labels with nearly
100% first-time scan rates). Operating at rates of 3.6
in./sec., the Monarch printers reduced ROL’s turn-
around time for label orders by at least two-thirds.

“On the distribution side,” says Reggie Kenon,
warehouse supervisor for ROL Manufacturing, “the
new printers have eliminated the need for hand-

A Morton International production associate uses the new lot tracking and data collection system to enter
gas-generant test data quickly and accurately. The data is stored in a local-area relational database.

written production and shipping labels. The re-
quired information is entered into a PC, and the re-
quested number of labels, complete with automat-
ic box numbering, is printed quickly and legibly.”

As parts enter the warehouse, they are scanned
into inventory with an infrared scanner interfaced to
a transportable terminal. To receive an item with
bar coded label information, the operator scans
the part number, quantity, ROL purchase order
number, and warehouse location. Labels for non-bar
coded items are printed at the receiving dock, and
the items are subsequently added to inventory.

After gaskets, seals, and exhaust accessories are
produced in ROL’s punch press operation, a
Monarch 9445 laser printer used in stand-alone
mode produces labels identifying individual parts,
storage cartons, shipping containers, and ware-
house locations. “When the parts leave the inven-
tory and are ready to be turned into a finished
product, they are individually labeled according to
part number, name, application, and UPC code,” ex-
plains Kenon.

“With the data collection system in place, the
time between parts production and receipt into in-
ventory has been reduced from days to hours,”
the warehouse supervisor sums up.

HOGAN'S HEROES. Before the near collapse of the real
estate industry in California, Hogan Manufacturing
(Escalon, CA) manufactured customized structur-
al steel for local builders and architects. The man-
ufacturing organization and information systems
revolved around job-shop work. However, with the
dramatic change in business climate, Hogan wise-
ly converted its operations to produce standard-
ized products—wheelchair lifts for municipal buses
and automotive transportation racks for railroad
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freight cars.

The change wasn't easy.

To convert the shop-floor organization to
support efficient, standard-product man-
ufacturing, Hogan required a new set of
automation tools. One of the biggest chal-
lenges was finding and installing a stan-
dard shop-floor data collection system
configurable to its needs, one that would
closely track labor expenditures and
streamline accounting practices. With
money tight, Hogan could not afford the
expense of creating a custom program.

Hogan Manufacturing had three specif-
ic goals for its new automation system.
First, the software system had to support
both of the new product lines (wheelchair

| lifts and transportation racks). Second,

the hardware needed to support auto-
mated data collection, preferably through
bar codes, in a steel fabrication environ-
ment—without creating additional main-
tenance problems. Third, and most im-
portant, the entire setup needed to
support an inexpensive network between
all four Hogan facilities. (This last criteria
virtually eliminated any solution which
required custom programming from out-
side contractors.)

To meet these requirements, Hogan
combined an efficient mix of rugged bar-
code data-collection hardware, off-the-
shelf software, and internal MIS re-
sources. Hogan selected ShopTrac Data
Collection Systems’ (Calabasas, CA) Start-
Time and StartLabor software packages
fed by Intermec Corp. (Everett, WA) bar
code data collection terminals. “We con-
figured the two packages to match the
business styles of all four Hogan plants,”
says Mike Pardina, manager of computer
development for Hogan. “The network-
ing architecture was inexpensive, requir-
ing only standard IBM PC compatibles
with RS-232 ports.” The network between

An ROL operator uses Monarch's 5720 scanner to

produced and the number of carton labels required. The bar-coded labels are then

printed on Monarch’s 9445 printer.

the shop floor and the mainframe com-
puter serves as a data buffer and editor.

“Fach day’s transactions are compiled
by the ShopTrac software on the PC,”
says Pardina. “The software checks the
data for obvious problems, then prints

AUTO ID HIGHLIGHTS

Data Collection Implementation, from Soup to Nuts

The education firm EQUTEC Inc. (St. Paul, MN), is running a series of educational seminars throughout the
year aimed at simplifying the implementation of automatic data collection systems for manufacturing and
distribution companies. The seminars, called “Big Picture Workshops,” consist of two-day conferences on
how to design, install, and implement complete bar-code data-callection systems in manufacturing and dis-

tribution environments.

“Attendees are asked to bring their plant or distribution center space plan, flow charts, and network di-
agrams, and their corporate mission statement,” declares Scott Olson, president of EUTEC Inc. “Our con-
cept is to cut a very simple path through the daunting process of integrating autormnatic data collection in-
to manufacturing or distribution. The attendees will come to The Big Picture Workshop with a prablem and

leave with a plan.”

Two Powerhouses Team Up

Symbol Technologies (Bohemia, NY) and Microsoft Corp. (Redmond, WA) plan to work together to explore
applications of their technologies in a number of markets. As part of the agreement, Symbol Technologies
will support the Microsoft retail strategy and architecture.

Symbol and Microsoft will work together to evaluate and jointly apply existing and in-development tech-
nologies, including application-specific hand-held computing; radio-frequency data communications via
the Symbol Spectrum One wireless LAN; and PDF417, the high-density, two-dimensional symbology. The
companies will also work towards developing Windows-based retail applications incorporating their re-

spective technologies.
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out a series of management reports.”

These reports were set up by Hogan to
closely parallel the reports their shop-
floor managers received under their pre-
vious, manual process. Only after all prob-
lems are reconciled on the PC are the
transactions released for uploading to the
mainframe accounting package. This al-
lows Hogan to correct problems before
they are incorporated into final accounting
transactions and decrease the transac-
tion load on the host computer.
QUALITY IN THE BAG. Morton International’s
Automotive Safety Products Group (Og-
den, UT) produces automotive air bags
and related components that are used by
most of the world’s automotive super-
powers. Recently—to help keep the com-
pany competitive in an increasingly
crowded field—Morton installed a Quali-
ty Action order system to automate lot
tracking and data collection of its gas-
generant verification testing.

Morton’s Manufacturing Systems Plan-
ning department worked with a systems
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Standards, protocols,
and new products
abounded at IPC '94, and
the message carried by
most of them was com-
munication. More than
ever before, hardware,
software, and the ven-
dors themselves are talk-
ing to each other.
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IPC ’94: Portrait
Of a Changing
Marketplace

BY GREGORY FARNUM and
ALAN J. LADUZINSKY

t the 1994 edition of what was formerly
the International Programmable Con-
trollers show, now officially known sim-
ply as IPC, the primary emphasis was
on forging links between similar prod-
ucts from different vendors, as well as
between seemingly dissimilar systems or
technologies. Industry leaders and new-
comers to IPC, which was held recently at De-
troit’s Cobo Hall, stressed their ability to commu-
nicate, to integrate, and to support the broadest
possible array of official and de facto standards.

Among the industry leaders, Modicon Inc. (North
Andover, MA) showcased
its products combined with
those of its ModConnect
Partners. The demo in-
cluded a Nachi robot, ex-
pert system software from
Gensym Corp. (Cam-
bridge, MA), a bar code
scanner and RFID module
from Datal.ogic, and a vi-
sion system from Acuity,
all linked via Modicon’s
Modbus Plus network and
controlled by a Modicon
984 PLC.

Control Area Network
(CAN) technology made
news at IPC '94 and Modi-
con was part of it. Modi-
con used the show to an-
nounce its support of two
recent implementations of
CAN, DeviceNet from
Allen-Bradley Co. (Mil-
waukee, WI) and the
Smart Distributed System
(SDS) from Honeywell's Micro Switch Div.
(Freeport, IL). Devised in Europe in the early
1980s, CAN is a protocol for communication be-
tween factory-floor devices. According to Chris
Davis, director of business development for Modi-
con, support for these standards “will enable Mod-
icon customers to connect low-level, intelligent de-
vices to Modicon control systems more cost
effectively due to easy-to-use technology and re-
duced installation and operating costs.”

Also on the CAN front, GE Fanuc Automation
(Charlottesville, VA) unveiled a Series 90-30 PLC
interface to support Honeywell's SDS. In addition,
Robert Collins, president of GE Fanuc, revealed that
talks were under way between his company and

Allen-Bradley to clarify the terms of an agreement by |

which GE Fanuc would support DeviceNet.
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Another automation mainstay, Honeywell Indus-
trial Automation and Control (Phoenix, AZ), fea-
tured a comprehensive MES which it calls Manu-
facturing Execution and Control. The system

integrates the FlowStream MES from Consilium |

Inc. (Mountain View, CA) with Honeywell's PC-
based Modular Automation System to deliver pro-
duction scheduling, tracking, and control capabili-
ty. The Manufacturing Execution and Control
system also integrates with SCAN 3000 UNIX, Hon-
eywell's SCADA system designed as an easy-to-
configure alternative to small or medium-size DCSs.
THE CHANGING PLC. Along with ongoing news of De-
viceNet, which one observer likened to a continu-
ous press announcement, Allen-Bradley weighed in
with numerous product enhancements. For in-
stance, it joined Omron in the fuzzy logic control
arena by adding Inform Software Corp.’s (Evanston,
IL) fuzzyTECH to its A-B Control Coprocessor ap-
plications. Inform’s fuzzyTECH acts as a front end
for program development and process optimiza-
tion, and can generate code for use with an intelli-
gent coprocessor on the PLC-5.

A-B also showed its PLC-5/80E with embedded
Ethernet TCP/IP communications, another step
in the industry-wide trend toward open architec-

tures. This allows the PLC to integrate with major
computer vendors and third-party suppliers. The
PLC-5/80E ships with A-B’s Interchange commu-
nications software and builtin SNMP protocol for
network management.

Reports of the PLC’s imminent demise continue,
but as the number of PLC makers shrinks, the vari-
ety of PLC configurations expand. One successful ex-
ample is the micro PLC, a controller that has al-
lowed vendors to serve a growing market of new
users. These new PLC buyers typically need to solve
a simple automation problem with a low-cost de-
vice, and the micro PLC, with its growing function-
ality and attractive price tag, is answering that need.

Square D Co. (Raleigh, NC) showed itself ready to
capitalize on this trend with the TSX 07, a new mi-

| cro PLC designed in conjunction with its sister

The Square D TSX 07 is designed as a low-cost automation solution for
packaging, material handling, HVAC, and pump control among other appli-
cations. It is pictured here with its hand-held programmer, the FTX 117.







