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Rockwell
Automation

Introduccidn

Sistemas de informacion para la industria

Suppliers

Scheduling

e
Business
Context

Maintenance
 PLANT FLOOR SYSTEMS
PLC, Historian, DCS, HMI

Distributors
@ PRODUCTION SYSTEMS & Customers

Laboratory, SPC, MES, EAM, Scheduling

& ERP SYSTEMS
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Rockwell
Automation

Introduccidn

Enterprise Manufacturing Intelligence (EMI)

Manufacturing Intelligence, Operation Intelligence, Production Intelligence

= Acceder a los datos

(De los sistemas de planta)

= Tratarlos

(Agruparlos y contextualizarlos)

= Presentarlos

(Reporte, andlisis, representacion grafica)

Solucion de Software para integrar la informacion
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Introduccidn

Rockwell
Automation

Analisis de datos
Cuadro de mandos e Informes

Agregacion de Informacion,
contextualizacion e inteligencia

FactoryTalk \VlantagePoint

Otros:
Medidores de Control SAP ,DB/DW,
Consumo (PLC, DCS,..)  Historian, SCADA
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Rockwell
Automation

Introduccidn

Enterprise Manufacturing Intelligence (EMI)

Manufacturing Intelligence, Operation Intelligence, Production Intelligence

= No es M.E.S

(Manufacturing Execution Systems)
= No es B.I.

(Business Intelligence)
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Rockwell

Diferenciacion entre MOM (MES) & EMI "

ERP: L4 w Oale %.

Applications

A—“ Microsoft Dynamics

MOM: LBK

Manufacturing
Execution
Systems
(MES)

\_

[ Automation: L1 & L2

RN - -
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Rockwell
Automation

MES y EMI no son antagonicos

Dos funciones distintas

*Manufacturing Operations Management
Mejorar las operaciones sincronizando el
workflow y los procesos para asegurar la
calidad, el cumplimiento y la eficiencia.

*Enterprise Manufacturing Intelligence
Ayuda a mejorar la toma de decisiones
convirtiendo los datos de control en informacion
para tomar acciones.

Mejora combinada de las operaciones en la empresa.
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Business Intelligence vs. Rockwell
Operational Intelligence Automation

Data Sources

Financials
HR

Business

Product/Market Intelligence

CRM

PDM

ERP/MRP

Data Warehouse

Operations

Mfg Databases
Supply Chain Mgmt
MRO Systems

Asset Mgmt Systems
Planning Systems

o{0]0) VP Sales/ Marketing CEO

VP Operations Product Manager CFOICIO | .
Plant Manager Brand Manager Controllers Information
Ops Supervisors Sales Manager Cost Accounting \l_ Consumers
Task Workers
Maintenance Staff
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Business Intelligence vs.
Operational Intelligence

Data Sources

Financials
HR

Product/Market

CRM

PDM

ERP/MRP

Data Warehouse

Operations

Mfg Databases
Supply Chain Mgmt
MRO Systems

MES Systems
HMI/SCADA

Asset Mgmt Systems
Planning Systems

Rockwell
Automation

Business
Intelligence

4

cOoo0

VP Operations
Plant Manager
Ops Supervisors
Task Workers
Maintenance Staff

VP Sales/ Marketing
Product Manager
Brand Manager
Sales Manager

CEO
CFO/CIO , |
Controllers " Information

Cost Accounting \‘— Consumers
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Introduccion

Por qué EMI?

Propuesta de Rockwell

Resumen
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Un mismo equipo, diferentes visiones

Produccion

* Produccion
» Tiempo produciendo
» Mermas

Mantenimiento

* Horas de funcionamiento g e P
« Especificaciones de eficiencial”

» Datos del constructor '

» Recambios disponibles

* Fecha de mantenimiento

0 Calidad

- y * Informe de Lote
» Muestras de laboratorio
 Parametros de proceso

Rockwell
Automation

Ingenieria ’
* \/olumen g
* Temperatura -

* Equipos relacionados
«Clasificacion

L, weld)
Administracion g

* Costes de Produccion
» Costes de Energias
* Coste del Activo
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Diferentes necesidades, ay Rockwel
diferentes sistemas

Silos de Informacion

Los sistemas de control tienen la vision

del estado de las instalaciones e

tiempo real

Historizadores registran el

comportamiento en el tiempo

EI ERP conoce el contexto de negio

Otras aplicaciones guardan la
informacién sobre: Mantenimiento, planes

de produccion, recetas, controles de

calidad, ....

Copyright © 2012 Rockwell Automation, Inc. All rights reserved.



Rockwell
Automation

Consecuencias

Decisiones erroneas
- No puedo encontrar los datos
« No puedo reconciliar los datos
- No puedo correlacionar los datos
- No puede interpretar los datos

Informacion fragmentada
. En sistemas diferentes...

Con diferentes objetivos...
En diferentes lugares...
Con diferentes interfases se usuario ...
Con diferentes APIs...
Con diferente seguridad ...
Los sistemas son cambiantes

Copyright © 2012 Rockwell Automation, Inc. All rights reserved.




La realidad de los CEO'’s Automation

60% de los CEOs dicen:

“Necesito hacer un mejor trabajo consiguiendo y entendiendo la
informacion mas rapidamente, para poder hacer cambios en las

decisiones de negocio”

@ 42% de las transacciones: basadas en papel 40% de

@ 85% de la informacion no estructurada
@ 30% del tiempo de la gente valiosa se gasta bu dget de T

en buscar informacion. se gasta en
integracion

Source: IBM & Industry Studies; Customer Interviews 2004
Source: Gartner
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Localizar situaciones criticas AuTEE o
>

Al PIantManQué capacidad :

"I tenemos para la

' nueva orden? f -
e o AN ! Cual es el nivel
Donde esta -’ ®  4e calidad?

el cuello de
otella?

Knowledge v

Qué hay que , , -y
hacer después g Cuales son ' _
del plan? las causas - Machine Buider

de paro? 7
P Cualesla !/

O

E}E' .
§ . ' . ocupacion de la
schnology Méqu | na')

\q Operator

Planning and Logistics

m
@
@
S
<

ol Engineering

Contr
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El reto de la integracion

Laboratory Information T
Management Systems | |

Production
Scheduling .-

Data Historians
FactoryTalk Historian

Performance
FactoryTalk’ Metrics

Rockwell
Automation

SApd
ORACLE

Q@aos  QOther Database
Systems

Alarms/Events

HMIs
FactoryTalk \iew

————8_—

& 3
i

B

L

| Control Systems
7 LOGIX

Computerized Maintenance
Management Systems
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Islas de Informacion

Cuantas fuentes de datos se necesign para tomar una decision?
4l

Capacidad -~ - Plant Management
Nominal?

1,500 litros/hr

Knowledge Work:

" "Capacidad actual?

1,425 litros/hr

Cantidad a _
Producir? , Cual es el

10,000 litros 2 ¥ Plan?

30 mins de paro E ¥
planificado

bl ERP  Scheduling  Mantenimiento  Controlador Caliddy

Rockwell
Automation

Nivel de
Calidad?

95%

Se puede!
10,153 litros
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Introduccion

Por qué EMI?

Propuesta de Rockwell
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Rockwell
Automation

Se puede construir sobre lo que ya existe

En la mayoria de los casos los datos ya existen y son validos

Laboratory
Information
Management

Systems
: Other Database

Production = — = 31 L Alarms/Events

Scheduling =

Control Systems

Computerized

Performance Maintenance
Management

Systems
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Su empresa

Rockwell

Una empresa diferentes fuentes de datos |t

Sus fuentes
de datos

ERP (SAP, ORACLE, NAVISION, ...)
DBS (ORACLE, SQLSERVER, OSIPI...)
SCADAS (INTOUCH, IFIX, FTWIEW, ... )
DCS (EMERSON, HONEYWELL, ...)
PLCS (AB, SIEMENS, SCHEIDER, ...)
MATLAB, LABVIEW,

OTROS SISTEMAS ...

Copyright © 2012 Rockwell Automation, Inc. All rights reserved.



Rockwell
Automation

Acceso estandarizado a los datos

Acceso a los datos
Sus fuentes a través

de datos VantagePoint

£Lj Sources
=-{3% Db
ERP (SAP, ORACLE, NAVISION, ...) . =-{3% MsSql

#-{& IncuitySamples

DBS (ORACLE, SQLSERVER, OSIPI...) =-{8 Plastic

#-{ TagProviders

SCADAS (INTOUCH, IFIX, FTWIEW, ... ) TR Tecproviders.
DCS (EMERSON, HONEYWELL, ...) | g &8 Queris
PLCS (AB, SIEMENS, SCHEIDER, ...) % OleDb

MATLAB, LABVIEW, | +1_I Shared
OTROS SISTEMAS ...
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Rockwell
Automation

Un mismo equipo, diferentes visiones

Manteni

* Hors ;
" Espe i NCIONAMIENIO <=

 Datg : i e : I 5 !
*Recqy [i+FHSIULILUIAVGLICS: | L

Historian

- Fecl i RIS SHET T S e -

] 1 S luccion
g iR g T g iR HEH ! ! HiH g iR g E E E E rglas
0

*Tnforme de LOote '
 Muestras de laboratorio
 Parametros de proceso
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Su empresa modelizada

Su empresa

Rockwell
Automation

Su Modelo
de negocio

@ GVRD
;m---vfg TagFolder
#-“§ Documents
:, W Areas
| :,gl lona Island WWTP
. %3 Documents
4§ Reports
a Personnel
v{; Treatment Plants
=-# Collection
=-#J) Pump Station 01
‘ Generators
| Screens
+- %, Digesters
:% Pumps
s Jp-001
+-, p-002
+-#)) Pump Station 02
+-8) Stanley
@ Location
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Herramientas faciles de usar para

comprender mejor

Su Modelo
de negocio

0 GVRD
04§ TagFolder
04§ Documents
-l Areas
=@ lona Island WWTP
4§ Documents
%3 Reports
8 Personnel
%% Treatment Plants
& OJ Collection
- gl‘ Pump Station 01
% Generators
| Screens
'z B, Digesters
= % Pumps
] P-001 |
: + % p-002
| 3 &) Pump Station 02
+-#) Stanley
&g Location

KPIs, Reports
& Analisis

[E)F15)
Bl

e
Rl ) -;_\!WH 00 IE'IEIBE &b@ H 5'
712007 o & E"E 18008:34

Rockwell
Automation
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|/PlasticsCED.
Favortes [ock b
B @) G Poewch Scrwvores @03~ 0 B L8

Alineacion de Obijetivos Iniciativas de mejota

giess | 8] b focaose/incut yPortaPlsticsceo,

El cuadro de mados ' incuity mayt

Plastic: i

EEE \““ |

uuuuu

Objetivos

FW

=

| Local ntranet B

Objetivos

Division
‘

@’ SIEM E =

—NlidaBHe il
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Diferentes usuarios, R
dirferentes necesidades

Automation

Plant Mgmt. Para el ejecutivo
£l = Costes, planes, produccion
« Indicadores Financieros, Sostenibilidad

Para el gerente de produccion

Planificacion, seguimiento activo de la produccion

Estado de la produccion, acciones de mejora

Para el responsable de calidad

= Asegurar cumplimiento, como se ha fabricado

= Modos de mejorar el producto y reducir mermas_| 41l

Engineering Para Ingenieria y Mantenimiento @ (\ (\

! w
1-_,};, \a‘; = Mantener los planes en ejecucion e TEEEET

0.028Q

Mantenimiento predictivo, optimizacion de
equipos

Para los Operarios

Monitorizar el proceso, mantenerlo en marcha

Identificar mejoras para el proceso

Copyright © 2012 Rockwell Automation, Inc. All rights reserved. 27



Rockwell
Automation

Objetivos y retos para operaciones

Necesidades
Globales

Optimizar
Cadena de suministros

[, S

Mejorar
La Eficiencia de Produccion

Mejorar Maximizar
La calidad el uso
Del producto De los equipos

Analizar la produccion

Copyright © 2012 Rockwell Automation, Inc. All rights reserved.



Rockwell

Jerarquias y funcionalidades cruzadas |eisiahe

e e e o Resumen de unidad de negocio
e AT T

T Resumen Area #3
Resumen Area #1

, S — Resumen Area #2 J—
R AT Tl {E AT E B T N -
ey = R T ) R oo (T i, o, (e e
e | P | e (o i o S ., A et s e R
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E e B Py el E
= e TR - Tt e e e s
= i ——— @ 5 gy = =BT R OMELR -
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Top Regional Lost Opportunities P "
Ui Peason sk oot e ey = ¥
IR i cipsml N
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- e argin by Product Type | Location Ancamn  Messan ESL Cost e by oo - NI S S o S taoma
ol o . A o Suaa $E5K [ l I I I —
1 Bl .| e 1 1h I ==
b - [ by Product Type f Location

B 1 KR .l Bl
Soluciones Area #1
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v
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Rockwell
Automation

Vista de una unidad de negocio

d9o3

Chicago Grand Rapids Indianapolis Lincoln

Key Performance Indicators

Consolidated

Chicage Grand Rapids Indianapolis Linceln

Target Current Target Current Target Current Target Current Target Current

Measure 15 day trend

Material Cost

Quality Level

Utilization

Labor Expense

Energy Usage
Inventory Levels

Production Rate

—_— e N
e

PV
W

T ——
—

—_—— N

1300

45

88

250

546

1610

134,000

1282

43

92

245

534

1560

137,000

300

45

88

50

146

40

282

43

92

45

134

360

300

45

88

50

146

40

34,000

282

43

92

45

134

360

300

45

88

50

146

40

34,000

282

43

92

45

134

360

300

45

88

50

146

40

282

43

92

45

134

360

o

%

$K [ day

KWHiday

K

Unitsiday

Available Capacity by Product Type / Location

Grand Rapids

Top Regional Lost Opportunities

Chicago Indianapolis Lincoln

Location Reason Est. Costperday

400,000 — Legend
12 pack
Bulk Dist

Individual

Lincoln Stock out $205 K 200,000 —

Packer down $120 K

—
Operator $80 K

Margin by Product Type / Location
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Rockwell

Vista resumida de un area Automation

2 O HRAG PO RS e-JdP3

Key Performance Indicators Equipment Bad Actors Lost Opportunity

Quality Level ® - 45 43 o m Packer down S120K

Utilization 88 2 % Compressors u Conv. Operator $B0K
Motors  Centrifuge

Measure 15 day trend Target Current Units - Reason Est. Cost per day
Material Cost e S 300 282 $K I day = I I I I Stock out $205 K ]
Bt e

Labor Expense o 45 9K [ day
Eneray Usage 134 KWHiday Priority Orders

Customer Product Quanti Due Date
Inventory Levels —_— 360 $K AV ty AV AV

Production Rate Units/day Walmart 12 pack 75,000 01-04-07
2 Northwest Dist. Bulk Dist. 40,000 01-05-07

TKL Inc. Individual 30,000 01-06-07

Six Sigma Defect Opportunity by Product — — 22000 ST

15 day trend Kroger 12 pack 19,000 01.06-07

12 pack Bulk Dist. Individual Ralphs 12 pack 32,000 010707

Legend
Label
Weight
Package Maintenance Work Orders

More ...

Maintenance ltem AV Priority AY Due Date AY Status

Packing Conv Motor Emergency 01-05-07 In Process
ASIRS Drive Scheduled 01-10-07 Pending
Mixer bearings Scheduled 014207 Open

More ...
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Vista de los equipos de una zona

0 © HRG L0 RS

Asset Explorer - Pumps

Rockwell

Automation

oy -
l!' —

_A

Process Data ...

&=

Pump 12-R Critical Data

Legend
Stopped
Running
Current
Temp
Vibration

=

AgAXs®

——ru

68 TAMEANAN

weAY g0 '}

—

Ll

Pump 12-R Maintenance Work Orders

Maintenance ltem

Packing Conv Motor
ASIRS Drive

Mixer hearings

AV Priority

Emergency
Scheduled
Scheduled

AY

Due Date

AY

01-05-07
01-10-07
01-12-07

Status AV

In Process
Pending
Open
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Rockwell

Ot oS ej em p I 0S Automation

Wawa Gwpieses  Baparts  Tvesds  Geedes  Tasin  Gwea Ny bewy
FactoryTalk VastagePoint

Sl TRl T ey

-

bt

H"I"“lllllnmnn. - —

M e |||
////;'//’/’ / A th || LBl

i
i

i

¥
i

— - —

.)._‘
-,
=4 " ] l [ IIII" | || II o
=
| 9

FactoryTalk VantagePoint

Wame Lapherns  Maparts  Trands  Osedes
= L N 3

— FacloryTalk VantagePoint

Fase hace Comtrad Loges Cuopaenas

ControlLogix Diagnostics &
Name cPUIS

Remdate Run
OK

16.02
CPU1S

),

—_——

5400

25ms

10ms
192.168.1.210

CcPU
Program
oK

16.02 . e e -

cPUe -
=R E IS

————
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Rockwell
Como se construye la solucion?

N v

La

Laboratory
Information

Production

I ¢ -‘ Alarms/Events
Scheduling r o)

Systems

L Jitii '\

Control Systems
Data Historians

Computerized

Maintenance

Management
Systems
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Rockwell
Automation

Solo se necesita un navegador
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Rockwell

FactoryTalk VantagePoint XY Plotter -

* Analizar un valor con respecto
a otros periodos de tiempo
incluyendo-historico,
predefinidos o en tiempo real

* Mostrar y comparar varios
pares de tags al mismo tiempo

* Potente funcionalidad incluida-
drag & drop, pan, zoom y
escala

Copyright © 2012 Rockwell Automation, Inc. All rights reserved.



Rockwell
Automation

Generador de tendencias, facil de usar

* Comparar los datos en P
periodos de tiempo diferentes, | T s eeoon sk anf ERSE
incluyendo el tiempo historico, — |L e

t | Filter On Types..
pre-sety rea y
-4 Incuity Gulf Drilling

/2
well Comparison: Shifts 1 and 2

etiquetas /items del modelo al
mismo tiempo

* Analizar y mostrar varias “ .
S wrells 2 I 1“ .

* Potentes funciones para
generar tendencias: arrastrary
soltar, pan, zoom, apilar y
sincronizar

* Publicar y compartir las
tendencias con otros a través
del portal

Copyright © 2012 Rockwell Automation, Inc. All rights reserved.



Rockwell
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Reports en Excel disponibles para todo

— Home Insert Page Layout Formulas D ew View Add-Ins Pl

VantagePaint - | S 1 El 2 5 @ [T

PLSMT -

Menu Commands Custom Toolbars

» Facil recuperar los datos de ——
Historian para usar en Excel

A B G D
TimeStamp “Enterprise:CLX1.T100_Demo_Temp.PV] Enterprise:CLX1.T200_Demo_Temp.PV]
08/04/10 13:17:16 62.53090668 §0.18554688
08/04/10 13:18:18 62.53090663
08/04/10 13:18:20

g  Recuperar

08/04/10 13:19:23

08/04/10 13:20:20 Datos de

» Calcular, analizar y formatear = B cualquier fuente

08/04/10 13:21:26

informes con las == 2
funcionalidades de Excel.

Niaalewine ‘

Calcular, analizar
y formatear

Std Deviation

» Solo "una Unica version de la
verdad" porque los informes de e
Excel se construyen dentro de S Publicar en
VantagePoint y se guardan en S T PO ——
el m Od el 0 antageroin P

06959
60.06959152
60.00327682 133.3470459

® Tank 100

133.3470459

f =) 123.3598022
08/04/10 13:36:08 133.3598022 137.8440857
7 S 137.8. 7

* Los informes publicados pueden =2 = = :
ser vistos por cualquier persona - | = S
con acceso a un navegador '

<> % | sneet [Sheeta [ Sheetd | Parameters
Downtme o) ]
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Automation

Cuadros de mando faciles de leer

Copyright © 2012 Rockwell Automation, Inc. All rights reserved.



Rockwell

OnltorlzaCK,)n de consumos Automation

@ GSK Irvine.xIf - Crystal Xcelsius Designer 4.5
Ele Edt pata view Format Toolk Help

DM & ®E|x|[o]~ %o g e | 8| £ P S S 5 6E

15 Min Cost - Daily Electricity Cost - Month to Date [ BOI |e r Screen L5 Min Cost - Daily Electricity Cost - Month to Date Electricity

Overall Boiler Eff Steam Demand Condensate Return Boiler TDS Heat Recovery

Current Eff ll Current Eff / Current Eff £ Current Eff
89% 21% \ 10% { 80% L E
4
] 100!

p N 100| : o Ll
8hr Eff 8hr Average vs Target 8hr Eff Bhr Average vs Target 8hr Eff 8hr Average vs Target 8hr Eff " Bhr Average vs Target

71% a 1% 46 71% £60 LLA
£4

- F £40
Previous Shift _ £ PreviOuS ShIMt o g2 Previous Shift _ g3
Eff £ EFF 2 f0 Eff 0
59% 599%, > 59%
Savings Savings Savings

g £123 £123
£123 Date Date Date

Monthly £ff | Monthly Average vs Target Monthly Eff Monthly Average vs Target | Monthly Eff T Monthly Average vs Target |Monthly Eff “Monthly Average vs Target
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Rockwell

Integracion con Microsoft-SharePoint G

= i - e i == ——— Enterprise

' 1.1 | = S a— ,“--"—: = om Systems

————

&‘\-Q = v e m
“@"‘ y = : : = V- P G w
7 I : : 9 9 : if A

* —

[SE—

e

ORACLE

Visualization & Reports Dashboards : = Collaboration Advanced Analytics

Unified Production Model - Connect : Contextualize : Deliver Content COGNOS

B _Werk1
B3 Produktion
B Linie 1
B-_3 Linie 2
B3 Anlage 4711
-l Auftrige
&R Extruder 4711
O] Material
® g Nachtschicht A

B Stillstande

SharePoint
Server 2010

FactoryTalk’ VantagePoint EM|

Business Intelligence for Manufacturing
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Beneficios de FT VantagePoint / MS . Rocen
SharePoint utomation

= VantagePoint aporta datos de fabricacion para SharePoint

= Acelera la integracion de los datos de fabricacion en SharePoint
= Proporciona una ventana en tiempo real a SharePoint desde la planta

= Completa el hueco de tiempo real con los sistemas de planta para facilitar la
realizacion de analisis a medida (Bl) a través de la UPM VantagePoint

= Enlaza diferentes sistemas de fabricacion

= SharePoint facilita colaboracion de sistemas corporativos y de Bl para
fabricacion

= Facilita el Analisis de datos de fabricacion a través de herramientas standard de
B.l. (PerformancePoint, PowerPivot, Servicios de Excel)

= Visualice, colaborar y resolver problemas de fabricacion en toda la empresa cen_
herramientas estandar g

= Integracion de datos estructurados y no estructurados SFarepcint
FactoryTalk’ VantagePoint EM|

Business Intelligence for Manufacturing
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Ejemplo de integracion con SP

Rockwell
Automation

Standard ‘Scorecard with
drill-down for root cause

EMI/BI Demo > Plant Manager
g# Plant Manager

B e

el st i il i Lol

[ view Al site Content
Document Center
Executive Portal

Plantwide Production Overview

Model Folder: MyEnterprise.Plant Manager

-

News Report Name: [Plant Overview

Plant Manager
| Plant Manager Dashboard

= Documents

= Lists

Medify.

Generate
Parameters

" Full Screen () Auto-Refresh: | Off

Report Name: IPIant Manager Dashboard

= Discussions

= Sites

Refresh

= People and Groups i
Current Shift:
Reports

Search
Sites

Shift 1

| Nissan Demo

5] Recycle Bin

All Events -

Production Overview Report

Actual vs Tarqet Production

o
Scrap vs Ideal Production

1
[T T [e——
0 96

Available Reports / Trends:

Current Shift

Downtime Events by Reason -
Dispenser Line OEE Trends

Machine State History

2

Uptime Rpt

Quality

Current Shift

Throughput Rpt | Quality Rpt

4 4 ofz b pI [ro0% =l

Generation time:  10/28/2009 12:33:02PM

Parameter Set:  Current Shiftby

Site/Area/Line/WC/Part

Site (Row) , Area (Row) , Line Row) ,
Work Cell (Row) , Part Id (Row)

Plant Model Filter: None

Grouping:

Production Overview Report

| Find | Next |Se|e:t a format

analysis; (representing 6
[ sys)

pd
s I

performance Scorecard - Instacorp v

[ar=

FFilter Mode

2009_Q3
August
Target

September

Actual Actual Target

=l Dispenser
= OEE & &
® D1iFiller  53.75% 52.54% 100 @  52.69% 100 @
100 & 100 &
71.26% | 100 70.49% | 100

100 @ 100 @

® D2 Capper 50.41% 48.40% 49.56%

@ D3 Labeler 71.73%

# D4 Pack 49.64%

= Refill
= OEE & &
® R1 Filler 57.07% 51.48% 100 p 57.21% 100 @
100 & [ " 100 &
100 & 100 &
100 @ 100 @

48.70% 51.98%

@ R2 Capper 66.17% 61.89% 66.26%

@ R3 Labeler 68.49% 65.71% 67.87%

@ R4 Pack 51.47%

51.77% 50.29%

Downtime Reduction
Investigate D2 Capper Downtime ) LineSupervisor 1

=l Add new item

—

Role-based
assignment of ‘Tasks’

Key Links
@ VantagePoint Portal
@ Report Expert

= Add new link

VantagePoint Content
from 4 disparate
systems

All Time, -- Current Shift —

Work Cell Ordered

None

None

in realtime

Site Users

Online

o) LineSupervisor 1
@ PlantManagerA
@ RAMSDEMO \Administrator

Not Online
FinanceChief

Context-sensitive
‘Presence’ for relevant
roles

LineSupervisor 2
MaintMgrPlantA
OperationsChief
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Vision de la Planta en SP

Rockwell
Automation

EMI/BI Demo > Plant Manager
## plant Manager
PlantManager -

View Al Site Content
| Document Center
Executive Portal

News
[ Plant Manager
= Documents

= Lists

= Discussions

= Sites

Welcome RAMSDEMO\Administrator * | My Site | Mylinks ~ | @ .

| Al sites

=

Contact List
Personnel

@ alex Robinson

@ Charlie Keen

@ Eduard Dell

@ Felhofer walter

() Denis Dehenne

= Add new item

j P | Adv Search
Site Actions *

Job Title Availability
(1) Maintenance Team Operator (1) In shift
(1) Maintenance Team Operator (1) In shift
(1) Maintenance Team Operator (1) In shift
(1) Maintenance Team Operator (1) In shift
(3) Plant Manager (3) In office

= People and Groups Maintenance Scorecard

[R5 e VFilter Mode |

| Actual Target
| Sites

e 1 On-time finishing of maint. tasks 140 tsk. 150 tsk. @

Nissan Demo ——
- - - .~ LA} Current outages 2 cnt. 1cnt. @
2] Recycle Bin X h = -
| . ~ - ) Waiting on parts 4 cnt, 1ent, ()

Unresolved issues 7 ¢s. 1es. @
Schdld maint. oper. for the shft, 4 tsk. 1tsk,
Schdld maint. oper. for the wk. S tsk. 1 tsk. .
Past due maintenance 2 tsk. 1 tsk, O

Incidents during maint. oper. 3 les. ()

Production Efficiency: Rerformancs Chart

- % Schedule Attainment: -
Production Efficiency: 642

Scrap Volume
% Schedule Attainment: 79

Scrap Volume -

K
Wednesday, March 05,2006  12:13:16 PM Go Back
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Rockwell
Automation

KPls en tiempo real en el Smartphone

=
Dashboards ~ Collaboration Advancea Analytics Heme  Performances Line... &

Unified Production Model - Connect: Contextualize : Deliver Content
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Rockwell
Automation

Introduccion

Por qué EMI?

Propuesta de Rockwell

Resumen
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Rockwell

Informac:lon aproplada a qwen la necesr[a Automation

/.

g (l[ﬁ‘f"
VT\(

\ ahh UnL

"- M

Labroatorio Direccion General Mantenimiento
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Rockwell

Todo a través de Web = s

Paula Puess

Aul%':lﬁm::: ‘ Information & Visualization Software My Profie > | Logout >

Home Manufacturing Intelligence Data Management Visualization & HMI Asset Management Partners

Print | Email

Manufacturing Intelligence

Manufacturing Intelligence

Manufacturing Performance &

OFE The ability to transform Manufacturing Intelligence into process improvements underscores the value of production data.

Rockwell Automation solutions allow you to leverage the power of Manufacturing Intelligence with a suite of reporting and
analysis tools, interfaces and dashboards designed to deliver contextual, localized, role-based information for better decision
making.

Manufacturing Energy
Management

Dashboards & KPIs

Reporting & Analytics

Bl Ovraton et Octurrence Over l Under qc'e
Videos | Webcasts | Events

T — - 0.028031

£ Cree Toma Pt OAwance

W% A% W % 109%

Make more use of the data you already collect. Find new information to improve operations.

Think of the time spent preparing simple reports. Hours and days can be spent colecting relevant data from disparate systems,
which then needs to be routed and analyzed before production decisions can be made. What if each decision maker had al this
information in a dashboard, updated continually and available any time via a web browser? More informed decisions, utilizing
real-time data, become a standard process in your improved operations.

Copyright © 2012 Rockwell Automation, Inc. All rights reserved.



Rockwell
Automation

No importa el origen de los datos

Su Modelo
Su empresa de negocio

@ GVRD
+-4§ TagFolder
+-“§ Documents
- Areas
= g]l lona Island WWTP
~“g Documents
4% Reports
—& Personnel
35 Treatment Plants
= q_du Collection
- '.al“ Pump Station 01
% Generators
Screens
L B, Digesters
- % Pumps

+ % [T

No es intrusivo
No obliga a cambiar lo existente.
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Permite mantener y reutilizar lo que Rockwell
hemos construido

Automation

UL
KPIs, Reports, Dashboard

Fuentes de datos

La fabrica esta en cambio continuo.
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Rockwell
Automation

Resumen

Informacion apropiada a quien la necesita

Todo a través de web

No importa el origen de los datos

Permite mantener y reutilizar lo que hemos construido
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Gracias

£ [l in

Follow ROKAutomation on Facebook & Twitter.

Connect with us on LinkedlIn.

www.rockwellautomation.com

LISTEN.
THINK.
S .

Rockwell
@ Allen-Bradiey - Rockwell Software  AAUTOMation
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