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INTRODUCTION

In release R12 Oracle has spent much of the development work enhancing the capability for
management to communicate with the shop floor via the Workstations. Shop floor execution has
been a weak area in Oracle Manufacturing and it is very good to see that the enhanced ability to
communicate faster/better/easier both up and down the organization has been enhanced. One of
the clichés in the industry is “Shop Floor to Top Floor” but it is a real need in the fast world of
manufacturing. Having a systematic mechanism to make sure that the right information gets to
the right people on the shop floor is crucial. Reporting back from the shop floor is necessary to
let management know that the execution is going on per the plan. Operators and/or shop
supervisors should have the method to communicate any problems quickly back up the chain-of-
command. Changes in the plan and alternatives when problems are encountered must be
brought back down quickly to minimize waste and indecision. Manufacturers can no longer let
problem surface only in weekly meetings and status reports.

The R12 enhancements also give users a much better shot of really going “paperless” on the
shop floor. The “Paperless Shop Floor” has long been required in many manufacturing
environments, where the latest information is required to be available electronically, at the speed
of light. Paper instructions traveling on the shop floor can get old, or damaged and costly
mistakes can be made following out of date instructions/materials.

We will examine the R12 Workbench enhancements that have been released in the Flow
Manufacturing Module that is sometimes called FLM, the Oracle Discrete Manufacturing Module
or ODM and the Oracle Process Manufacturing Module or OPM. While it is unlikely that one
single organization will use all of these three methods of manufacturing it is possible that it can
happen especially in the medical devices industry. Since these products have been converging it
is quite possible in the not too distant future that one organization may use all three modes of
manufacturing execution.

Flow Manufacturing

Flow manufacturing is also called Lean Manufacturing or Just-In-Time and uses the principles of
demand flow manufacturing to produce product is required, for customer orders, quickly and to
meet the demand exactly on-time. Usually, in order to use Flow a company needs to have
production facilities that subscribe to the principals of Lean Manufacturing. It is necessary to
design production facilities so that production lines, resources, machines, and labor are making
only what is needed for immediate customer orders.

Discrete Manufacturing

Discrete manufacturing is Oracle Applications method to handle the unique problems in
manufacturing equipment, like electronics, medical devices or a complicated assembly like the
space shuttle. Discrete manufacturing is based on piece parts that are assembled or machined
to make larger assemblies. ODM has a great deal of functionality to manage the Bills of
Materials, Routings and Engineering changes that are required to adequately track assembly and
cost the finished product.
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Process Manufacturing

Process manufacturing is used at companies that make products that use formulas, receipts
and/or have co-products or by products. Typical users of OPM are manufactures of food
products or chemicals that have complex internal processes and need a high level of control.
The OPM capabilities allow for multiple units of measure because the flexibility in batch
production is required in process industries.

Flow Manufacturing Workstation Usage and Setup

Flow Workstation in 11i10

Before we begin to look at the R12 Flow Workstation it is important to mention
that in 11i10 the first Flow html workstation was released. The current version of
the Workstation in R12 is an enhanced version of the 11i10 Workstation. There
was a previous workstation but the 11i10 workstation was an improved and
written in html. Also in 11i10 important new line sequencing functionality was
released. The sequencing functionality allowed a user to setup attributes and
setup literally hundreds of user defined attributes for constructing rules for
scheduling the Flow Line. Itis also possible to setup constraints like allowing
only 50 of a particular model to run in one day. An example of using the
sequencing functionality, would be to schedule an automotive line to run based
on color, so by using penalties the colors in a day would be run from light to,
darker throughout the day but only 50 hatch backs could run per day.

One negative aspect of using 11i10 Flow Workstation was that when you
completed a Flow Schedule the system navigated the user back from the html
interface to the completion form — in Oracle Forms. This navigation from the html
interface back to the forms and then back again was very inconvenient and
confusing. (I believe that training would be difficult if not impossible.) The new
version is seamless in operation in html and the look and feel is consistent so this
is an important enhancement for usability.

Flow Workstation in R12 — The Look and Feel

The Workstation that was released in R12 is now a complete and a fully
functional tool to use on the shop floor. One thing that is important in a Flow
environment is to keep operations simple and expend labor time performing only,
value added tasks. The basis of demand driven manufacturing is to perform only
valued added steps in manufacturing with waste continuously being driven out.
The overall look and fell of the Workstation is that everything you need is there
and navigation is relatively intuitive. This makes for a high value interface that is
in keeping with Lean principles. My personal view is that the R12 Workstation
has all you need to run a Flow Line efficiently by any operator. The Workstation
is transaction oriented and the navigation is straight-forward.
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ORACLE" riowmanufacturing
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Workstation = LinefLine Operation HOU-LN1/0OP10
Work Queue (HOU,

Flow Schedules

Select Schedule: | Express Complete Line Operation (5) H?:leete Line Operation V(ré)iliim)mpl;te SChEduléiEfli Express Complete Schedule (4) || Get Event (6) U Get Schedule (7) ‘ Action

Select Schedule Number Assembly Assembly Description Build Seq Plar
® o057 FLM-Lot-Controlt Flow Lot Assembly 1 20
O los9 FLM-Lot-Controlt Flow Lot Assembly 1 25
O |os0 FLM-Lot-Controll Flow Lot Assembly 1 27
Q |o61 FLM-Lot-Controli Flow Lot Assermbly 1 29
O |o62 FLM-Lot-Controll Flow Lot Assembly 1 31
Events: 957
Event Seq Coda Description Departmu
it EVO1 Standard Event 1 FLOW-1
Return to Wi

Home Sequencing Tasks Workstation Setup Home Logout Help Preferences
Privacy Statement Copyright (c) sie. All fights reserved.

Flow Workstation left half of Work Queue.

Home Logout Help Preferences

LinefLine Operation HOU-LN1/OP10

—” Complete Schedule (3) H Express Complete Schedule (4) ” Get Event (6) “ Get Schedule (7) I Action | Scrap Assembly V| [60] @ previouss[e10 [ nets @

Assembly Description |Build Seq Planned Quantity|Completion Date
Flow Lot Assembly 1 20 5 04-Feb-2008 23:59:00
Flow Lot Assembly 1 25 5 04-Feb-2008 23:59:00
Flow Lot Assembly 1 27 5 04-Feb-2008 23:50:00
Flow Lot Assembly 1 29 5 04-Feb-2008 23:59:00
Flow Lot Assembly 1 31 5 04-Feb-2008 23:59:00

Description Department

Standard Event 1 FLOW-1

station Setup Home Logout Help Preferences

Copyright (c) cle. All rights reserved.

Flow Workstation right half of Work Queue.

There are six buttons that give the shop floor personnel a way to quickly
communicate progress on the shop floor or to drill-down to get more information
on a particular Flow Schedule or Event.
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ORACLE" Flow Manufacturing
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Flow Workstation Event View with Work Instructions being viewed — top half of screen.

the top cormer.
2. Route the fan
wires trough the
noteh on the back

of the fan and
attach to the fie
mount with a cable
tie.

[1][6007-0357  TIE MOUNT, 75"SQ,ABS BLK,ADH BACK
[2]|e007-0322  CABLE TIE,.87"D BUNDLE,NYLON,ELK 1

Aftachments

Comments

i 1of1 | & & =n
Resources
Resource Seq Type Code Description oM Basis Usage Available 24 Hours Schedule
20 Machine MACH-1 Machine 1 HR Ttem 0.03 Yes Yes
30 Person LBR-13 Laborer 1 HR Ttem 0.03 No Yes
Detail Properties
Line HOU-LN1 Line Operation EVO1
Schedule Number 957 Build Sequence 20
Assembly  FLM-Lot-Controll Assembly Description  Flow Lot Assembly 1
Scheduled Completion Date 04-Feb-2008 23:59:00 Scheduled Quantity 5
BOM Revision 0 BOM Revision Date 04-Feb-2008 23:59:00
Routing Revision 0 Routing Revision Date 04-Feb-2008 23:59:00
Alternate BOM Designator Alternate Routing Designator
Schedule Group Sales Order 10000037.Standard Order.ORDER ENTRY
Completion Subinventory Completion Locator
Project Task
Unit Humber

Assembly Item Properties
Late Demands Penalty

Invoice UOM
Material Over-Capacity Penalty

Flow Workstation Event View with bottom of Work Instructions showing detail properties and
Resource requirements — scroll down to view the bottom of the screen.
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Flow Workstation update Flow Schedule Information.
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Home Logout Help FPreferences
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Quality information can be input when the proper triggers have been set.

The quality information is entered as part of the process and is virtually
seamless. In-line quality input means that any problems in the process are
reported in a timely manner.

Flow Workstation in R12 — The Setup

The setup of the Workstation while not complicated must be done and careful
consideration should be exercised in the various setup options in for using the
Workstation. Since there are many options on what displays and how the
Workstation displays the setup should be thoroughly tested with your user
community and accepting the defaults is probably not going to work for your
organization.
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Find %

Responsibility =
Flow Execution Warkstation
Flow Manufacturing

Flow Sequencing and Execution
Inventory A

( Eind | ( ok ||cance |

The Flow Sequencing and Execution is used for setup.

ORACLE Flow Manufacturing

Close Window Help Preferences

Home | Sequencing Tasks | Workstation
Sequencing Attributes | Sequencing Rules | Production Lines | Workstation Parameters

(i) Information
New parameters initialized from its parent level parameters.

Update Workstation Par

[

Organization HOU Production Line Line Operation il an
Cancel Apply

[¥] Workstation Enabled

Schedule Selection Mode
Automatic Schedule Transition El
[No ]

No
View All Schedules |No |
No |

Automatic ECO Check
e

ECO Days After

Backflush Option | Actual / Primary Path v

Instruction Frame Height 800

Line Operation = Event
Page Regions
The Flow Sequencing and Execution is used for setup the Setup Tab — Workstation Parameters.
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Line Operation
Page Ragions

Description

Tab Regions

Avvaiaiie

Description

Instructions

Avalable

vent

Setup of the Line Operation and Event Regions.

Once all of the setup is done in Flow it is necessary to go back into the forms and
setup Quality.

age Regions

Description

Tab Regions

Avadable

Description Description

Instructions

,,,,,,,,,,,

Quality Setup is
performed in Quality
Forms using the
Collection Transactions —
Triggers for a Flow
Operation Completion.

Trigger Name
tem

Caollection Tripgers (88 conditions mus? be met for dats collection)

Conditsan From To
aquats (=) = | FLM-Lot-Controf

Setup of Quality is accomplished in the Quality Form.

With the setup complete of all of the components it is possible to move off the
11i10 workstation with very little training and begin to experience a faster and

more responsive lean manufacturing environment.
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DISCRETE MANUFACTURING EXECUTION SYSTEM
Discrete Manufacturing in Release 12

In Release 12, Oracle introduced manufacturing execution support for Discrete
Manufacturing. This support was in the form of the MES Workstation for shop
floor operators and the MES Supervisor Workbench for shop supervisors. A
dramatic improvement over the Oracle Forms based screens in version 11i10
and prior, this new functionality offers capabilities heretofore found only in stand-
alone manufacturing execution systems. The upshot is that customers who are
currently using or may be considering purchasing MES software from a best-of-
breed company might now find the support they require in a module that is part of
the fully integrated Oracle E-Business Suite.

Even for companies not looking to a standalone MES, Oracle’s Release 12
solution has some marked improvements in interacting with the shop floor and
performing the daily activities of viewing, recording and analyzing information.
The first and most obvious upgrade is that the MES Workstations eliminate or
greatly reduce the need to navigate to numerous screens to obtain job
information and report progress. Once into the details, you can see that
transaction entry flows have been streamlined for some of the traditionally
cumbersome data entry tasks.

Though the improvements over prior versions are striking, the overriding
assumption still holds that it is the workers who interact with the system. Oracle
has not yet achieved out-of-the-box machine data capture and recording, but
Release 12 MES is definitely a step in the right direction. Companies with in-
house manufacturing or assembly operations that are transaction and data
intensive are likely to recognize the greatest benefits from the enhanced
features, but if you do any kind of in-house manufacture, a look at the new MES
is warranted.

There are a few conditions which affect the functioning of the workbenches that
should be mentioned before moving into the details. First is a mandatory setup:
every shop worker who will be accessing the MES Workstation must be defined
as an instance of a resource in a department within the organization they are to
have access to. The other conditions, if present, will enable more of the features
thus providing more potential benefit. If your discrete jobs are modeled with
routings, the operations on those routings have resources particularly time-based
ones, and move transactions are performed for all or most operations and
processed online, you will be able to take fullest advantage of the Release 12
MES offering.

Configuration Parameters
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There are approximately two dozen parameters specific to the new MES
functionality controlling user interface layouts, content, system behavior, and
security. Many of these parameters will be referred to below in the applicable
sections of this paper. Examples of parameters with greatest impact are those
related to the dispatch list and its contents, lists of actions allowable on job
operations, and the controlling mode for how workers enter their direct labor time.
Parameters can be set at various levels: site, role, organization, and department.

MES Workstation

The MES Workstation is designed for operators on the shop floor and contains
the manufacturing tasks they are to perform. As are all manufacturing related
screens, it is specific to a single organization. Typically the workstation will be in
the context of a particular resource — labor or machine type — in a specific
department though it can be utilized for an entire department or even an entire
organization. The heart of the workstation, and the starting point for operators, is
the dispatch list.

Dispatch List

The dispatch list is a tabular listing of job operations in the work queue of a
particular resource or department, or the entire organization if that is how shop
management is structured and the number of jobs run is normally not too large. It
is highly configurable as to what job operations are shown (timeframe, status,
etc.), what order they displayed in, and what information is displayed vs. hidden
for the listed operations.

The dispatch list would typically display the job operations that the login resource
needs to work on in the current day or shift. You can choose to display this work
gueue in either of two different ways and the workstation calls those Current and
Actual. Controlled by a workstation parameter, this setting determines which job
operations to display based on either their scheduled start time or the presence
of assemblies in the Queue or Run step of the context operation. The displayed
operations can be grouped, filtered, and rearranged as desired to improve
efficiency.
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ORACLE" MEs workstation
Close Window Help Preferences Startup
Logged In As Gray, Mr. Larry (HOU, ASSY, LBR-1a)
MES Workstation
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Discrete Manufacturing dispatch list with operation readiness and resource running availability

Columns across the screen display data for each of the operations listed and for
some you have a choice as to which data columns are displayed and which are
hidden. In addition to the data visible in past versions such as assembly,
operation quantities, and scheduled start/end times, there are new concepts in
Release 12 such as operation readiness, clock-in, express move, and resource
availability, that can also be displayed. Once a row in the dispatch list is chosen,
any of a number of activities can be performed for the subject operation by
selecting from a dropdown actions list. A hyperlink on the job operation allows
you to drill down to operation details (see the Work Content section below).

For operations that do not work from a dispatch list — certain departments or an
entire organization — there is an alternative to the dispatch list. It is a job search
function that is intended for work centers that work on whatever job comes to
them next in line. The search allows for user entry of a job or assembly and then
brings up a row just like a row in the dispatch list where the operator has all the
same actions available to him as if he were using a dispatch list.

Time Entry

There is significant new functionality in Release 12 in the area of shop employee
time capture to supplement the previously available resource charging capability.
Supported only in MES, these new features provide a way for direct labor
employees to clock in when they are starting a job (and clock out when they are
finished), or select and “reserve” a job before actually starting work on it. These
features support one or multiple operators working on a single operation. A
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workstation parameter controls whether you turn these features on or choose to
capture time the same way you did in prior releases.

If you choose to utilize the new time charging features, two other parameters
come into play. The first allows you to tell the system whether to create resource
transactions from clock in/out entries or just write a record of operation and
start/end time into a table for future use such as import into a time and
attendance system. The other parameter controls whether job-on and clock-in
are one combined function or two separate functions. Job-on is intended for use
when more than one employee is working from a single dispatch list. It provides a
way for one employee to indicate to the system that he or she is going to work on
a job operation. Other employees will then select a different job or, if working on
the same job, will see that it has already been selected and they do not need to.
Combining the job-on and clock-in functions is the normal setup for operations
with a single operator responsible for performing transactions in the system. In
this case, there is no need to select a job until work begins and is recorded by a
clock-in.

ORACLE" MES Workstation

Close Window Help Preferences Startup

Logged In As  Gray, Mr. Larry (HOU, ASSY, LBR-1a)|

MES Workstation

Printable Page | actions | Print Discrete Job Routing ||
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Instance | All s ; -

08 15:45:00)
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Dispatch List
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o
@]
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i
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1

1

1
& 11-Feb-2008 10:00:00 Assy-No-Controll 5 EA 1 25 4
g 1

1

b e e T B .

Q' |bk-job5:10 @ 11-Feb-2008 13:00:00 Assy-No-Controll 8 EA

4 iy-5

Utilizing the clock in and out features creates data records in Oracle that provide
support for a number of other potentially important features. First and foremost,
clocking in on an operation records the actual start time which in turn enables the
system calculation of a projected completion time for the operation (visible on the
supervisor Dashboard as discussed below), and provides data input for more
accurate scheduling in the APS products of operations in progress. It also
provides the supervisor (through the Dashboard) visibility to who is working on an
operation.

Work Content
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Work content is all the information needed to perform work on a particular
operation. Accessible quickly from the dispatch list, this page displays for a single
operation any resource and component requirements, work instructions (loaded
as attachments), sales order and customer, operators clocked in, and more, all
very configurable as to content and order, controlled by desired setting of related
workstation parameters. There is a configurable actions list on this page too
through which operators can access windows to perform transactions, enter job
notes, and access additional information related to the context operation.

ORACLE" MES Workstation

Close Window Help Preferences Startup

| MES Workstation >

Logged In As Gray, Mr. Larry (HOU, ASSY, LBR-1a
Work Content: bk-job2:10
Badge Clock In (0) | [ clock 0ut (9) | [ Move Assembly () | [ Complete Assembly (6) | Actions |Reject Assembly x| [6o |
Current Working Employees
Employee Start Date
Gray, Mr. Larry 10-Feb-2008 12:47:42
Components
Quantity Supply
Component Description Date Required Basis Per Assembly Required Issued Open Allocated Available On-Hand UOM Type Subinv Locator Comments Instructions
Comp-No-Controll Componentl 11-Feb-2008 07:00:00 Item 2 4 0 4 0EA Operation Pull STK L
Comp-Lot-Controll Lot Component 1 11-Feb-2008 07:00:00 |Item 2 2 0 4 0EA |Push *
Comp-Seriall Serial Component 1 11-Feb-2008 07:00:00 Item 1 2 0 2 0EA Push W
Instructions
Seurce Discrete Operation Attach Seq 10
Name 89 Description

Cosmo3D: Camera

+ Ortho: "blueprint” mode

toward

wiewpoint

« Perspective: "reality’ mode

& Internet E q00%
| J stari 20 cle ippli.. | /. Orade Appl.. | 2 Orack Agpll.. | /. MandFacturh . i 0508 oLkl . il Pl < ) M @) [T 1251
Work Content page displays employees currently working, component requirements, instructions

0

e s £

Transactions

With Release 12 MES there is now a more efficient and enhanced way to
perform transactions on discrete jobs. All the transactions you are accustomed to
— move, complete, issue components, charge resources, enter lots and serials,
collect quality data — are supported, along with several new features and
enhancements. New features include direct labor time capture through clock
in/out (as described above in the Time Entry section), compound transactions,
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express move, and user stamp on moves and completions. To understand
compound transactions, think of the current move-and-complete transaction,
often called “easy complete”. More transactions are now combined like this into a
single step allowing operators to perform move and scrap, complete and scrap,
move and reject, etc. in a single pass. Express Move resides in the dispatch list
(see screen shot above) and allows operators to report completion on multiple
job operations in a single pass. For companies in industries subject to audit or
regulation it is often important to know who performed certain manufacturing
activities. The new feature requiring operator entry of a badge number during
moves and completions satisfies this requirement.

On the enhancement front, when recording completions and component
consumption you may find lots and serials easier to enter with inline entry or
express entry. Inline entry reduces clicks and navigation by providing a lot field
and/or a serial field on the same line where the item and quantity fields exist.
These two fields are displayed only for the items requiring them and can be used
when only a single lot or serial, or a range of serials, is involved in the component
consumption or assembly completion transaction. That means this feature can be
taken advantage of when a serialized item is being transacted in a quantity of 1
or a lot control item is being transacted with all quantities from the same lot.

Shop Floor Exceptions

Shop floor exceptions are a new feature available only in Release 12 MES and
are designed to be used to communicate information about abnormal
occurrences on the shop floor that prevent physical completion of an operation.
Manually initiated, exceptions log information into the system to indicate a job
operation is not ready to be worked at a time when the system indicates
otherwise. Some examples of such occurrences are a machine not starting up or
otherwise not being ready to work, insufficient or incorrect components,
assemblies not received from a prior operation, quality problems warranting a
stop-work. Operators can log such an incident as an exception, classify it with a
reason code, enter a text explanation, and have it routed as a notification to the
supervisor. Exceptions can then be managed and resolved through the
Supervisor Dashboard (further described below) or as a response to a
notification.

Exceptions can also be mass entered. An example occurrence warranting mass
exceptions is a material planner creating an exception for all jobs impacted by a
rejected component lot in inspection. Operators would see this exception on the
dispatch list for any job impacted and know it was not ready to be started.

MES Supervisor Workbench
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The MES Supervisor Workbench is designed for the shop floor supervisor and
contains access to information and activities that are typically supervisory in
nature. Just as with the MES Workstation, it is specific to a single organization
and the context is determined by the information entered at login. When only an
organization is entered, the workbench displays information for an entire
organization. When an organization and department are entered, the workbench
displays information for the specified department. The same holds true if a
resource is also entered. The workbench contains two tabbed pages — the
Dashboard and the Supervisor Workstation. The Dashboard is intended to be the
starting point for supervisors, and the Supervisor Workstation is very similar to
the MES Workstation for operators with the focus being the dispatch list. Actions
are available in both tabs and include those typically not available to operators
such as a view of job transaction history, direct access to the Job Workbench
and Resource Workbench for scheduling, and a link to directly access
Manufacturing Daily Business Intelligence.

Dashboard

The dashboard is the center of visibility to work progress and shop floor status.
Views of anticipated capacity shortage for selected resources, jobs running
behind schedule or beyond shift end, and which resources are working vs. idle
provide information valuable for ensuring efficient shop floor operation. The
dashboard is also the control point for viewing, analyzing, and resolving shop
floor exceptions, and seeing other jobs that may be impacted by the situation
called out in an exception. Resolution options supported include assigning work
to an alternate resource, rescheduling the operation, expediting or re-directing
material, placing a job on hold.

ORACLE. MES Supervisor Workbench

Close Window Help Preferences Startup

Dashboard | Supervisor Workstation
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Dashboard
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Shopfloor Progress: HOU (ASSY)

Capacity Shortages = Current State =

i i :Z] -
Resource Department Job Op  Assembly Operator Actual Start Date  Projected Completion Date Qty Scrapped Qty Rejected Dispatch List
LBR-1a  |ASSY bk-job2:10 Assy-No-Controll Gray, Mr. Larry 10-Feb-2008 12:47:42 11-Feb-2008 08:00:00 0 ] =]

Actions | Launch Resource Workbench :"I M

Dashboard Supenisor Workstation Close Window Help Preferences Startup

Privacy Statement Copyright () 2008, Oracle. Al rights reserved.

MES Dashboard for supervisors

Supervisor Workstation

Very similar to the MES Workstation for operators, this screen is based on a
dispatch list and is also configurable as to actions and information available to
each particular supervisor. Views of current and upstream dispatch lists can

assist supervisors in planning work for a following day or shift and analyzing work

load for overtime planning.
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Process Manufacturing Workstation Setup and Usage

The OPM Workstation is part of Oracle R12 new functionality for Process
Manufacturing and there are 5 major enhancements that have been released.
We will only explore 3 of the 5 enhancements that are most involved with
Workstation functionality. The documentation calls this the Operator Workbench.

Process Instructions
Operator Workbench
Dispensing Pre-Weigh Functionality
Electronic Master and Batch Control Record*
Non Conformance Management*

e Labeling Device Integration*
* Not covered in this paper.

Setup of the OPM Workstation

Setting up the new OPM R12 functionality maybe more complicated than the
other two Workstations we have reviewed. The steps below are not necessarily
all of the steps but will give you a pretty good idea of how the setup works. To
get started you will need to have the System Administrator give you the -- MES
for Process Manufacturing Administrator. This step is necessary because to get
the Workstation functional there needs to be a concurrent process run to turn on
the functionality fully.

ORACLE

Logout Preferences Help
| Logged In As GLAWRENCE
Navigator Favorites

1 Parsonalize
Personalize |

& Warld c nly in 3
! Advanced Planning Administrator | Administrator: Workbench e
' Advanced Supply Chain Planner Workbench
 Flow Execution Workstation Touchscreen Workbench
| Flow Manufacturing = —

' Flow Sequencing and Execution | pispensing

iﬁ%“lﬁ_i‘z Dispensable)l‘-hterial .

| MES for Process 4 Dispensed Material Activity
Manufacturing Administrator = Touchscreen Dispensable Material

1 MES Operator Touchscreen Dispensed Material Activity
1 OPM Material Planner

| OPM Process Flanning Administrator: Inquiry

| OPM Supply Chain Planner " Inguiry

' Order Management Super user - 4 View Device Reguests

Ii'.l'.s_l

'Eﬁql;s_l‘f]mﬂ Dispensing Supervisor

| Process Engineer
I Process Shoo floor Operator \fimas Crirrant Accinnmente

MES for Process Manufacturing Administrator

Once the responsibility has been assigned you will then be able to run a
concurrent process to turn the Profile Option GMO: MES for Process
Manufacturing and enable the Workstation. See the screen shot below.
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Anplication Rea;&snmbmty User
Frofile Option Marme Site:
I GMO: Control Batch Recording Enabled =
GMO: Device Integration Mode Both
GMO: Device Measure Response Cornpi
GMO: Device Read Interval (MilliSeconds
GhO: Device Read Timeout (Seconds) |10
GWO: Device UOM Response Componel
GhO: Label Print Mode
GMO: MES for Process Manufacturing is |Ves
GO Operator Certificate for Process M:

1

A [ »

The Profile Option GMO: MES for Process Manufacturing needs to be Yes.

After enabling the profile option for the OPM Workstation functionality, one very
important thing happens that you need to be aware of. The Enhanced Process
Instructions are now available in the Recipe Form. This allows the user to have
the checked recipe display on the Workstation the process instructions.

O Recipe Delails (YOO)

Recipe |RC-BP-1008-Ch-000009 Version 1 ronte [ for Chniral Lien
Description |RC-BP-1006-CM-00000¢ 3
Product |EP-1006-CM-000009 Quantity 100000 uom LB
Formula |BP-1006-Ch-000002 Yersion 1 Creation Organization | Y00
Routing |RT-BP-1006-CM-000003 Version I Owmer Organization | YOO
Owner |[RMNATHAN cess Loss |

Recipe Type |Sie =
Calculate Step Gty

Total Output Oty 1.00000

=
| PlantiLaboratory  Customer Step Quantity

Organization | Organization Name Type Process Loss |Contiguous
. Yoo YOO - Yorkville Plant ¥ ooooo -
q| v

1 Designer I Organization Details Validity Rules StepMaterial Association

The screen shot below shows the completion of a setup of the instructions for Operation 10: BD-
PICKLE.
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ORACLE" MES for Process Manufacturing
Preferences Help Close Window

Logged In As GLAWRENCE

k
[y Confirmation
Instruction Set updated successfully.
Instruction Set: Operation-10 : BD-PICKLE Change Context |Operation-10 : BD-PICKLE v‘ [6o]
Return
Routing RT-BP-1006-DR-000001 Owner Organization YOO
Version 1 Step 10
Description RT-BP-1006-DR-000001 Operation BD-PICKLE
Create
Instruction Instruction
Set Description Type SOP Update Delete
BP-1006-DR- Operation Instruction -- Please make sure that all of the safety equipment required for your Process
000001 operation is available. Safety equipment can be checked out from the central stores and
disposable equipment must be charged to your department. Notify your supervisor that the 7 i}
operation has been started and the equipment has been properly setup. Setup that require
special tools require that the fixtures be withdrawn from the central storeroom.
| Return

Preferences Help Close Window

Privacy Statement Copyright (c) 2006, Oracle. All rights reserved.
In this screen shot we can see the actual process instructions.

The enhanced process instructions are displayed and it is also possible to link in
a SOP or Standard Operating Procedure. The process instructions are open text
and can be linked to the Recipe or Ingredient.

Operator Workbench

The Operator Workbench (or Workstation) is totally new in R12 and is similar to
the Flow and ODM workstations in look and feel and functionality. The html
display for the operator has tabs and regions like the others workstations we’ve
reviewed. Material and resource requirements can be viewed and inform the
operator of what has to be done. One slight difference is that in the OPM
Workstation a dispensing function is the method used to issue material. As you
would expect in heavily regulated industries in the process sector, there are more
controls and it does takes much more setup.
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ORACLE" MES for Process Manufacturing

Home Logout Help Preferences

Workbench | Dispensing | Inquiry | Setup | Dispensing Supervisor

Workbench > Logged In As GLAWRENCE
Batch Operation: 92-10-BD-PICKLE
Organization YOO Product BP-1008A-CM-000012
Description YOO - Rolling Mill ¥ Description BP-1008A-CM-000012

[@ Showr Details

Operation Execution | Batch Details

Refresh Data |actions |View Details v || Go

Batch Materials
Ttem pescription Type pispense Required WIP Plan Quantity Reserved Quantity Dispensed Quantity Actual Quantity UOM
HR-1008A-460012 HR-1008A-460012 Ingredient  Yes 13000 1] o oLB
BP-1008A-CM-000012 BP-1008A-CM-000012 Product Mo 13000 0 0 oLe
Operations

Select Step: | View Details ¥ | Go |

Select Step  Operation Planned Start Date Planned Completion Date Actual Start Date Actual Completion Date Status
® 10 BD-PICKLE 21-Feb-2008 13:37:19 21-Feb-2008 14:55:19 a
O |20 BD-TANDEM 21-Feb-2008 13:37:19 21-Feb-2008 14:55:19 a
O o BD-ANNEAL 21-Feb-2008 13:37:19 21-Feb-2008 14:55:19 a
O 40 BD-TEMPER 21-Feb-2008 13:37:19 21-Feb-2008 14:55:19 L]

10-BD-PICKLE: Materials

Select Ttem Description Type Dispense Required WIP Plan Quantity Reserved Quantity Dispensed Quantity Actual Quantity UOM
Ho results found.

10-BD-PICKLE: Activities

Select Activity: | View Details | | Go
Expand All | Collapse All

The Operator Workbench provides a “one-stop” screen for Operator Information.

Dispensing Functionality

Dispensing is also known as “pre-weigh” is a key requirement in the
Pharmaceutical, Biotechnology, Food and Beverage and in Chemical
Manufacturing. The dispensing process is used to assure that the exact
guantities, weights or liquid measures are actually dispensed and can be
documented. The dispensing process controls; measurement, labeling, within
the specific quality requirements and the dispensing of the right materials at the
right batch step and the process is document by the system. All stages of the
material process are tracked from the issue from inventory to the delivery to the
batch. It is also important that access to on-line to Standard Operating
Procedures is part of the process and built into the Workstation. In the R12
release, weigh scale integration is also provided because integration to the
measuring devices is required for data accuracy and compliance. Electronic
devices can be integrated and must be assigned to a transaction.

Three modes of dispensing are supported:
— Full Container
— Source Container
— Target Container

Materials may also be dispensed for the whole process - like filters - used not in-
guantity of the batch, but used only once per the process. Dispensed materials
may only be used in the batch they were issued to, but there is a reverse process
called reverse dispenses to handle returns or overages.
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Find Cancel -

14

The setup of a scale and the method of output is shown in the slide above.

The device must then be associated with a transaction.

= _Iolx

Enabled Auto Invoked }
Verfication Required
Level

Subinventory []
CI Subinventory = WIP ]

Dewice Name

" Bysiness Event i ' |SCALE-1

‘u_iﬂ —Bcycle Count
- Direct Receipt
—E—‘Inqp?ntmn
- MisciAcct lssus I
B Misc/Acet Receipt
% Move Order Task Allac
E !.'!l.jl:'lg’arlh'_a[IDll Transfer
- ® pick Drop
& pick
™ Pick Release
<—'5‘." Process Dispensing B
o cacs Paramster v
- PutAway Drop
—"E?Ship Confirm w:
T » o
i 3

The screen shot above show the association of the transaction Dispense to the SCALE-1 and
WIP Subinventory.

Once the transaction information complete the Document Numbering must be
setup.
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ORACLE

Admanistrator: Wodrkbenoh

A trator. ey
2 ooy

35 v Devie Beguest

Despensng Supervyivor
| Workbench

= Ve Curient Assonments

Request
i fun
il e

Document numbering setup is access in the Setup area of the MES for Process Manufacturing
Administrator.

The setup is fairly straight forward to setup the starting document and then the
increment and the length of the field.

ORACI_E' MES for Process Manufacturing

Workbench | Dispensing | Inquiry | Setup | Dispensing Supervisor

Docmment Nombeniio g Onpc i D s G e
Setup; Document Mumbering =

Create Document Numbering

* Tndicates required field

* Transaction | Dispanse v

* Organization YOO Q

Organization Name YOO - Rolling Mill Y
Assignment Type |Automatic ¥

* Start With 1000

* Increment 1

Length

Zero Padding [No %
Preftc |DISP

Suffx |Y

Separator |-
Farmat Example  DISP-1000-Y

Workbench Dispensing Inquiry Setup Dispensing Supe

Privacy Statement
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ORACLE' MES for Procels Manufacturing

Close Window Preferences
Workbendh | Dispensing | Inquiry | Setup | Dispensing Supervisor
Document Numbering | Dispensing Setup | Operator Certification | Dispense Area

Logged In As GLAWRENC

Dispensing Setup

Save Search
~ Search
Organization |voo Q Reclpe | 1%
Ttem |BF-HSLAZ-CM-000ULG Q Status |Not In Use =
6o | | Cwvar |
Create )
Ttem |Organization | | End E-
Delails Tbem - Descriplion Organization) Recipe 'ersion,  Slarl Date Date Status  Duplicate record Update
S Hide BP-HSLAZ-CM- BP-HSLAZ-CM- YOO YOO - Yorkville  RC-BP-HSLAZ2-CM- 1 22-Jan-2008 Nat In R ] »
016 uoooie Uooo1e 12:35:36 Use ! =
Dispense UOM LB Securlty Tag Required No
Upper Tolerance Dispense Explration Fence
Dispense Required yes Lead Time
Tolerance Type  Percentage Instructions ey

Lower Tolerance

Save Search

A fully complete setup of the Dispensing feature shows that the Item to be dispensed and the
security required is defined.

The OPM Workstation Look and Feel

The OPM Workstation is the process industry’s solution for the shop floor. There
are specific parts of the Workstation that would not be practical for the discrete
mode but should fit well in the process industries.

ORACLE" mis for Process Manufacturing

Viokbench > Logged In As  GLAWRENCT
Batch Operation: 92-10- BO-PICKLE

Orgonization YOO Product  BP-1008A CM-000012
Descripbon YOO - Roling Ml Y Descripion  BP- 1008A-CM-000012

Operation kxccution | Batch Detais

Refresh Data Jactons |View Detals %) | G0 |

tem. |pescription Type |Dispense required WIP Plan (uiantity Reserved Quantity Dispensed Quantity Actual Quantity UOM
HR-1008A-480012 HR-1008A-480012 Ingredient  Yes 13000 0 o aLs
BF-1008A-CM-000012 UP-1008A-CM-000012 Froduct He 13000 o o LD

_ Operations

Sehect Step: | View Detads w| | 6o |

Panned Start Date Planned Completion Date Actual Start Date Actual Completion Date Status
21-Feb-2008 13:37:19 21-Feb-2000 14:55:19 -
21-Feb-2008 13:37:19 21-Feb-2008 14:55:18 L]
21-Feb-2008 13:37:19 -
21-Feb-2008 13:37:19 -

10-BD-PICKLE: Materials

Seloct Ttem Description Type  Dispense Required WIF Man Quantity Resorved Quantlty Quantity Q

Moy results found

10-BO-PICKLE; Activities

Select Actvity: | View Details W) | Go

View of the OPM Workstation showing the Operations and the product and ingredients.
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SUMMARY

We have reviewed the new functionality in the R12 Workstations and we think
that Oracle has done a good job of enhancing the shop floor's access to more,
better and faster information. Having the right tool to communicate the
management priorities to the execution layer must be fast, electronic and
appropriate to the shop floor people. The Flow, ODM and OPM Workstations in
R12 are a step forward and each Workstation is functionally appropriate to their
individual though different environments. Pressures in the manufacturing space
have mandated these changes and we are happy to see that Oracle is reacting
to very real needs in manufacturing. Oracle R12 Workstations are a move in the
right direction. We look to Oracle to provide even more functionality to the shop
floor in the future.
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