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ATTENTION

Y ou can obtain service support by visiting Mattec’s web site at http://www.mattec.com, by
emailing the help desk at helpdesk @mattec.com, or by telephone at (513) 683—1802.

This manual isintended for advanced users only who have been properly trained how to
configured the ProHelp® EPM system.
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1. Introduction To ProHelp® EPM

The following sections provide a brief introduction to the ProHelp® EPM Production and
Process Monitoring System.

1.1 Overview

MATTEC Corporation's ProHelp® EPM Production and Process Monitoring System is
specifically designed for real-time monitoring of all types of production equipment. It is used
extensively in the plastics injection molding, extrusion, blow molding, blown film, metal
stamping, die casting, printing, painting, and assembly industries. The basis behind the benefits
from the ProHelp® EPM system is the rational e that plant managers and operationa people will
take corrective actions to solve problems on production equipment when they are aware of such
problems. ProHelp® EPM isthe device to aert employees to problems immediately when the
problems occur. Therefore, tremendous savings can occur in increased productivity and
decreased scrap parts.

The ProHelp® EPM system combines computer hardware, computer software, and Machine
Interface Units (M1Us) into an efficient system to provide real-time production monitoring,
production reports, process alarms, plant scheduling aids, and SPC/SQC process and part
capability analysis. Floor personnel can make use of the machine-mounted terminals to signal
different departments for help, to view production results at the machine site, and to enter
downtime reasons or scrap reasons. Production, downtime, and scrap reports may be generated
on ashift and daily basis, or the user may generate these reports for extended time periods by
specifying a start and end date for the desired report. Job history data is continuously
summarized and available for management's review.

ProHelp® EPM utilizes the Microsoft Windows NT operating system and the Microsoft SQL
Server 7 database. Users may connect to the system from most Microsoft Windows operating
systems.

This manual describes the System Administration functionsin ProHelp® EPM. These functions
are used to configure ProHelp® EPM in an appropriate manner for your facility.
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1.2 The System Manager

The System Manager is a person appointed to be the expert on the ProHelp® EPM system. This
person is usually an employee of the Production Control Department, but may be an engineer or
project leader.

The responsibilities of the System Manager include:

1. Communicate any problemsto MATTEC's Customer Service Department.

2. Install new software updates when sent by MATTEC’ s Customer Service
Department.

3. Determine and initialize the installation variables for downtime names, scrap names,

shift start and end times, machine numbers, ...

Backup the system’ s data to protect against accidents. Daily backup is

recommended; weekly backup is mandatory.

Utilize the purge function of the system to keep things functioning properly.

Configure User IDs and Passwords to permit access to authorized personnel only.

Coordinate training for users of the system.

Contact the MATTEC Customer Service Department to stay abreast of new software

and hardware releases.

>

N O

It isagood ideafor the System Manager to visit MATTEC once per year to receive additional
training on the ProHelp® EPM system.
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1.3 System Components

The following sections provide a brief overview of those components that comprise the
ProHelp® EPM system.

1.3.1 Server Computer

The main ProHelp® EPM computer isreferred to as the “server”, “host”, or “monitoring node’
computer. Thisisthe only computer that is required to run the ProHelp® EPM system. This
computer contains all of the configuration files, datafiles, and ProHelp® EPM software.

The server computer runs Microsoft’s Windows NT operating system and Microsoft’s SQL
Server 7 database.

All M1Us connect to the server computer. All datafrom MIUsis automatically recorded at the
server and can be viewed from other computers in real-time.

1.3.2 Machine Interface Unit (MIU)

The Machine Interface Unit (MIU) is an industrial-strength data collection device that has been
designed and manufactured by MATTEC. It isused to collect production and process
information from the manufacturing machine and transmits that data in real-time to the server
computer.

There are awide variety of MIUs. Most have a graphical interface that allows the machine
operator to view data about the current job and input relevant information (e.g., scrap parts).
Many MIUs have both analog and digital inputs. Many MIUs have an optional PLC interface
that can be used to extract data directly from supported machine controllers.

1.3.3 RocketPort Serial Communication Board And Buffer Box

MIUs are connected to the server computer viaRS-485 cabling. Up to 16 MIUs may be daisy-
chained together on asingle channel. Multiple channels may be used in order to reach the
maximum 4,096 MIUs per system.

The Buffer Box isasmall device that has been designed and manufactured by MATTEC. Itis
usually located with afew feet of the server computer. The Buffer Box converts the RS-485
signal to an RS-232 signal and “conditions’ the signal.

A channel of MIUs (RS-485) iswired into the Buffer Box on one side. On the other side, the
Buffer Box outputs an RS-232 signal that is connected to a serial communication port on the
server computer.
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In most applications, MATTEC will have installed a RocketPort Serial Communication Board in

the server computer. The RS-232 signal from the Buffer Box is connected to one of the channels
on the RocketPort board. The RocketPort board contains multiple communication portsand is a

“smart” device that improves the communication process.

1.3.4 Client Computers

Although the server computer isafully functioning “client” system, most users will want to
connect to the system from their own computer. To do so, they will need to have an approved
Microsoft operating system loaded on their computer. The System Manager will load the
ProHelp® EPM Client software on that computer and configure it to connect to the server
computer. The user will be given permissions to access or modify data, as appropriate.

These users with then be able to view data for the entire facility in real-time.

1.4 Shut Down Procedure

ProHelp® EPM isintended to run 24 hours per day, every day. When it does become necessary
to reboot the system, use this procedure. It will bring the system to an orderly shut down.

* Announceto all usersthat you will be taking the system down. Have all users exit
the ProHelp® EPM software.

* Asaurethat no ProHelp® EPM job changes are under way.

* Asaurethat ashift change is not in progress.

* Login to the server computer as an authorized user.

e Using the mouse, click on the Microsoft Windows St art Menu and select Shut
Down. The Shut Down W ndows dialog box will be displayed.

e Select Shut Down t he conputer? and press Yes.
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2. Basic System Administration

In most cases, the MATTEC Customer Service Department will work closely with your System
Manager to configure your system properly. The following sections are intended as a reference
for the System Manager when it becomes necessary to reconfigure your system.

Caution:

It isagood ideato contact the MATTEC Customer Service Department for assistance when you
need to modify an area of system configuration with which you are unfamiliar. Settingsin the
System Configuration application control the behavior of your ProHelp® EPM system, and
deleting some settings can cause a permanent loss of datal
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2.1 Shift Boundaries

A shift boundary is used to define the normal, day-to-day working shift schedule for one or more
machines.

Advanced Tip #1

Exceptions to the shift boundary configuration (e.g., holidays) are configured in the working
days configuration screen. Reference Section 2.2 for additional information.

A department (Section 2.3) contains a default shift boundary that, by default, appliesto all
machines that are assigned to the department. However, individual machines (Section 2.12) may
override the department default shift boundary and specify a machine-specific shift boundary.

Each shift boundary has at least one (1) “shift change”, and no more than ten (10) shift changes,
per day. The shift configuration isrequired to “repeat” at least every eight (8) weeks. The most
common configuration is a shift boundary that repeats every single week (and is comprised of a
single week in the configuration screen.)

A maximum of 127 shift boundaries may be configured in the system.

The end of one shift and the beginning of the next shift may cross into the next day. For
example, Monday’ s third shift may end on Tuesday morning at 6:00 am.

Example #1.

Imagine afacility where the machines are scheduled to work three (3) shifts per day, seven (7)
days per week. The System Manager would define a shift boundary with 3 * shift changes” per
day and a“repeat” pattern of 1 week. Thus, only a single week would be defined in the shift
boundary configuration.

The precise working hours for each shift would be entered into the shift boundary configuration.
The shift boundary could then be assigned to a specific department and/or specific machines.

In this example, it doesn’t matter whether the machines are scheduled to work on Saturday
and/or Sunday. The System Manager defines whether or not a shift is“active” using the shift
boundary configuration screen.
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To configure a shift boundary, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Clickthesite menuand select shift Boundari es. TheShift Boundary
Conf i gur at i on screen will be displayed.

E= System Config for ProHelp EPM - [Shift Boundaries] H=E
g File Miew Site Window Help =& x|
Shift Bounds Sets — Edit recard
Dezcription : |r[hree 8-Hour Shiftz Reference Murmber : |2
Mumber of weeks : |1
Mew week | Copyp week | [ Elete week |
—wiesk
Sunday | Monday | Tusszday |Wedn88da'r' | Thurgday | Friday | Saturday | =
# Shifts 3 3 3 3 3 3 3
eS| | [ hame ] 1 1 1 1 1 1

Start | 00:00 Sun | 00:00 Mon | 00:00 Tue | 00:00°'wed | 00:00 Thu | 00:00Fd | 00:00 Sat
Copy | End | 08:00Gun | 08:00Mon | 08:00 Tue | 08:00%ed | 08:00Thy | 0&00Fi | 08005at

working [ ¥ I I I I [
e | Mame 2 2 2 2 2 2 2 1
Start | 08:00 Sun | 08:00 Mon | 08:00 Tue | 08:00'Wed | 05:00 Thu | 0S:00Fh | 08:005at
ElEte | End | 16:005un | 16:00 Mon | 16:00 Tue | 16:00%ed | 16:00 Thu | 16:00F | 16:005at
Working [ [ I I I I [
M ame 3 3 3 3 3 3 3

Start | 16:00 Sun | 16:00 Mon | 15:00 Tue | 16:00'wed | 16:00 Thu | 16:00Fi | 16005at
End | 00:00Mon | 00:00 Tue | 00:00'wed | 00:00 Thu | 00:00Fi | 00:005at | 00:00 Sun

drrleine 1 1 ¥ ¥ ¥ ¥ [ i
2 [ >

Eresious week | et week |

Save | Cancel | Eitat |

rr Br

Shift Boundaries I

Ready s
Shift Boundary Configuration Screen
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Example #2:

Imagine afacility where employees are scheduled in “crews’ numbered “A”, “B”, “C”, and “D”.
Each crew works twelve hours per day for 3 days, then is off work for 4 days, then works for 4
days, then is off work for 3 days.

For example, crew “A” works the morning shift and crew “C” works the evening shift. Both
crews work Sunday, Monday, and Tuesday, then are off Wednesday, Thursday, Friday, and
Saturday, then work Sunday, Monday, Tuesday, and Wednesday, then are off Thursday, Friday,
and Saturday. Crews“B” and “D” work the opposite of crews“A” and “C”.

In this example, atwo-week repeat pattern will be required. The shiftswill be named “A”, “B”,
“C”,and “D”, as appropriate.

The precise working hours for each shift would be entered into the shift boundary configuration.
The shift boundary could then be assigned to a specific department and/or specific machines.

Care should be taken when creating multi-week shift boundary configurations. These types of
configurations are generally much more complicated than the simple configuration in example
#1. It may be agood ideato contact the MATTEC Customer Service Department for assistance
when you plan to create a multi-week shift boundary configuration.

When you create a multi-week shift boundary configuration, you need to determine which week
in the configuration screen represents “thisweek”. The Shift Time Utility can help you to
determine this.

Advanced Tip #2
The Shift Time Utility serves two purposes:

* It cantrandate aninternal “time_t” value into a human-readable date/time string.
» |t can assist the user who is creating a multi-week shift boundary configuration by
determining where the present week would fall within the multi-week configuration.

Torun the Shift Time Utility, follow these steps:

e Click onthe Microsoft Windows St art  Menu.

» Click onthe Progr ans menu, click on the vat t ec menu, click ontheutiliti es menu, and
selectshift Time Uility.

e Theshift Tinme Wility will bedisplayed.

To usethe Shift Time Utility to deter mine wher e the present week would fall within a
multi-week shift boundary configuration, follow these steps:
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e Runtheshift Time Uility, asdescribed above.

*  Pressthe Now button.

* The present date/time will be converted to an internal “time_t” value and this information
will be shown on the display.

» Locatethefield labeled shift Cycle I ndexes. Therewill be eight (8) numbers next to this
field, corresponding to the maximum 8-week “repeat” pattern that a shift boundary may
have.

Each of the “Shift Cycle Indexes’ numbers define where the present week would fall within a
multi-week shift boundary configuration. The first number isaways“1” and means that the
present week would be the first week if you defined a shift boundary with a 1-week repeat
pattern. The second number represents which week (1 or 2) the present week would be if you
defined a shift boundary with a 2-week repeat pattern. The third number (1, 2, or 3) represents
which week the present week would beif you defined a shift boundary with a 3-week repeat
pattern. And soon...

For example, imagine that you are creating a shift boundary with a 5-week repeat pattern. In
order to make sense of the configuration screen, you need to determine where “today” would fall
in the configuration. Y ou would locate the 5™ humber to the ri ght of the “ Shift Cycle Indexes’
field in the Shift Time Utility. Imagine that this number is“2”. Therefore, “this week” would be
the 2" week that is displayed in the shift boundary configuration screen.

If all this sound confusing, then a quick call to the MATTEC Customer Service Department
would be agood idea.
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2.2 Shift Exceptions

Working days are used to define exceptions to the normal, day-to-day working schedule (shift
boundary) that was described in Section 2.1.

There are severa reasons why you would need to define an exception to the shift boundary
configuration, including:

* Holidays.

* Exceptionsto the “working” flag for a shift boundary. For example, if you normally
work on Saturdays, but will not work this Saturday, the System Manager would
create aworking days exception.

» Exceptionsto the “not working” flag for a shift boundary. For example, if you
normally do not work on Sundays, but will work this Sunday, the System Manager
would create a working days exception.

The System Manager may create working days exceptions for specific departments and/or
specific machines.

Example #1.

Imagine that all machinesin the department named “Injection Molding” normally work three
shifts per day, Monday through Friday, and are off on Saturday and Sunday.

December 25" falls on a Thursday and the department will be shut down on that day. Y ou could
create aworking days exception for December 25™ that applies to all machines in the department
that specifies that they are “not working”.
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To configure aworking days exception, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

» Click the si t e menu and select Wor ki ng Days. Thewr ki ng Days configuration
screen will be displayed.

E= System Config for ProHelp EPH - [Working Daysz] | [O] =]
ﬁ File “iew Site Window Help - |5’|5|
Wharking/Man-working periods: —MNew recard
Department : Ilniection Malding j
_ Department ; IIniectinn talding j
M achine : |.-’-'n.IIMau:hines j
tdanth : IDecember vl Tear: |2DDB
= Machine : IAIIMachine3 j
Edit |
= Date - |12£25£2DDS B
[Dlete
—I Shift - I.-’-'«II vl
I™ Working
Save Cancel it

] Whorking Daps |
Feady l_’_ v
Working Days Configuration Screen

A working days exception may be applied to the following:

* Onedepartment or all departments.
*  One machinein the department or all machines in the department.
* A gpecific shift for the specified day or al shiftsfor the specified day.

Additionally, aworking days exception may specify that the machine(s) will be “working” or
will not be “working”.
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Advanced Tip #1

Y ou are not required to create a working days exception when a machine runs during a shift
when the machine would normally be turned off. If the machine is running and creating parts,
the M1U will automatically monitor and collect this information.

However, if you run a machine during a shift when the machine is not scheduled to run, the MIU
will not record downtime. Thisis one reason why you might want to create a working days
exception.

Also, if you plan to run a machine during a shift when the machine is not scheduled to run, or
you plan to turn off a machine during a shift when it should run, the Job Scheduler will be
dightly inaccurate. Thisisanother reason to create a working days exception.

Advanced Tip #2

Shift exceptions are “cumulative”. This allows you to easily create exceptions within
exceptions, as needed.

For example, imagine that the department named “ Injection Department” is normally scheduled
to run on Saturday. However, this Saturday, most of the department will shut down. Y ou could
create aworking days exception that applies to all machines in the department that says the
machines will not be working.

However, Machine #1, which is part of the “Injection Department”, is running an important job
and will run on Saturday. Y ou could create a second working days exception that applies only to
Machine #1 that says Machine #1 will be working. This exception will override the department
exception.
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2.3 Department

A department is used to group a set of machines together. Every machine must be assigned to
one and only one department. Departments are a convenient way of organizing machines on the
Real-Time Display, in reports, and el sewhere.

A maximum of 99 departments may be defined in the system.

When determining which machines will be assigned to a department, it iS necessary to consider
the physical wiring that will be defined in the “Channel” configuration. Each channel may have
only one department; therefore it stands to reason that two machines on the same channel must
be assigned to the same department.

A department must be defined before you can create machines. A machineisassigned to a
department via the Machine Configuration program. Reference Section 2.12 for additional
information.

To configure a department, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Click thesi t e menu and select Depart nent . The Depart nent configuration screen
will be displayed.

The following fields are available in the Department configuration screen:

Field Description

Number A unique number, 1-99, for the department. Thisistheinternal
reference number that is used by the system to represent this
department.

Name A unigue name for the department. This name will be displayed on
the Real-Time Display, in reports, and elsewhere.

Description A description for the department. The description will be displayed

on the Real-Time Display, in reports, and elsewhere.

Shift Bounds Set | The default “ Shift Boundaries’ for the machines that will be
assigned to this department. This setting may be overridden on a
machine-by-machine basis in the Machine Configuration program.
Reference Sections 2.1 and 2.12 for additional information

Copyright © 1983-2003 2-14 810-0014 Rev - A
Mattec Corporation



Y ou may view existing departments, edit existing departments, create new departments, and
delete existing departments if you have been assigned appropriate security permissions by the
System Manager. Y ou may only delete a department if no machines are assigned to that
department.

Ex= System Config for ProHelp EPM - [Departments] =]
ﬁ File “iew Site ‘Window Help - |E’|5|
Department — Edit record
[ Injection - Irjection Molding]

Mumber ; |1 "’I

Mame : Ilniectinn

it

[Eoapy

Drezcription IIniecti-:un b olding

=6

Shift Bounds Set: | Thres 8Hour Shitt: 7|
Dilets

LLL

Save Cancel Frift

.

Departmentz

Ready l_ S

Department Configuration Screen
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2.4 Channel

MIUs are connected to the server computer viaRS-485 cabling. Up to 16 MIUs may be daisy-
chained together on asingle channel. Multiple channels may be used in order to reach the
maximum 4,096 MIUs per system.

The Buffer Box isasmall electronic device that has been designed and manufactured by
MATTEC. Itisusually located with afew feet of the server computer. The Buffer Box converts
the RS-485 signal to an RS-232 signal and “conditions’ the signal.

I I s I s Y g N
o e e
D MIU Channel 1
Bedens777 | [ 1 [ 1 1 1 1 1C >
— toMIUs I
Cable PO7 | — | MIU Channel 2
Buffer Box e e s s s I i
Server i
Up to 16 MIUs may be MIU Channel 3

daisy-chained per channel
Phone Modem ¥ P | C A C A A0 1 |_>I

MIU Channel 4

ProHelp® EPM Communication Wiring

A channel of MIUs (RS-485) iswired into the Buffer Box on one side. On the other side, the
Buffer Box outputs an RS-232 signal that is connected to a serial communication port on the
server computer.

In most applications, MATTEC will have installed a RocketPort Serial Communication Board in
the server computer for this purpose. The RS-232 signal from the Buffer Box is connected to
one of the channels on the RocketPort board. The RocketPort board contains multiple
communication ports and isa“smart” device that improves the communication process.

For smaller applications, it may be possible to use acommunication port that is built-in to the
server computer, instead of using a RocketPort board, provided that the computer (and
communication port) isfairly modern. However, this generally is not recommended, and a
RocketPort board is required for most applications.
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A department must be defined before you can create a channel. All the MIUs that will be wired
in to the channel must be in the same department.

A channel must be defined before you can create machines. A machine is assigned to a channel
viathe Machine Configuration program. Reference Section 2.12 for additional information.

A maximum of 255 channels may be defined in the system. Each channel will require an
available serial communication port in the server computer.

To configure achannel, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Click the si t e menu and select channel . The Channel configuration screen will be

displayed.
EZ System Config for ProHelp EPM - [Channels] H=] E
ﬁ File “iew Site ‘Window Help == x|
Channels — Edit recaord
Department : |1: Injection - Inject "I Mumber : m
Irjection Channeil | — Desciption: [Charnel

T Department : |1: Injection - Injection Moltj

1

New Type: IMattec 422 j

Computer: |PROHELP_SERVER
[Velete

f

Setup String: |1

Save | Cancel itk

| Channelz I
Ready l—l— A
Channel Configuration Screen

Most of the fields on the Channel Configuration Screen are self-explanatory. “Number” isthe
internal reference number, 1-255, for this channel. “Description” is the name of the channel that
will be seen in the Machine Configuration program.

“Department” is the name of an existing department. All machines on the channel will be
assigned to this department. “Type’ isaways “Mattec 422”.
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“Computer” isthe name of the server that that channel is physically wired into. Thiswill aways
be the name of the ProHelp® EPM server computer.

The “Setup String” contains initialization information, including the serial communication port
that the channel is connected to. In the example above, “Channel 1” iswired to “COMM1” on a

computer named “PROHELP_SERVER”. Only the number of the serial communication port,
not the word “COMM?”, isincluded in the “ Setup String”.

Advanced Tip #1

All the MIUs that are wired in to the channel must be in the same department.

Advanced Tip #2

Unlike older ProHelp® systems, ProHelp® EPM supports only one (1) monitoring node. All
MIUsin the system are wired into the same server computer.

Advanced Tip #3

Y ou must reboot the server after making changes to the channel configuration.

Advanced Tip #4

The baud rate that is selected for a channel must correspond to the baud rate that has been
selected at the MIUs that are wired in to the channel. 1f you change the baud rate for a channel
without making a corresponding change at the M1Us, the MIUs will be unable to communicate
with the server computer.

Advanced Tip #5

The “Setup String” is used to specify the COMM port and baud rate for this channel. If a baud
rate is not specified, adefault baud rate of 4800 isused. Thefields are entered in the “ Setup
String” field the form comm{ : baud] , where conmis the COMM port number and baud isthe
optional baud rate.

For example, to create a channel for COMM 3 at 4800 baud, you can enter 3 in the “ Setup
String” field. To create a channel for the same COMM port at 9600 baud, you would enter
3: 9600 inthe " Setup String” field.

The following baud rates are supported by ProHelp® EPM, provided that they are also supported
by al of the M1Us on the channel:

1200 2400 4800 9600 14400 19200
38400 56000 57600 115200 128000 256000
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2.4.1 RocketPort Serial Communication Board

In most applications, MATTEC will have installed a RocketPort Serial Communication Board in
the server computer. This board increases the number of serial communication ports that are
available for use.

To determinethe port number for a serial communication port on the RocketPort board
(for usein the“Setup String” in the channel configuration screen, follow these steps:

e Click on the Microsoft Windows St art  Menu.

* Click onthe Progr ans menu, click onthe Control Rocket Port Rocket Modemmenu,
and select Rocket Port  Set up.

* TheControl RocketPort/Rocket Modem Set up program will be displayed.

Comtrol RocketPort/RocketModem Setup i

b ain Setup ; DptiDnS;

— SETT

r’ THE3VATICH IK EIMATE

— Configuration

S COM1
- o COM12
- 5 COM13
- COM14
- 5 COMI5
- COMIE
o Y COM17
L ﬁ CrM1a hd

Add i Eemuvei Ernpertiesi

k. 1 Caricel Help

Comtrol RocketPort/RocketM odem Setup Program

The possible serial communication port numbers will be displayed. For example, the ports 11-18
exist, as shown in the above picture. These numbers, without the word “COM”, are used in the
“Setup String” in the channel configuration screen.
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2.5 System Configuration

The System Configuration screen in the System Configuration program is used to control a
variety of behavior of your ProHelp® EPM system.

To configurethe system, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the Mai n Menu and press
the Launch System Confi gurati on icon.

* Click thesi t e menu and select Syst em Confi gurati on. TheSystem
Conf i gur at i on screen will be displayed.

E=5ystem Config for ProHelp EPM - [System Configuration] i m

o File Wiew Gits Window Help == x|
Process Sheset | Prompt | ProStat® | Purge | Real-Time Display | Reports | Units |
Caleulations I Compatibility | D | Labor | Maintenance | HMIL | Operator Lag

r Production
Parts To Go Caleulation : IEaIcuIated good j

Scrap Predictor Limit : |1EI|1 b
Cycle Time Predictar Limit:l B0z

— Statistics
Percent Eror Calculation : INDrmaIized by zpecification j
— Reports
Overall Equipment Effectiveness [OEE] Calculation: IEycIe Effizigncy ﬂ

Save Restore

Syztem Eonfigur...l

Ready s
System Configuration Screen
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The tabs on the display contain fields that control the behavior of different areas of the ProHelp®
EPM system. Thefollowing fields are available in the System Configuration screen:

Tab

Field

Description

Cadlculations

Parts To Go Calculation

Thisfield modifies the value that is displayed in
“Part To Go” fieldsin reports, on the Real-Time
Display, and at MIUs.

“Calculated Good” isthe default setting. Thiswill
cause the system to calculate “Parts To Go” based on
the job’slot size minus good parts made and takes
actual percent scrap into account.

“Packed Production” will cause the system to
calculate “Part To Go” asthe job’slot size minus
packed parts. Percent scrap is not taken into
account. Because packed parts are usually entered
by machine operators and are often not entered in
real-time, this setting will cause “Parts To Go”
calculations to only be as accurate as the last packed
parts entry.

Cadlculations

Scrap Predictor Limit

Thisfield minimizes the impact of the actual scrap
percent when calculating ajob’s forecasted end date.

For example, if ajob has a standard scrap percent of
6%, and the Scrap Predictor Limit is set to 100, then
12% (6% + (6% * 100%)) is the maximum actual
scrap percent that will be used when calculating the
job’s forecasted end date.

Calculations

Cycle Time Predictor Limit

This field minimizes the impact of fast or slow
average cycle times when calculating ajob’s
forecasted end date.

For example, imagine a job has a standard cycle time
of 30 seconds and the Cycle Time Predictor Limit is
set to 50. The minimum cycle time that would be
used when predicting the job’ s forecasted end date is
15 seconds (30 - (30 * 50%)) and the maximum
cycle time for this calculation is 45 (30 + (30 *
50%)).

Calculations

Percent Error Calculation

Thisfield is obsolete.

Calculations

Overall Equipment Effectiveness

(OEE) Calculation

Thisfield allows the System Manager to modify the
OEE calculation that is displayed in different areas
of the system. Valid choices are “Includes Cycle
Efficiency” and “Includes Yield Efficiency”.

Overall Equipment Effectivenessis an optional
feature.
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Tab

Field

Description

Compatibility

Thefields on this display are used to configure the
text (descriptions, units, and options) associated with
Tool / Machine Compatibility. This data may be
seen in the Tool IDs screen of Edit Facilities and the
Machine Configuration program in System
Configuration.

The fields on this display are used to modify the
maximum field length for various fields.

The ability to configure the field length for afield to
be less than the maximum length is provided for
historical reasons only.

Labor

Automatic Labor Hours Set

Thisfield is obsolete.

L abor

Labor Calculation Style

Thisfield is obsolete.

Labor

Overall Labor Factor

Thisfield is obsolete.

Labor

Automatically Log Out
Operators At Shift Change

When set, this field causes all operators who have
logged in at an MIU for “Operator Efficiency” or
“Operator Tracking” to be automatically logged out
at shift change.

Labor

Process Sheet Labor Factor

Thisfield controls the default value for “Labor Hour
Factor” when you create a new Process Sheet in Edit
Facilities.

Maintenance

Preventive Maintenance
Estimation

Thisfield modifies the default selection for
“Estimation Mode” in the Machine PM Due Report
and the Tool PM Due Report. The user may modify
this selection in the report interface, as needed.

Thisfield does not affect the collection of data.

Maintenance

Maintenance State

These fields are obsol ete.

MIU

MIU Password

Thisfield isthe universal MIU password that is used
in older MIUsto control accessto certain areas of
the MIU, including Machine Calibration.

MIU

Active Cavity Edit Enabled

Thisfield controls whether the machine operator
may modify the number of active cavities for ajob.
When disabled, users must modify the number of
active cavities using the Tool IDs screen in Edit
Facilities.

Thisfield isamost always turned on.

MIU

Packed Parts Entry Enabled

Thisfield controls whether the machine operator
may enter packed parts from the MIU.
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Tab

Field

Description

MIU

Case Entry Enabled

Thisfield controls whether the machine operator
may enter scrap production from the M1U in the
form of partsand cases. When disabled, only scrap
parts may be entered. When enabled, the machine
operator may enter data as parts or cases.

If “Packed Parts Entry Enabled” is enabled, thisfield
also controls whether the machine operator may
enter packed production from the M1U in the form of
parts and cases.

The number of parts per case (for scrap or packed
production) is entered in the Part I Ds screen in Edit
Facilities.

MIU

Keypad Enabled

Thisfield controls whether the keypad will work on
some types of MIUs.

Thisfield isamost always turned on.

MIU

Job Change Enabled

Thisfield controls whether a machine operator may
perform “job control” at an MIU.

Thisfield isamost always turned on.

MIU

Job Selection Enabled

Thisfield controls whether a machine operator may
select which job should be started when performing
ajob change at an MIU. Thisfunctionality requires
asupported MIU.

“Job Change Enabled” must be turned on for this
field to be relevant.

Thisfield isamost always turned on.

MIU

Not Down Label

Thisfield controls the text that is displayed at an
MIU when the machine isrunning. The default
valueis“In Prod”.

MIU

Downtime Unknown

Thisfields controls which downtime reason is
selected when a machine transitions from running to
down.

When downtime unknown is enabled, the machine
will always default into the “Unknown” category of
downtime.

When downtime unknown is disabled, the machine
will return to the last known downtime reason when
it goes down. With this setting, the machine will
only default into the “Unknown” category if the
MIU has been rebooted since the last time a
downtime reason was selected.

MIU

Automatically Reclassify
Unknown Downtime

Thisfield is obsolete.
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Tab

Field

Description

MIU

Base Job

Thisfield controls where a“base job” (that is, an
entire “family job” or a“bachelor job”) isplaced in
the machine schedule when a job change occurs and
the base job is suspended.

MIU

Component Job

Thisfield controls where a“component job” (i.e., a
“son job”) is placed in the machine schedule when a
“job change” occurs and the component job is
suspended.

Operator Log

Operator Log Scrap Descriptions

Thisfields controls whether a user may modify the
“Description” for a scrap entry when using the Scrap
and Packed Parts log in Edit Facilities.

Thisfield isamost always turned off.

Process Sheet

Standard Percent Scrap

Thisfield controls the default value for “ Standard
Percent Scrap” when you create a new Process Sheet
in Edit Facilities.

Process Sheet

Standard Percent Down

Thisfield controls the default value for “ Standard
Percent Down” when you create a new Process Sheet
in Edit Facilities.

Process Sheet

Standard Cycle Time

Thisfield controls the default value for “ Standard
Cycle Time” when you create a new Process Sheet in
Edit Facilities.

Process Sheet

Non-Production Limit

Thisfield controls the default value for “Non-
Production Limit” when you create a new Process
Sheet in Edit Facilities.

Prompt

The fields on this display are used to configure the
text associated with various areas of the system.

ProStat

SQC Reports Selection

Thisfield is obsolete.

ProStat

SQC Entry Order

Thisfield controls the entry order for Variable SQC
dataentry at and MIU.

Thisfield controls the default setting for the “Entry
Order” flag in the ProStat® Sample Data Edit
program. The user may override thisvalue in that
program as needed.

ProStat

Warning If Out-Of-Specification

This value controls the default setting for the
“Warning if Out-Of-Specification” flag in the
ProStat® Sample Data Edit program. The user may
override this setting in that program as needed.
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Tab Field Description
ProStat Suppress Double Read on This setting controls the behavior of the MU when
GagePort Devices entering Variable SQC data using a GagePort device.

When disabled, thisfield requires the GagePort
device to have two (2) consecutive and identical
readings before the reading will be accepted. When
enabled, this field accepts any input from the
GagePort device.

ProStat Variable SQC Decimal Places Thisfield controls the number of decimal places that
are used at the MIU for Variable SQC data entry.

ProStat Automatic SPC Interval Thisfield controls the frequency for taking
Automatic SPC samples at the MIU and may be
overridden in the Machine Configuration program.

ProStat Automatic SPC Subgroup Size Thisfield controls the subgroup size for Automatic
SPC samplesthat are taken at the MIU and may be
overridden in the Machine Configuration program.

ProStat Last 500 SPC Subgroup Size Thisfield is obsolete.

ProStat Samples per Run Thisfield controls the number of SPC sampl es that
comprisea“Run” (“Shift” or “Trend”).

Purge The fields on this display are used to configure the
maximum number of days of historical datato retain
for the specified data types when the “Purge” stored
procedure is executed.

Y ou must manually execute the “Purge” stored
procedure or configure the stored procedure to
execute automatically before data will be purged
from the system.

Real-Time End Of Job Warning Thisfield controls when the “Parts To Go” and

Display “Hours To Go” fields on the Real-Time Display will
turn YELLOW. Thiswill alert personnel to a
pending job change.

Rea-Time End Of Job Alert Thisfield controls when the “Parts To Go” and

Display “Hours To Go” fields on the Real-Time Display will
turn RED. Thiswill alert personnel to a pending job
change.

Rea-Time Downtime Threshold Thisfield is obsolete.

Display

Real-Time Scrap Threshold Thisfield is obsolete.

Display

Real-Time Cycle Efficiency Threshold Thisfield is obsolete.

Display

Real-Time Out-of-Spec Threshold Thisfield is obsolete.

Display

Reports First Line Thisfield controls the first header line that appears
in all reports after the report title. 1t can be used to
identify your facility.
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Tab

Field

Description

Reports

Second Line

Thisfield controls the second header line that
appearsin al reports after the report title. It can be
used to identify your facility.

Reports

Reporting N/A String

Thisfield controls the text that is displayed in reports
when something is “not applicable’.

Reports

Report Down Descriptions

These fields are obsol ete.

Units

Time Amount Format

Thisfield controls the display format for time-related
fieldsin most areas of ProHelp® EPM.

This setting does not affect the MIU.

Units

Date Format

Thisfield controls the display format for date-related
fieldsin the MIU and most areas of ProHelp® EPM.

Units

Date Delimiter

Thisfield controls the delimiter for date-related
fieldsin most areas of ProHelp® EPM and should be
modified, as appropriate, to match the “Date
Format” .

This setting does not affect the MIU.

Units

Hours/Minutes Delimiter

Thisfield controls the delimiter for time-related
fieldsin most areas of ProHelp® EPM and should be
modified, as appropriate, to match the “Time
Amount Format”.

This setting does not affect the MIU.

Units

Part Weight Units

Thisfield controls the display format for part weight
data. Thisfield affects the datathat is displayed on
the screen only. All weight-related datais stored in
the databasein “grams”.

This setting does not affect the MIU.

Units

Material Weight Units

Thisfield controls the display format for material
weight data. Thisfield affectsthe datathat is
displayed on the screen only. All weight-related data
isstored in the database in “grams”.

This setting does not affect the MIU.
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Advanced Tip #1

It isagood ideato reboot the server after making changes to the system configuration to ensure
that your changes take effect.

Advanced Tip #2

Fiields in the System Configuration screen will be disabled if they are associated with an
optional feature and you have not purchased that feature.

Advanced Tip #3

System Configuration is not agood place for “trial and error”. If you are unfamiliar with a
setting in System Configuration, contact the MATTEC Customer Service Department before
modifying the setting.
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2.6 Down Codes

The System Manager may define up to 100 down codes for the entire system. Down codes are
then assigned to a down map that can then be assigned to a specific machine. .

To configureadown code, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Click the si t e menu, click on the Code menu, and select Down. The Down Codes
configuration screen will be displayed.

EZ System Config for ProHelp EPM - [Down Codes] H=] E
ﬁ File “iew Site ‘Window Help == x|
[Diown Codes — Edit record
COLOR - Color Change |[&
P - Mach Prevent _I Mumber : I‘ﬁ':I

FrMLD - Mold Prevent &

Phidasls - Aumiharg Pres: b Code : Ill""’r""\"-“':H
* i
oIl - Dil Leak Descriptian : |Water Leak
AlR - &uir Leak Copy
CYCLE - Failed to Recy —I Calor ;
HANG - Part Hanging c ek ETTEE
QUAL - Part Quaity | po Hag D
ROBOT - Robot * RE 0N
SPRUE - Sprue Picker Dielete | ™ Cyan T ool Change
COMYE - Conveyor

™ Purple Maintenance
DRYER - Dryer —
CHILL - Mold Heater/C " Blue
TEMP - Mold Temp Co CG

RUMNME - Hot Runner Sy

WELD -5 Wwelder
Mer E]TIERNEA' | Save | Cancel | FErirat |
Diown Codes I

Ready l—l— A
Down Codes Configuration Screen

Y ou may view existing down codes, edit existing down codes, create new down codes, and
delete existing down codes if you have been assigned appropriate security permissions by the
System Manager. Y ou may delete adown code only if the down code is not assigned to adown

map.

The “Color” information for down codes is obsolete. When a machine is down, the Job Number
and Machine Number fields will be colored Y ELLOW on the Real-Time Display.
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Advanced Tip #1

The down code where “Number” equals 1 is a special reason and can not be deleted. This code
represents “ downtime unknown” and is the down code that is selected automatically when the
MIU first goes down, provided that the “downtime unknown” feature is turned on in System
Configuration. Reference Section 2.5 for additional information.

2.6.1 Down Map

A down map is a subset of the 100 system-wide down codes. A down map must be defined
before you can create machines. A machineis assigned to a down map viathe Machine
Configuration program. It iscommon for al machines in a department to specify the same down
map. Reference Section 2.12 for additional information.

A down map is comprised of both a“Simple Map” and an “Advanced Map”. The “Simple Map”
isused for older M1Us, those that are capable of using 10 down codes only. The “Advanced
Map” isused for new MIUs, including those that are capable of using up to 100 down codes.

To configureadown map, follow these steps:

o Start the Syst em Confi gur ati on program. To do this, start the Mai n Menu and press
the Launch System Confi gurati on icon.

* Click the si t e menu, click on the Codes menu, and select Down Map. The Down Map
configuration screen will be displayed.
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Ez System Config for ProHelp EPH - [Down Codes Map]

% File View Site Wwindow Help == x|

Current Record

 Lirst Diowin Map M anne: | First Diown Map Reference Mumber: 1

Simple I Advanced ]

Codes Farce Down j

In Prod j

BREAK. - Personnel Break
SAFET - Safety Check

P - Mach Prevent Maint
SETUP - Mold/M achine Setup
Mo Code

Mo Code

Mo Code

Mo Code

Mo Code

flkE

IR RAEAEARIRIE

Save Cancel

Down Codes  Diown Codes Map

Ready

Down Map Configuration Screen
Advanced Tip #1

The down map allows you to select a subset of the 100 system-wide down codes so these codes
may be assigned to one or more machines. It isagood practice to have all of the machinesin a
department use the same down map.

Advanced Tip #2

Check the “Force Down” checkbox to make the down code a “force-down reason” (or “NPC”
reason). When the machine operator selects aforce-down reason, the machine will be treated as
if it were down, regardless of whether or not it iscycling. That is, run time and parts made will
not be accumul ated.

A common use of thisfeature isto alow the machine to be placed in “setup”, where the machine
will periodically be cycled, but will not produce parts.

The machine operator must manually restart the machine by selecting the down reason “In Prod”
after selecting a force-down reason.
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2.7 Scrap Codes

The System Manager may define up to 100 scrap codes for the entire system. Scrap codes are
then assigned to a scrap map that can then be assigned to a specific machine.

To configure a scrap code, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Click the si t e menu, click on the Codes menu, and select Scrap. The Scrap Codes
configuration screen will be displayed.

Ez System Config for ProHelp EPH - [Scrap Codes] [_ (O] %]

% File View Site Wwindow Help == x|

Scrap Codes — Edit record

MFRES - Mon-Fress Par
HAIR - Hailine Flash Number: [T
FINGT - Fingerprints1
SPLAY - Splay
CRACEK. - Crack
BURM - Bum (Capy
SCRAT - Scratches
MATL - Matl Contamin
ASTAT - Ant-Stat Te:
WARP  -Warpage
BIUEE - EBubbles
COLOR - DyedColar

it

Code: [FLASH

LLL

[elete

Dezcription : IFIash on Part

DRAGS - Drags

SIMKS - Sinks

FILL -MaFill

":\-"F.-’-:«":.-:_E'_S - ‘:V'af‘ex vI Save | Cancel Frita
4 3

] Scrap Codes l
Ready i

Scrap Codes Configuration Screen

Y ou may view existing scrap codes, edit existing scrap codes, create new scrap codes, and delete
existing scrap codes if you have been assigned appropriate security permissions by the System
Manager. Y ou may delete a scrap code only if the scrap code is not assigned to a scrap map.
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2.7.1 Scrap Map

A scrap map is asubset of the 100 system-wide scrap codes. A scrap map must be defined
before you can create machines. A machineis assigned to a scrap map viathe Machine
Configuration program. It is common for all machinesin a department to specify the same scrap
map. Reference Section 2.12 for additional information.

A scrap map is comprised of both a“Simple Map” and an “Advanced Map”. The“Simple Map”
isused for older MIUSs, those that are capable of using 10 scrap codes only. The “Advanced
Map” isused for new MIUs, including those that are capable of using up to 100 scrap codes.

To configure a scrap map, follow these steps:

» Start the Syst em Confi gur ati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Click the si t e menu, click on the Codes menu, and select Scrap Map. TheScrap
Map configuration screen will be displayed.
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Ez System Config for ProHelp EPH - [Scrap Codes Map] M=l E
ﬁ File  %iew Site Window Help - |5’|£|

— Current Record

Name: I 10 5erap Reference Nurnber: 2
First Scrap Map
20 5crap Simple | Advanced I
Denny E it |
Jones — d
Frach M e FLASH - Flash on Part - d
MPRES - Mon-FPress Parts
Copy | FIMGT - Fir‘ugerprintﬂ -
HaIR - Hairline Flazh -
Mo Code -
ﬂl Mo Code -
Mo Code -
Mo Code -
Mo Code -
Mo Code -
Eiane [Farize]

Scrap Codes  Scrap Codes Mapl

Ready l_ A

Scrap Map Configuration Screen
Advanced Tip #1
The scrap map allows you to select a subset of the 100 system-wide scrap codes so these codes

may be assigned to one or more machines. It isagood practice to have all of the machinesin a
department use the same scrap map.
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2.8 Help Codes

The System Manager may define up to 100 help codes for the entire system. Help codes are then
assigned to a help map that can then be assigned to a specific machine.

To configure a help code, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

» Click thesi t e menu, click on the Codes menu, and select Hel p. TheHel p Codes
configuration screen will be displayed.

EZ Syztem Config for ProHelp EPM - [Help Codes] M=l E3
ﬁ Eile ‘“iew Site 'window Help - |5’ |£|

Help Codes — Edit recard

ALK, -Cancel Help  |&
HELF - Gerneral fsssiztipgl
|FORE - Foreman | [10

MHumber :

SUPER - Supervizor Edit
TECH - Mald Techmici
MOLD - bold Setup

QCMGR - OC Manager (sapy
QCING - QAC Inzpectar
EMGR - Engneer I e
FROD - Production kda
SCHED - Schedulsr Delete
MATL - Matenal Handhed L
RELOF - Rielief Dperato Desciiption : [Foremarn
MAIMT - 123456733012
TOOL - Tool Room

EPOS - EPOS Swztem.

EE'EI‘} "E':'fkl Lift g vI Save | Cancel Eitit
3

I [

1

Code: |FORE

[

Help Codes

e

Ready I_ o
Help Codes Configuration Screen

Y ou may view existing help codes, edit existing help codes, create new help codes, and delete
existing help codes if you have been assigned appropriate security permissions by the System
Manager. Y ou may delete ahelp code only if the help code is not assigned to a help map.
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Advanced Tip #1

The help code where “Number” equals 0 is a special reason and can not be deleted. This code
represents “cancel help” and is the help code that the machine operator selectsto cancel an active
call for help.

2.8.1 Help Map

A help map is a subset of the 100 system-wide scrap codes. A help map must be defined before
you can create machines. A machineis assigned to a help map viathe Machine Configuration
program. It iscommon for all machines in a department to specify the same help map.
Reference Section 2.12 for additional information.

There is no such thing as an “ Advanced Help Map”. Most MIUs are capable of using eight (8)
help codes only, plus“Cancel Help”.

To configure a help map, follow these steps:

o Start the Syst em Confi gur ati on program. To do this, start the Mai n Menu and press
the Launch System Confi gurati on icon.

* Click thesi t e menu, click on the Codes menu, and select Hel p Map. TheHel p Map
configuration screen will be displayed.
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E=System Config for ProHelp EFM - [Help Codes Map] | [O] x|

ﬁEiIe Yiew Site Window  Help =7 ﬂ

Current Record

Mame: | First Help Map Reference Mumber: 1

Codes j

ACK, - Cancel Help |
HELP - General Azsistance
FORE - Foreman

SIUPER - Supervisor

TECH - Mold Technician
MOLD - Mald Setup
LCMGR - OC Manager
SUUPER - Supervisar

Mo Code

[LEE

A4 A (A | 4[4 4[4]4

Save Cancel

Help Codes Help Codes Map

Ready

Help Map Configuration Screen

Advanced Tip #1
The help map allows you to select a subset of the 100 system-wide help codes so these codes

may be assigned to one or more machines. It isagood practice to have all of the machinesin a
department use the same help map.

Advanced Tip #2

Thefirst help code in ahelp map isaways “Cancel Help”. Thisisthe help code that the
machine operator selects to cancel an active call for help.
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2.9 Tool Maintenance Codes

The System Manager may define up to 99 tool maintenance codes for preventive maintenance
tracking and forecasting. The system will predict when each maintenance code will next be due
provided that you perform maintenance (i.e., enter history) for the specific maintenance code for
aspecific tool. Preventive Maintenance is an optional feature in the ProHelp® EPM system.

When you create tool maintenance codes, you may instruct the system to predict when the
maintenance will next be due based on the following:

e Tool Run Time (“Time Only”),

* CyclesAgainst the Tool (“Cycle Only™),

» Either Tool Run Time or Cycles Against the Tool,
* Both Tool Run Time and Cycles Against the Tool.

To configuretool maintenance codes, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the Mai n Menu and press
the Launch System Confi gurati on icon.

e Click thesite menu, click Codes, and select Tool Mai nt enance. The Tool
Mai nt enance Codes configuration screen will be displayed.
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E= System Config for ProHelp EPM - [T ool Maintenance Codes] M=l E

5 File View Ste Window Help =181 %]

Tool Maintenance Codes E dit record
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[ e | Code . [FLERN
Description : |Elean i Polizh
Q Prewventive Maintenance by
|E_I.J|:Ie Only j
Dvernides Run Tirne |nterval: hiours
Cycles Interval: {50000 cycles

CLEAN - Clean & Palizh

Save Cancel ‘ |

-

Tool Maintenan...

Ready

Tool Maintenance Codes Configuration Screen

Y ou can modify the tool odometer in Edit Facilities. Thiswill affect maintenance predictions, so
you should modify the odometer with care.

Advanced Tip #1

The system will predict when each maintenance code will next be due provided that you perform
maintenance (i.e., enter history) for the specific maintenance code for a specific tool. Thus, even
though tool maintenance codes are configured system-wide, they will only apply to those tools
where you have specifically entered history.

Advanced Tip #2

Tool Maintenance Code Number O is not atool maintenance code at all. Rather, it isa special
record that represents the tool odometer. This record should not be modified using the Tool
Maintenance Codes Configuration screen and awarning is displayed if you attempt to modify
this record in this manner.
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2.10 Machine Maintenance Codes

The System Manager may define up to 99 machine maintenance codes for preventive
maintenance tracking and forecasting. The system will predict when each maintenance code will
next be due provided that you perform maintenance (i.e., enter history) for the specific
maintenance code for a specific machine. Preventive Maintenance is an optional feature in the
ProHelp® EPM system.

When you create machine maintenance codes, you may instruct the system to predict when the
maintenance will next be due based on the following:

* Machine Run Time (“Time Only”),

* Machine Cycles (“Cycle Only”),

» Either Machine Run Time or Machine Cycles,
* Both Machine Run Time and Machine Cycles.

To configure machine maintenance codes, follow these steps:

o Start the Syst em Confi gur ati on program. To do this, start the Mai n Menu and press
the Launch Syst em Confi gurati on icon.

e Clickthesite menu, click Codes, and select Machi ne Mai nt enance. The Machi ne
Mai nt enance Codes configuration screen will be displayed.
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E= System Config for ProHelp EPM - [Machine Maintenance Codes]

5 File View Ste Window Help =181 %]

Machine Maintenance Codes E dit record

Mumber: |5

e Code: [EJECT
Description : |Eiech:|r Ihzpection
Q Prewventive Maintenance by
|E_I.J|:Ie Only j
Dvemdes Run Time |nterval: Ii haurs
Cucles Interval: W cycles

Save Cancel | ‘

i

| M achine Mainte. ..

Ready

M achine M aintenance Codes Configuration Screen

Y ou can modify the machine odometer in Edit Facilities. Thiswill affect maintenance
predictions, so you should modify the odometer with care.

Advanced Tip #1

The system will predict when each maintenance code will next be due provided that you perform
maintenance (i.e., enter history) for the specific maintenance code for a specific machine. Thus,
even though machine maintenance codes are configured system-wide, they will only apply to
those machines where you have specifically entered history.

Advanced Tip #2

Machine Maintenance Code Number O is not a machine maintenance code at al. Rather, itisa
special record that represents the machine odometer. This record should not be modified using
the Machine Maintenance Codes Configuration screen and awarning is displayed if you attempt
to modify this record in this manner.
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2.11 Process Parameters

The System Manager may define up to 64 process parameters for the entire system. A subset of
these Process Parameters is then assigned to specific machines, as appropriate.

To configure a process parameter, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Click thesi t e menu and select Par anet er. The Par anet er configuration screen

will be displayed.
E= Svstem Config for ProHelp EPM - [Parameter Choices] M= E3
ﬁ File “iew Site “Window Help - |E |5|
Parameters — Edit record
Parrm 1 -y MHurnber: IEI
Parm 2 -
Parmn 3 - Pararm m . :
Parm 4 ~Param _ Marne: IE_I,ICIE Time
Parm 5 - Pararm - -
Farm & - Param Descriptian: IMachlne Cycle Time
Parm 7 - Param
Farm 8 - Param Calzulation kethod: IAverage +/- Percent of Range j
Farm 3 - Param
Parm 10 - Pararm L .
Parm 11 - Faram Upper Limit = average + |4 % of range
Parm 12 - Param
Parm 13 - Param Lowwer Limit = average - |4 % of range
Parrm 14 - Pararm
Parm 15 - Pararm
Earm ]E - Eahﬁ_l‘ﬂlll Save | Cancel | Pt |
4 | I *

Farameter Cho. . I

Feady MUM 2

Parameter Configuration Screen

Y ou may view existing process parameters and edit existing process parametersif the System
Manager has assigned you appropriate security permissions. Y ou may not delete a process
parameter, and by default, all 64 process parameters are initialized to default values when the
systemisinstalled.

The“Upper Limit” and “Lower Limit” fields are obsolete and are not used.
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2.12 Machine Configuration

The Machine Interface Unit (MIU) is an industrial-strength data collection device that has been
designed and manufactured by MATTEC. It isused to collect production and process
information from the manufacturing machine and transmits that data in real-time to the server
computer.

There are awide variety of MIUs. Most have a graphical interface that allows the machine
operator to view data about the current job and input relevant information (e.g., scrap parts).
Many MIUs have both analog and digital inputs. Many MIUs have an optional “PLC interface”
that can be used to extract data directly from supported machine controllers.

Machines (M1Us) are grouped together in departments. MIUs are wired to the server computer
in channels. All MIUs on a channel must belong to the same department. Each machine may
have its own shift schedule, scrap map (scrap reasons), down map (down reasons), help map
(help call reasons), machine preventive maintenance reasons, and process parameters. However,
for conformity and ease-of-use, it is common for all machines in a department to be configured
in asimilar manner.

To configure a machine, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Click thesi t e menu and select Machi ne Confi guration. The Machi ne
Confi gur at i on program will be displayed.

Caution:

It isagood ideato contact the MATTEC Customer Service Department for assistance when you
need to modify an existing machine configuration or need to add a new machine to your system.

Changes that are made to this configuration can cause permanent loss of datal For example, if
you delete an existing machine, al datathat is associated with that machine will also be deleted,
including all process sheets, jobs, and job and shift history that are associated with the machine.
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The machine configuration program is somewhat unique because it must correspond to the
physical hardware and wiring in your system. It is used to perform the following:

* ldentify the physical MIU hardware that will be used to collect data from the
manufacturing machine, including analog inputs, digital inputs, PLC inputs, and
reduction methods. This configuration must correspond to the actual MIU hardware
that will be used.

» ldentify configuration for the MIU, including shift schedule, scrap map (scrap
reasons), down map (down reasons), help map (help call reasons), machine
preventive maintenance reasons, and process parameters.

"'}E;_[Machine Configuration - ProHelp EPM

Machine Wiew Help

EAEEER]

Department : IAII Departments j - Current Record

Machine : [MJ01 - Irjection Mackine 01 Last Update 9410/2003 3:26:47 A

General |Ende Mapsl Allls I Inputs I Parametelsl Enmpatihilityl anmeterl Setup I

&l Mach Number IlNJm Department : Im
flzw | Description IW Charinel : Im
ki | Machined Desc: [ Address: |0 j

Machine 2 Desc I Ml Type : IMATTECM\U 'I

Shifl Boundaries : [Depatmert Defaut 7| MILI Level: [10% (Extend) -]
Down Cost Iﬁ Cavity Prezsure Transfer Channel : INone 'I

Grouping

OK/Dut-of-Spec Logai
u AR LR Group 1 Description : I‘I,DDD Ton 'l
Automatic SPC——————— .
B B el Group 2 Description : INone 'l
Period : |1 haur Vl Group 3 Description : INone 'l
Subgroup Size : |2 : Group 4 Description : INone 'l

Eiit

Save | Cancel | Frint....

Feady ,_,_,_ A
Machine Configuration Screen
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There are several tabs on the Machine Configuration screen that are used to configure different

areas of the MIU, including:

Field

Description

General

Thistab is used to configure general information for the MU, including the
machine number (name), department that the machine is assigned to, physical
cabling information (channel and address), and the type of MIU (MIU Type and
MIU Level).

Code Maps

Thistab is used to select an existing down map, scrap map, and help map that
will apply to thisMIU.

AlUs

Thistab is used to configure the AlU hardware that comprises the physical MIU.

When referred to in this context, an AlU isacollection of analog and digital
inputs that are part of the MIU. Modern MIUs, including the TSMIU, have two
(2) built-in AlUs. Older MIUs, including the “black box” MI1U, have one (1)
built-in AlU.

If the MIU has an optional PLC interface, the PLC interface is specified here. If
you are using TSMIUs, you must also select the PLC interface at the MIU’s
Service Display screen.

Inputs

Thistab is used to configure the physical analog and digital inputsthat are
associated with an AlU, including the offset, gain, and the number of decimal
places to associate with the physical input.

If you specified that the MIU has an optional PLC interface (on the AlU tab),
then the inputs on this tab may optionally be configured as“PLC Source”. When
thisis done, additional information is required to configure the PLC input, and
that configuration is entered on this display.

Inputs are automatically added or deleted as you add or delete AlUs.

Parameters

Thistab is used to configure process parameters. Thisisthe actual datathat will
be collected from the machine (analog inputs, digital inputs, and/or PLC inputs)
and that will be stored for jobs.

A process parameter is selected from the list of configured process parameters
(see Section 2.11). Each process parameter is associated with one input.
However, multiple process parameters may be associated with the same input.
Thistab alows you to define the reduction method that will be used to convert
the physical input into useful information.

Compatibility

The compatibility tab allows you to specify Tool / Machine Compatibility
information that can be used to manually compare with the Tool ID. Thistab
does not affect the MIU’ s data collection.

Odometer

Thistab is used to modify/reset the machine odometer (run time or machine
cycles). The machine odometer is used to predict preventive maintenance.

Setup

Thistab is used to specify a web-based setup sheet or to enter a text-based setup
sheet for the Machine. These documents may be seen in different areas of the
system. Thistab does not affect the MIU’ s data collection.
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Advanced Tip #1
All the MIUs that are wired in to a channel must be in the same department.
Advanced Tip #2

Unlike older ProHelp® systems, ProHelp® EPM supports only one (1) monitoring node. All
MIUsin the system are wired into the same server computer.

Advanced Tip #3
MIUs are daisy-chained together on a channel. The channel is connected to a buffer box which,

in turn, is connected to the server computer. Different types of MIUs may be wired together on
the same channel provided that they are all configured to communicate at the same baud rate.

Advanced Tip #4
If you delete an existing machine, all datathat is associated with that machine will aso be

deleted. For example, all process sheets, jobs, and job and shift history that are associated with
the machine will be deleted.

Advanced Tip #5
If you delete an AU from an existing machine, all parameters that are associated with that A1U

will aso be deleted. All historical information that is associated with those parameters will aso
be deleted, including Automatic SPC history.

Advanced Tip #6

If you delete a parameter from an existing machine, al historical information that is associated
with that parameter will also be deleted, including Automatic SPC history.

Advanced Tip #7

Y ou must reboot the server after making changes to the machine configuration.
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2.13 Machine Calibration

The Machine Calibration program allows users to enter known calibration information, including

“gain” and “offset”, for the analog signals that are configured for MIUs.

Toenter calibration settingsfor a machine, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press

the Launch System Confi gurati on icon.

¢ Click thesi t e menu and select Machi ne Cal i bration. TheMachi ne Cali bration

program will be displayed.

E= System Config for EPM - [Machine Calibration] Hi=] E3
ﬁ File iew Site wWindow Help =] x|
M achines — Edit record
Machine: 105 - Machine 10
::122 !I“E‘E?géngggktop Inputs: Calibration Factors
Eg - ?&gg;gw}? Mame | Description | nits Offzet Gain =
: &sklop Anlg 1 Analog 1 0.00 1.00
150 - EDP Desktop e naed
20 Black Box DT nlg 2 Analog 2 Q.00 1.00
750 - Machine 07 Anlg 3 Analog 3 0.00 1.00
aa0 - Machine 08 Anlg 4 Analog 4 Q.00 1.00
gﬂiE - Machine 03 Anlg B Analog 5 0.00 1.00
MA0SE - BEO0 TSMIL Anlg B Analog B Q.00 1.00
BAZ0 - Mackine 12 Anlg 7 Analog 7 0.oo 1.00
Anlg 8 Analog 8 Q.00 1.00
Anlg 1 Analog 1 0.oo 1.00
Anlg 2 Analog 2 Q.00 1.00
Anlg 3 Analog 3 0.oo 1.00
Anlg 4 Analog 4 Q.00 1.00
Anlg 5 Analog 5 0.oo 1.00
Anlg B Analog B Q.00 1.00
Anlg 7 Analog 7 0.oo 1.00
Anlg 8 Analog 8 .00 1.00
Save Catricel Frifat
D
tachine I:alibla...l
Ready i

Advanced Tip #1

Machine Calibration Program

MATTEC teaches a 2-day “Maintenance, Calibration, and Troubleshooting” class that instructs
attendees in the proper calibration techniques for MIUs. This classisintended for maintenance
technicians who are responsible for calibrating MIUSs.
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3. Real-Time Display Writer

Users may create their own custom Real-Time Displays for use with the Real-Time Display
program. This powerful, yet easy-to-use, feature gives you a great deal of flexibility to control
the information that is available in real-time to users of the system.

There are four (4) types of Real-Time Display, including:
» Standard Real-Time Display
* Operator Efficiency Display

» Cost Display
e ProcessAlarm Tab

Advanced Tip #1

A display typeis assigned to the custom Real-Time Display when it is created and may not be
modified.

Advanced Tip #2

Y our ProHelp® EPM system shipped with severa built-in Real-Time Displays. These displays
were created by MATTEC using the Real-Time Display Writer. Y ou may modify or delete these
displays, if desired.
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To start the Real-Time Display Writer, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Clickthesite menuand select Real - Tie Display Witer. TheReal - Ti e
Di splay Witer screenwill be displayed.

Ex System Config for ProHelp EPM - [Display Writer] [_ (O] ]
£ Fle Wiew Site Window Help =& x|

 Edit record

Real-Time Displaps
Default Cost Dizplay Eait I Muriber ;| 100
Default Operator Efficiency Display

Job Scheduler | Tupe: |Standard Real-Time Display
Mext Job Data oy = I

Eﬁfct BESf?ifig:zl HEw, | Display Mame : |Btandard Dizplay

S hopFloor O verview
—St T —— Welets | Category |Field | SubField  Column Header width | +| =
o oy (FeEss A ] 100 3 0 Machine Number oo | a
2 107 32 0sH 200 j
3 100 9 0 Job Mumber 22.00
4 100 E OHP 200/ | =
] 106 18 0 Good Parts 10.00
E 107 1 0 Good Parts To Go 10.00
7 107 3 0 Hourz To Ga .00
8 104 2 2 Standard Speed 8.00
9 108 i 2 Actual Speed 2.00
10 106 12 1 ield Eff £.00
11 103 4 0 5TD Ca 5.00
12 103 ] 0 ACT Cav 5.00
13 100 27 1} 1.75
Save |
Cancel |
Add Delete
4« | _pl il |
Digplay Wiiter I
Ready 4

Real-Time Display Writer

The Real-Time Display Writer is used to create, modify, or delete any of the four supported
display types. Displaysthat are created will be available to all users of the ProHelp® EPM
system. Each display type is described further in the following sections.
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3.1 Standard Real-Time Display

The Real-Time Display is one of the most powerful featuresin the ProHelp® EPM system. This
display allows users throughout your facility to view the status of all jobs and machinesin the
plant in real-time. Fields are color-coded to make identifying problems easy.

Toview a Standard Real-Time Display, follow these steps:

Start the Real - Ti me Di spl ay program. To do this, start the Mai n Menu and press
the Launch Real - Ti ne Di spl ay icon. The Standard Real - Ti ne Di spl ay

screen will be displayed.

EHBaI—Time Display
File  Wiew Application  Help

@ NQ D kBB A [HEE

=] E3

Ve

e, doovunbe conipare Ot o S douel Ve Y &
Injection - Injection Molding

105 1 4371 i 10000 41:40 30.00 11.20 N 3 2
115 1 5513209 8040 938660 29207 11.20 1120 999% 10 10
125

126

135 1 Game Co. #1482 0400 32426500 100:43 11.00 11.20 100 100
1500 1 5205920221 1608 g76R3 13612 11.20 11.20 a 2
320 1 520928 4025 BE2130 34316 11.10 11.20 5 5
750 1 5209291 8040 824790 28707 11.10 11.10 010
850 1 520592931 80400 9243000 28708 11.10 11.10 100 100
550 1 12-04-531-2 8050 924780 28709 11.10 11.10 010
M 4095 1 BH16321-21 1608 184856 28706 11.00 11.20 EEEE a 2
B-120 1 5205221 80300 5242600 28706 11.10 1120 930% 100 100

All Machines  |Updated 08/21/2003 - 9:29

Standard Real-Time Display

Thefields on the Standard Real-Time Display screen are configurable by the System Manager in
the Real-Time Display Writer screen. More than 200 fields are available for display, including

the following:

* Job Standards
e Part Standards
e Tool Standards

 Current process parameter values

e Shift Production History
» Job Production History
* Next Job Data
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To start the Real-Time Display Writer, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Clickthesite menuand select Real - Tie Display Witer. TheReal - Ti e
Di splay Witer screenwill be displayed.

Ex System Config for ProHelp EPM - [Display Writer] - ID'ﬂ
£ File Wiew Ste Window Help ==l x|
Real-Time Dizplays - Editrecord
Default Cost Display Edit Murnber - | 100
Drefault Operator Efficiency Dizplay
Jab Scheduler T . |Standard Real-Time Dizpla
Mext Job Data ﬂl yRe I o
gﬁﬁ?{;g::s; Hew | Display Mame : IStandard Display
ShopFloor Overview
_St VI _— [elete | Category | Field SubField |Column Header Width -l =
Too Standards o 1 100 3 0 Maching Number 1000/ 4|
2 107 32 05H 200 ﬂ
3 100 ] 0 Job Mumber 2200
4 100 5 OHP 2o | =
5 106 18 0 Good Parts 10.00
g 107 1 0 Good Parts Ta Go 10.00
7 107 3 0 Howrs To Go E.00
8 104 2 2 Standard Spesd 2.00
9 109 i] 2 Actual Speed 2.00
10 106 12 1 ield EFf E.00
il 103 4 0 STD CAW 500
12 103 5 0 ACT Cay 5.00
Save |
Cancel |
Add Delete
4| | o Fitit |
Dizplag ‘wiriker I
Ready [

Sample Standard Real-Time Display

The Real-Time Display Writer will show alist of all existing displays for the supported display
types. All Standard Real-Time Displays displays will identify their “Type”’ as“Standard Real-
Time Display”.

To add anew field to the display, pressthe Add button. A list of available fields will be
displayed. You may manually modify the “Column Header” and “Width” for the field or you
may accept the default values.

Y ou may reorder the fieldsin the display. To do this, hightlight afield and use one of the four
arrow keys on the right-hand side of the display to move the field up or down.

To delete afield from the display, highlight the field and press the Delete button.

Copyright © 1983-2003 3-50 810-0014 Rev - A
Mattec Corporation



There are so many fields that are available for display that the fields are broken down into
“Categories’. The following table describes of the various categories of data that are available
for Standard Real-Time Displays:

Category Description

Basic Data Contains various fields related to the Machine or Job Descriptor,
including the Machine Number, Job Number, Department information,
and internal fieldsthat are useful to the MATTEC Customer Service
Department.

Job Data Contains fields related to Job Descriptor standards.

Part Data Contains fields related to Part 1D standards.

Tool Data Contains fields related to Tool ID standards.

Process Sheet Data Contains fields related to Process Sheet standards.

Father Job Data Contains fields related to Father Job Descriptor standards. These fields

will be blank for “bachelor” jobs.

Shift Production Data

Contains fields related to the shift production history datathat is being
accumulated in real-time for the running jobs.

Job Production Data

Contains fields related to the overall job production history datathat is
being accumulated in real-time for running jobs.

Process Parameter Indicators

Contains fields related to process parameters. Rather than display the
process parameter value, fieldsin this category will display a color-coded
“indicator”, where “1" is used for the first parameter, “2” is used for the
second parameter, etc.

Fieldsin this category can dramatically impact system performance.
Each process parameter that is added to the display will require one
additional read from the database for every machine that is displayed.

Process Parameter Values

Contains fields related to process parameters. The fieldsin this category
will display a color-coded value for each parameter that is selected.

Fieldsin this category can dramatically impact system performance.
Each process parameter that is added to the display will require one
additional read from the database for every machine that is displayed.

Process Parameter Contains fields that are cal culated based on the value of certain process
Calculations parameters.
Next Job Data Contains fields related to Job Descriptor standards for the next scheduled

job.
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Advanced Tip #1

When you add new fields to the display, a name and description are shown in the “Field”
picklist. Generaly, only MATTEC Service Personnel will be interested in viewing fields that
contain the description “Internal”.

For example, the field labelled “MachNo — Internal MachNo” is not the same asthe field that is
labelled “Mach Number — Machine Number”. Both fields can be found in the “Basic Data”
category.

Advanced Tip #2

When you add afield to the display, you may be permitted to modify the “ SubField”, depending
on which field you have just added. For example, if you add any process parameter to the
display from the “Process Parameters Values’ category, then the “ SubField” controls the number
of decimal places that will be displayed.

The text in the “ SubField Description” describes the purpose of the “ SubField” for the current
field.

Advanced Tip #3

Unlike the other types of Real-Time Display, you must consider speed and performance issues
when you create a Standard Real-Time Display.

When you add afield from a new “Category” of datato the display, the Real-Time Display will
require one additional read from the database for every machine that is displayed. For example,
if your Real-Time Display has one field from each of three (3) categories, then three (3) database
reads will be required for every machine that is displayed. Conversely, if your Real-Time
Display hasthree (3) fields from a“typical” category (e.g., Basic Data), only one database read
will be required for every machine that is displayed.

You should be very careful when using fields from the “ Process Parameter Indicators’ and
“Process Parameter Values’ categories. Fieldsin these categories can dramatically impact
system performance. Each field that isadded to the display from one of these two
categories will require one additional read from the database for every machinethat is
displayed.

For example, if your Real-Time Display has thirteen (13) different process parameter values on
the display (from the “ Process Parameter Values’ category), the display will require thirteen (13)
reads from the database for every machine that is displayed.

Contact the MATTEC Customer Service Department for additional information.
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3.2 Operator Efficiency Display

Operator Efficiency is an optional feature in the ProHelp® EPM system. Thisfeature alows
machine operatorsto log in at supported MIUs for operator efficiency recording. The system
will then automatically record performance information for the machine operator, including parts
made, percent down, percent scrap, percent of machine cycles that are out-of-specification, yield
efficiency, and much, much more.

The information that is collected for the machine operator is available in the Operator Efficiency
Report and may be seen in real-time on the Operator Efficiency Real-Time Display.

Toview an Operator Efficiency Real-Time Display, follow these steps:

o StarttheReal - Ti me Di spl ay program. To do this, start the Mai n Menu and press
the Launch Real - Ti ne Di spl ay icon.

* Presstheperator Efficiency Displayicon. The QOperator Efficiency
Real - Ti me Di spl ay screen will be displayed.

i Operator Efficiency Real-Time Display

Mach ID Operator 1D Cycle Count | % 005 | Cyclez D05 | % Scrap | % Down | Yield Eff | RBun Eff
126 789 7 0.0 1] 0.0 733 100.0
4096 123 g 0.0 1] 0n 0.0 431 100.0
40596 456 g 0.0 1] 0n 0.0 431 100.0

Options |

Operator Efficiency Real-Time Display

The fields on the Operator Efficiency Real-Time Display screen are configurable by the System
Manager in the Real-Time Display Writer screen.

To start the Real-Time Display Writer, follow these steps:

o Start the Syst em Confi gur ati on program. To do this, start the Mai n Menu and press
the Launch Syst em Confi gurati on icon.

* Clickthesite menuand select Real - Time Display Witer. TheReal - Ti me
Di splay Witer screenwill be displayed.
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Ex System Config for ProHelp EPM - [Display Writer] - ID'ﬂ

£ File Wiew Ste Window Help ==l x|
Real-Time Dizplays - Editrecord
|Default Cost Disilai Edit I Mumber : |2
Job Scheduler T - |Operatar Efficiency Displa
Mext Job Data ﬂl yRe I ! —
gﬁﬁ?{;g::s; Hew | Display Mame : IDefauIt Operator Efficiency Display
ShopFloor Qverview
g:angalg ggsp:ay . S [elete | Category | Field | SubField |Column Header Width -l =
Too Standards o 1 z 21 0 Mach ID 1000/ 4|
2 2 4 0 Operator ID 15.00 ﬂ
3 2 E 0 Cypcle Count 10,00
4 2 8 1% 005 am | =
5 2 7 0 Cpclez DOS 10.00
B 2 13 1 % Scrap 8.00
7 2 15 1% Down 8.00
8 2 14 1 *ield Eff .00
3 2 26 1 Run Eff 200
10 2 23 0 Help 5.00
Save |
Cancel |
Add Delete
4| | o Fitit |
Dizplag ‘wiriker I
Ready [

Sample Operator Efficiency Real-Time Display

The Real-Time Display Writer will show alist of all existing displays for the supported display
types. All Operator Efficiency displays will identify their “Type” as * Operator Efficiency
Display”.

To add anew field to the display, pressthe Add button. A list of available fields will be
displayed. You may manually modify the “Column Header” and “Width” for the field or you
may accept the default values.

Y ou may reorder the fieldsin the display. To do this, hightlight afield and use one of the four
arrow keys on the right-hand side of the display to move the field up or down.

To delete afield from the display, highlight the field and press the Delete button.
Advanced Tip #1
There are no speed concerns regarding Operator Efficiency Real-Time Displays. You may add

any of the available operator efficiency-related fields to the display without a noticeable impact
on system performance.
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3.3 Cost Display

Cost Manager is an optional feature in the ProHelp® EPM system. This feature allows usersto
associate costs with different types of data (e.g., material costs, part costs, etc.). The system will
then provide basic costing information.

The cost of scrap and downtime for running jobs is available in real-time on the Cost Real-Time
Display.

Toview a Cost Real-Time Display, follow these steps:

o StarttheReal - Ti me Di spl ay program. To do this, start the Mai n Menu and press
the Launch Real - Ti ne Di spl ay icon.

* PresstheCost Displayicon. The Cost Real - Ti me Di spl ay screen will be

displayed.
i Cost Real-Time Display E
Cost Cost

Mach ID Job ID Part 1D % Scrap (Scrap) % Down (Down)
115 5211107-1 LrgBucket 17 450,00 0.0 0.00
550 52111153 Part1 47 110,00 0.0 0.00
IN4036 52111161 Part1 43 10.00 14.02
R-120 E5-098-14-2 417-6675 0.0 0.00 7.43

Refrezh O ptione |

Cost Real-Time Display

The fields on the Cost Real-Time Display screen are configurable by the System Manager in the
Real-Time Display Writer screen.

To start the Real-Time Display Writer, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch Syst em Confi gurati on icon.

* Clickthesite menuand select Real - Time Display Witer. TheReal - Ti me
Di splay Witer screenwill be displayed.
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Ex System Config for ProHelp EPM - [Display Writer] - ID'ﬂ

£ File Wiew Ste Window Help ==l x|
Real-Time Dizplays - Editrecord
Edit Murnber : |1
Drefault Operator Efficiency Dizplay
Job Scheduler —l Type: |Cast Display
Mext Job Data Copy e I
Process Sheet : . fault Cost Dizpl
Shift Efficiency Hew || Display Name: [Defaut Cost Displey
ShopFloor Qverview
g:angalg g!sp:a}' P plarm) &l Category | Field |SthieId Column Header Width -l =
andard Dizplay [Process Alam
Tool Standards 1 i 5 0 Mach ID 1000/ 4|
2 1 4 0.JobID 15.00 ﬂ
3 1 5 0 Part 1D 20.00
4 1 11 1 % Scrap 00 ﬁ
5 1 13 2 Cost [Scrap) 8.00
B 1 17 1 % Down 8.00
7 1 19 2| Cost [Down) 8.00
Save |
Cancel |
Add Delete
4| | o Frifit |
Ready A

Sample Cost Real-Time Display

The Real-Time Display Writer will show alist of all existing displays for the supported display
types. All Cost Efficiency displays will identify their “ Type” as“Cost Display”.

To add anew field to the display, pressthe Add button. A list of available fields will be
displayed. You may manually modify the “Column Header” and “Width” for the field or you
may accept the default values.

Y ou may reorder the fieldsin the display. To do this, hightlight afield and use one of the four
arrow keys on the right-hand side of the display to move the field up or down.

To delete afield from the display, highlight the field and press the Delete button.

Advanced Tip #1

There are no speed concerns regarding Cost Real-Time Displays. You may add any of the
available cost-related fields to the display without a noticeable impact on system performance.
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3.4 Process Alarm Display

The Process Alarm Real-Time Display doesn’t look like a Real-Time Display at al. However,
the fields on this display are configurable just like the other types of Real-Time Displays.

Toview a Process Alarm Display, follow these steps:

o StarttheReal - Ti me Di spl ay program. To do this, start the Mai n Menu and press
the Launch Real - Ti me Di spl ay icon. The Standard Real - Ti me Di spl ay
screen will be displayed.

» Double-click on any machine number or job number. The Machi ne St at us
screen will be displayed. Pressthe Process Al ar mtab. The Process Alarm
screen will be displayed.

Machine Status
P achine Number ; |IN4096 BEOO TSHIU Last Update ; (09/11/2003 - 15:02: 20
Job Number ; |CPKT - 22-11-10-22 =]
Part Mumber :  [22-11-10-22 Fan Elade
Tool Mumber : [22-11-10-22 Fan Blade
Custamer :

Owerview Frocess Alam lMateriaI] Setup Sheets | Next Job

Parameter Last LSL Hominal usL ®-LCL ®-Bar ®-UCL
Yalue
Cucle Time BB 30 0 7.0 4.0 50 E.0
FillTime 01 0.0 01 0z 0.0 0.1 0z
HaldTime 01 0.0 01 0z 0.0 0.1 0z
RecTime 01 0.0 01 0z 0.0 0.1 0z
IdieTime 0.1 0.0 0.1 0.z 0.0 0.1 0.z
MozzTmp 249 239 245 251 242 245 249
Zanel Tmp 348 340 345 352 343 345 350
W atlnTmp 124 a0 97 105 95 97 99
W/ &t 0T mp 205.3 200.0 205.0 210.0 204.0 205.0 206.0
Cushian 10.51 8.50 10,50 12.50 950 10,50 11.00
IniPres 232 2200 2300 2400 2250 2300 2360
HaldPres E53 B45 B55 70 B52 B55 BRO
BackPres 15 10 15 25 12 15 17

0k | Refresh | Optionz |

Process Alarm Tab

The fields on the Process Alarm screen are configurable by the System Manager in the Real-
Time Display Writer screen.
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To start the Real-Time Display Writer, follow these steps:

» Start the Syst em Confi gurati on program. To do this, start the vai n Menu and press
the Launch System Confi gurati on icon.

* Clickthesite menuand select Real - Tie Display Witer. TheReal - Ti e
Di splay Witer screenwill be displayed.

Ex System Config for ProHelp EPM - [Display Writer] - ID'ﬂ
£ File Wiew Ste Window Help ==l x|
Real-Time Dizplays - Editrecord
Default Cost Display Edit I Murnber : | 200
Drefault Operator Efficiency Dizplay
Jab Scheduler | Type: |Process Alarm Tab
Mext Job Data Copy e I
gﬁﬁ?{;g::s; Hew | Display Mame : IEtandard Display [Process Alarm)
ShopFloor Qverview
Standard Displa [elete | Category |Field | SubField |Column Header Width -l =
T ool Standards 1 200 13 0 Parameter 1500 -]
2 20 1 0 Last alue 8.00 ﬂ
3 200 5 0 L5L 10.00
4 200 4 0 Nominal o | =
5 200 3 0 usL 10.00
5 200 g 0 #-LCL 10.00
v 200 g 0 -Bar 10.00
] 200 7 0 &-UCL 10.00
Save |
Cancel |
Add Delete
4| | o Frifit |
Digplay whiter I
Ready A

Sample Process Alarm Display

The Real-Time Display Writer will show alist of all existing displays for the supported display
types. All Process Alarm displays will identify their “Type” as*Process Alarm Tab”.

To add anew field to the display, pressthe Add button. A list of available fields will be
displayed. You may manually modify the “Column Header” and “Width” for the field or you
may accept the default values.

Y ou may reorder the fieldsin the display. To do this, hightlight afield and use one of the four
arrow keys on the right-hand side of the display to move the field up or down.

To delete afield from the display, highlight the field and press the Del ete button.
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Advanced Tip #1

There are no significant speed concerns regarding Process Alarm Real-Time Displays. All data
for each line of the Process Alarm display is read with two or fewer reads of the database. This
datais viewed one machine at atime. You may add any of the available process alarm-related
fields to the display without a significant impact on system performance.
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4. Advanced System Administration

The following sections described advanced system administration functionality.
4.1 System Security

ProHelp® EPM relies heavily on the user/group security that is built into Windows NT to
permit/limit access to areas of the ProHelp® EPM software.

To add a new user tothe ProHelp® EPM system, follow these steps:

* Create anew Windows NT user using Microsoft Windows NT sUser Manager For
Domai ns utility.

* Makethe user amember of the SQL User s group.

* Makethe user amember of MATTEC groups, as appropriate. For example, to give the
user access to modify the Job Schedul e, make the user amember of the MVATTEC
Schedul er group.

Advanced Tip #1

If you are using Microsoft’s “domain security”, you can follow the above steps on the domain
controller, provided that MATTEC' s security-related scripts were run on the domain controller.
Contact the MATTEC Customer Service Department for additional information.

The security within ProHelp® EPM is extremely flexible, and it is common for customers to
customize the security to meet their needs.

Security to specific areas of ProHelp® EPM is based on the user’ s rights to the security filesin
the C:\Program Files\M attec\ProHelp\Sys\Security directory. Three types of permissions
exist, including:

* None- The user may not view, edit, create, nor delete recordsin this area of
ProHelp® EPM.

* Read+Execute— The user may view recordsin this area of ProHelp® EPM, but may
not edit, create, or delete records.

» Create— The user may view, edit, create, or delete recordsin this area of ProHelp®
EPM.

For example, the file “ Schedule” in the above directory permits/denies access to the Job
Schedule in ProHelp® EPM. A user who has no rights to the “ Schedule” file will be unableto
view or modify the Job Schedule. A user who has “ Read+Execute’ rights to the “ Schedule” file
will be able to view the Job Schedule, but will be unable to modify the Job Schedule. A user

Copyright © 1983-2003 4-60 810-0014 Rev - A
Mattec Corporation



who has “Create” rights to the “Schedule” file will be able to view, edit, create, or delete records
in the Job Schedule.

Advanced Tip #2

By default, the Windows NT group “MATTEC Users’ will have read-only accessto all areas of
the system.

When a user isamember of two groups that have access to ProHelp® EPM security files, the
most-restrictive group settings take effect. If any user is assigned to the group “MATTEC
Users’, they will be unable to modify any area of the software! Therefore, this group israrely
used.

Advanced Tip #3

By default, the Windows NT group “Administrators’ will have full accessto all areas of the
system.

Advanced Tip #4

The MATTEC security groups are a simple method for providing access to the relevant security
filesin the security directory. Knowledgeable users may create their own groups or may modify
the permissions on the relevant security files directly in order to permit/deny access to the
system, as appropriate.

The following table lists the security files that are installed in the security directory, the
corresponding groups that are created that have “ Create” rightsto the file, and the area of the
system that they control access to:

Security File Group Description

Cost Manager MATTEC Cost Manager Controls access to the Cost Display in the Real -
Time Display.

Data Exchange MATTEC Data Exchange | Controls access to the Data | mport/Export
program.

Departments MATTEC Site Edit Controls access to the Department Configuration
in System Configuration.

Display Writer MATTEC Display Writer | Controls access to the Real-Time Display Writer
in System Configuration.

Down Codes MATTEC Codes Controls access to the Down Codes and Down

Map Configuration in System Configuration.

Down Time Cost Restriction | MATTEC Cost Manager Controls access to the down cost fieldsin the

system.
Gage Configuration MATTEC Site Edit Controls access to the Gage Configuration in the
ProStat® Sample Data Edit program.
Help Codes MATTEC Codes Controls access to the Help Codes and Help Map
Configuration in System Configuration.
Job Setups MATTEC Supervisors Controls access to Job Setup Notes in Edit
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Security File Group Description
Facilities.
JobControl MATTEC Job Control Controls access to Job Control.

Machine Calibration

MATTEC Machine Calib

Controls access to the Machine Calibration in
System Configuration.

Machine Configuration MATTEC Site Edit Controls access to the Machine Configuration in
System Configuration.

Machine Maintenance Codes | MATTEC Machine Maint | Controls access to the Machine Maintenance
Codes in System Configuration.

Machine Maintenance Logs MATTEC MachineMaint | Controls access to the Machine Maintenance
Logsin Edit Facilities.

Material Lots MATTEC Supervisors Controls access to the Material Lotsin Edit
Facilities.

Operator Efficiency MATTEC Supervisors Controls access to the Operator Efficiency
Display in the Real-Time Display.

Operator Logs MATTEC Supervisors Controls access to the Scrap and Packed Parts
Log in Edit Facilities.

Parameter Choices MATTEC Site Edit Controls access to the Parameter Configuration
in System Configuration.

Part Cost Restriction MATTEC Cost Manager Controls access to the part cost fields in the

system.

Part IDs MATTEC Part IDs Controls access to Part IDs in Edit Facilities.

Process Sheets MATTEC Process Sheets Controls access to Process Sheetsin Edit
Facilities.

ProStat MATTEC ProStat Controls access to the ProStat® SPC/SQC data
analysis program.

Sample Data MATTEC Sample Data Controls access to the ProStat® Sample Data
Edit program in Edit Facilities.

Sample Sheets MATTEC Sample Sheets Controls access to the ProStat® Sample Sheets
in Edit Facilities.

Schedule MATTEC Scheduler Controls access to the Job Scheduler.

Scrap Codes MATTEC Codes Controls access to the Scrap Codes and Scrap
Map Configuration in System Configuration.

Shift Boundaries MATTEC Calendar Controls access to the Shift Boundaries
Configuration in System Configuration.

System Configuration MATTEC Site Edit Controls access to the System Configuration

option in System Configuration.

Tool IDs

MATTEC Tool IDs

Controls access to the Tool IDsin Edit Facilities.

Tool Maintenance Codes

MATTEC Tool Maint

Controls access to the Tool Maintenance Codes
in System Configuration.

Tool Maintenance Logs

MATTEC Tool Maint

Controls access to the Tool Maintenance Logsin
Edit Facilities.

Working Days

MATTEC Calendar

Controls access to the Working Days
Configuration in System Configuration.

Advanced Tip #5

It is possible to manually modify security access to the system within SQL Server. Thisis not
recommended. By default, we create the “SQL Users’ group to give users read/write access to
SQL Server. Any user who will have access to ProHelp® EPM will need to be a member of this

group
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4.2 Database Backup

It isimportant to backup the system’ s data to protect against accidents. Daily backup is
recommended; weekly backup is mandatory.

Advanced Tip #1

If the hard drivein your ProHelp® EPM server “crashes’, the system will be rebuilt using a
database backup. If you don’t have a database backup that is physically separate from the server
(e.g., located on atape), then you may lose al data from your system!

Backing up the database is a function of SQL Server. That is, ProHelp® EPM does not provide
any tools for performing a database backup.

To backup the database, follow these steps:

e StarttheSQ. Server Enterprise Manager. To do this, click on the Microsoft
Windows start Menu. Click onthe Progr ams menu, click ontheM crosoft SQU
Server 7.0 menu, and select Ent er pri se Manager.

» Locatethe MVATTEC PROHELP database.

* Right-click on the MVATTEC_PROHELP database, click on Al 1 Tasks, and select Backup
Dat abase. The SQL Server Backup screen will be displayed.

» Ensurethat Dat abase — conpl et e IS Selected.

* Ensurethat intheBackup To areathat bDi sk isselected. Thiswill backup the
database to adisk file.

* You may pressthe Add button to specify aDest i nat i on name for the database
backup. If you have already run this utility, aDest i nat i on name will already be
present. If you will copy the file to aremovable device, then it is OK to reuse the
Dest i nati on hame. If you are copying the file to another computer’s hard drive,
then it would be a good ideato Renove the existing Dest i nat i on name and Add a
unique Dest i nat i on name.

* Press X to start the database backup.

* Repeat this process on the mast er database.

Advanced Tip #2

If you are copying the database backup to aremovable device (e.g., atape), then it is OK to use
the same “Destination” name over and over.

If you are copying the database backup to another computer’s hard drive (e.g., a network drive),
then you should probably “Remove’ the existing “Destination” name and “Add” a unique
“Destination” name every time you make a database backup.
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S0L Server Backup - MATTEC_PROHELP

General l Dptinns]

pl

I S D atabase: |M&TTEC_PROHELP =]
Mame: |M.i'-.TTE|:_F'F| OHELF backup
Dezcription; |

Backup

+ [Databaze - complete
" Databaze - differential

- ]

D estination
" Tape & Disk
PROHE Add...
R emowve
P | | ﬂ Contents. .
Cwenarite
&+ Append to media
" Owenwrite exizting media
Schedule
[ Scheduls: | J

] | Cancel | Help |

SQL Server Backup Screen
Advanced Tip #3

The most important job that the System Manager hasisto properly backup the ProHelp® EPM
database in atimely manner and to copy the database to an appropriate storage device (including
tape, aCD, aDVD, or another computer’s hard drive).

Thisjob will likely go unnoticed unless/until your system’s hard drive “crashes’. At that point,
all eyeswill be focused on the System Manager.

Advanced Tip #4

The MATTEC Customer Service Department can automate the database backup procedure for
you. Then, the only job for the System Manager is to ensure that the database backup ran
successfully and was copied to an appropriate storage device (including tape, aCD, aDVD, or
another computer’s hard drive).
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4.3 Loading the Client Software

The System Manager is responsible for loading the ProHelp® EPM client software on computer
workstations throughout your facility. Thiswill need to be done periodically for the following

reasons.

When a new employee is hired, his’/her computer will need to be configured to access
ProHelp® EPM.

When you receive a software update from MATTEC Corporation, all existing client
computers will need to be updated with the new software.

There are two types of client installations, including:

Typical — Thisinstallation leaves most application files on the ProHelp® EPM server
and does not copy files to the client computer. Thistype of installation may slow
down the system dlightly but can make it unnecessary to update client computers
when minor enhancements are loaded on the system.

Local — Thisinstallation copies all the necessary application filesto the client
computer. Thistype of installation provides the greatest system performance but
makes it necessary to update all client computers when a new release of softwareis
loaded on the system.

Toload the ProHelp® EPM client software on a client computer, follow these steps:

Ensure that the client computer is running an approved Microsoft operating system.
Ensure that the user of the client computer has the appropriate login permissions on
the ProHelp® EPM server computer.

Ensure that the user of the client computer has the appropriate ProHelp® EPM
security permissions on the ProHelp® EPM server computer. Reference Section 4.1
for additional information.

If thisisanew client computer installation, create an ODBC DSN on the client
computer that connects to the ProHelp® EPM server’s MVATTEC PROHELP database.
The name of the cDBC DSN must be the same name as the database on the ProHel p®
EPM server for historical reasons. Reference Section 4.3.1 for additional
information.

Install the ProHelp® EPM client software. This software may be found on the
ProHelp® EPM Installation CD that came with your system in a sub-directory named
d i ent. Follow the on-screen prompts as appropriate.

When prompted, reboot the computer and ensure that the installation finishes without
any errors.

If thisisanew client computer installation, run the Syst em Nanes Edit program and
configure it as appropriate. Reference Section 4.3.2 for additional information.
Resolve any errorsimmediately with the MATTEC Customer Service Department.
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4.3.1 ODBC Data Source

An ODBC Data Source (ODBC DSN) is the mechanism that is used by the ProHelp® EPM
Software to read data from the server computer. Before loading the ProHelp® EPM software on
aclient computer, you must create an ODBC DSN to connect to the ProHelp® EPM system.

This step only needs to be performed once. Y ou do not need to perform this step when
upgrading an existing client computer with a new release of software.

Tocreatean ODBC DSN, follow these steps:

e Start the ODBC Dat a Source Adni ni strat or ontheclient computer. To do this,
click on the Microsoft Windows St art  Menu, click on the Set t i ngs menu, and
sel ect Control Panel. IntheControl Panel window, double-click on the Dat a
Sour ces (ODBC) icon. The ODBC Dat a Source Admi ni strator window will be
displayed.

* Inthe ODBC Data Source Admi ni strator window, select the Syst em DSN tab.
Press the Add button.

*  When promptedto Sel ect a drive for which you want to set up a data
sour ce, select SQL Server. PressFi ni sh.

Create a Hew Data Source to SAQL Server |

Thiz wizard will help you create an ODBC data source that pou can use to
connect ko SEL Server.

YWhat name do pou want bo use to refer to the data zource?

M arne: IM.-’-‘-.TTEE_F'FEEIHELF'

How do you want to dezcnbe the data source?

Dezcription; IF'ru:uHeIp EPM System

“Which SOL Server do vou want to connect ba?

Server: |PROHELP_EPM_SERVER |

Finizh I Hent » Cancel | Help |

ODBC DSN Creation Display

*  When prompted, specify MATTEC PROHELP asthe Dat a Sour ce Name, where
MATTEC PROHELP is the data source name that was used on the server. Enter the name
of the ProHelp® EPM server in the Ser ver field. Press Next .
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* Ensurethat Named Pi pes isselected onthed i ent Confi gurati on screen. Press
Fi ni sh.

* Select Test Data Source. Do not continue until the data source test completes
successfully.

Advanced Tip #1

The steps for starting the ODBC Data Administrator vary slightly depending on the version of
Microsoft Windows that is loaded on the client computer. Reference the Microsoft
documentation that came with the client computer for additional information.

Advanced Tip #2
The name of the ODBC DSN must be the same name as the physical database on the ProHel p®

EPM server. Thisisrequired for legacy applications to be able to access the system. This
regquirement may be removed in the future.

Advanced Tip #3

Y ou must select Named Pipes on the Client Configuration screen. Thisisrequired for legacy
applications to be able to access the system. This requirement may be removed in the future.
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4.3.2 System Names Edit

After loading the ProHelp® EPM software on a client computer, the computer must be
configured to connect to the ProHelp® EPM system. The System Names Edit program is used
to perform this configuration.

This step only needs to be performed once. Y ou do not need to perform this step when
upgrading an existing client computer with a new release of software.

Torun the System Names Edit program, follow these steps:

e Click onthe Microsoft Windows St art  Menu.

e Click onthe Pr ogr ans menu, click on the vat t ec menu, click ontheUtilities
menu, and select Syst em Nanes Edit.

» Thesystem Nanmes Edit program will be displayed.

3 System Mames Edit x|

System: |1 FroHelp EPH j

Sustem Number: |1 vI

Syztem Dezcrption: I FroHelp EPM

Server Mame: IF'FIEIHELF'_S ERWER

[ atabaze/ODBC DSH: IM:’-‘«TTEE_F"HEIHELF'

"Syz' Directony: I'\'\P‘H OHELP_SERWERMProHelp\Sys

Add Spstem | |lpdate System | Delete Spztem

Cloze

System Names Edit Program
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The following fields are available in the System Names Edit screen:

Field Description

System Number | The number for the system, corresponding to the number that is
configured on the server (in the registry and in the System Names
Edit program). For most installations, this number will be“1”.

System A description for the system. This description will appear in the

Description title bar of some applications.

Server Name The name of the ProHelp® EPM server. This value should be
entered without aleading “\\".

Database / The name of the ODBC DSN that is capable of connecting to the

ODBC DSN database on the ProHelp® EPM server.

‘Sys Directory The location of the Sys directory on the server computer.
Typically, the C:\Program Files\M attec\ProHelp directory on the
server computer will be shared under the name “ProHelp”.

Contact the MATTEC Customer Service Department if you need assistance determining the
values for any of the above configuration parameters.

Advanced Tip #1

A single client computer can be configured to connect to as many as 99 different ProHelp® EPM
systems, provided that al of the systems are running the same version of software. If aclient
computer is configured to connect to two (2) or more systems, the user will be prompted to select
which system he/she is connecting to whenever he/she starts an application.

Advanced Tip #2

When you start the System Names Edit program, you will be prompted to enter a password. This
password is hot a closely guarded secret and exists simply to prevent novice users from deleting

their client computer configuration.

If you do not know the password to the System Names Edit program but have a need to know the
password, contact the MATTEC Customer Service Department.
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