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One parameter which is useful for OEE calculations is the product quality observed after a process step. The product quality
may be captured by using the APIS Click&Trace MES solution from Prediktor, or it can be calculated automatically based on
available signal values from the equipment or a plant model. The product quality is normally the relationship between
produced products and scrap products. Reduced yield correlates with lower product quality. Our consultants are experi-
enced in finding robust ways of calculating correct yield parameters and can advise on how to find the best solution.

Available time is simply the time the equipment is scheduled to be producing. Factors that influence negatively are
equipment errors and failures, setup times, waiting time, maintenance, problems that cause idle time, reduced speed, etc.
Some of these factors are necessary losses, which, however, should be reduced as part of the continuous improvement
process of your production methods. Equipment availability is recorded in real time with data from the equipment itself, if
the equipment has the possibility to report availability states. If this is not possible, the equipment state may be detected
to some degree and a final state decision may be made manually by an operator. States may also be corrected if erroneous
decisions are made. If equipment data is not available directly, operator input can be used instead.

~ The ideal production rate is a theoretical estimate of your process’ maximum production. This number should be
cénservatively set, so that performance calculations never exceed 100%. The performance can be different between
different products and process units, and the relation between them is recorded in the web interface of the APIS Click &
Trace portal together with the ideal production rate and ideal cycle time. Reduced speed, small stops and waiting time are
negative factors that influence performance. Normally, performance is measured by counting products or product amounts
directly from equipment or from operator touch screens.

The heart of successful OEE-calculations is correct data collection. The APIS Click & Trace MES gathers machine states,
product counts and quality decisions into one data repository. Input may be automatic from the equipment, or MES logic
may derive equipment states from other sources of information. The MES may also gather data by operator touch panels,
standard operator terminals, or a combination of sources.

As availability states are collected for the OEE measurements, reporting on equipment up- and downtime becomes an easy
task since the source data is the same. The APIS Click & Trace web portal includes standard reports for exploring equipment
availability, and lets you create advanced graphical reports for easy comparison of equipment states.
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