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Establishment of Standard Model for Production Facility Informatization
System for Molding Business and its Effect Analysis
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Abstract

The purpose of this research is to develop a standard model for the compilation of production results in
molding business to establish the informatization system for the production facility among informatization
projects which can generate the performance of medium and short term introduction of the project in
implementing the system to small and medium industry. The theory on the development method for the
standardization of informatization for production facility in molding business applies PSDM (Production System
Development Method) for which a number of researches were already done while developing a standardization
model by standardizing two processes of raw material demand/supply management and making sum total for
production quantity which are main processes for production management process. On the basis of the result of
this research, small and medium companies in molding business and relevant specialized IT companies which
desire to establish production facility informatization systems will be able to establish more efficient system by
applying standardized model, and the result of research will enable to facilitate the establishment of the system
for them while providing reliability of the system. Through the application of the result of this research, it will
be possible to accomplish the elimination of unreasonable factors in production process, the enhancement of
product quality and the saving of production cost.
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Table 1. Labor productivity related indices of Manufacturing business
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Table 2 Exarple of Produciivity related performance measurement
indices
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enterprises
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Table 4. IPerformance of production fadllities informatization project of
Smal & Medum Business Administration
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Fig 2 General work process of production sector
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Table 5. Table Chart
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1 EQUIPMENT | A
2 PRODUCT HE &g
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4 MOLD 25 me
5 SMATERIAL AR FE
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8 ORDER B
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Table 6. Spedf[wlim of metal mold informettion table
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Table 7. Source #1 for the rratenallzallon of autoretic sum total of
Production Results

BEGIN TRAN
— & AQAHe) STRKE 5% ArllolE
UPDATE CURRWK SET
CURR_QOUNT = @PN_STROKE.
WHERE BQUIP_CODE = @PS_FQUIP_CODE
— A FAARL) (RIS STRKE % Hellol=
UPDATE CURROPERAT SET
CURR_COUNT = @PN_STROKE
WHERE BQUIP_CODE = @PS_EQUIP_OODE AND WKORDER DATE = @PS_WKCRDER DATE
AND TIME_CLS = @PS_TIME_CLS AND WORK_SEQ = @PS_WORK_SEQ
SELECT @LN_TOTAL_COUNT = TOTAL_COUNT.
@LN_PREV_COUNT = PREV_COUNT,
@LN_CLRR_COUNT = CLRR_COUNT
FROM CURROPERAT
WHERE BQUIP_OODE = @PS_BQUIP_CODE AND WKORDER DATE = @PS_WKORDER DATE
AND TIME_CLS = @PS_TIME_CLS AND WORK 3FQ = @PS_WORK_SHQ
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Table 8 Source #2 for the materialization of automatic sum total of
Production Resuits
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Table 9. Average of the Hifect of the Application of Standard Modute for
Molding business

— o] (ONTRTh 8A) STROKEZ} =29
IF (GLN_CURR_COUNT > @LN_PREV_COUNT) AND (GLN_CURR_COUNT <
@LN_PREV_COUNT + 10000)
BEGIN
SET @LN_ADDING_COUNT = GLN_CURR_COUNT -
@LN_PREV_QOUNT
SET @LN_TOTAL_QOUNT = @LN_TOTAL_COUNT +
@LN_ADDING_COUNT
— ¥ 34 §frolE
UPDATE CURROPERAT SET
TOTAL_COUNT = @LN_TOTAL_OOUNT,
PREV_COUNT = CURR_COUNT,
NOTWK_COUNT = 0
WHERE BQUIP_CODE = @PS_FQUIP_CODE AND WEORDER DATE =
@PS_WKORDER_DATE
AND TIME_CLS = @PS_TIME_CLS AND WORK_SBQ =
@PS_WORK_SEQ
— A4 gHlol=
UPDATE WKORDER SET
MOLDING_QTY = @LN_TOTAL_COUNT * PIECES PMOLD,
MOLDING_REMAIN QTY = ORDER_QTY -
(@LN_TOTAL_COUNT * PIECES PMOLD)
VHERE BQUIP_CODE = @PS_BQUIP_CODE AND WKORDER DATE =
@PS_WKORDER_DATE
AND TIME_CLS = @PS_TIME_CLS AND WORK_SRQ =
€PS_WORK_SEQ
SELECT @LN_MOLDING_REMAIN_QTY = MOLDING_REMAIN_QTY
FROM WKORDER
WHERE EQUIP_CODE = @PS_RQUIP_CODE AND WKORDER_DATE =
@PS_WKORDER_DATE
AND TIME_CLS = @PS_TIME_CLS AND WORK_SEQ =
@PS_WORK_S2Q
— A ABEF guole
UPDATE SMATRLUSE SET
STROKES = STROKES + @LN_ADDING_COUNT,
PROD_QTY = PROD_QTY + GLN_ADDING_COUNT
PIECES_PMOLD,
USE_LEN = USE_LEN + ((@LN_ADDING_COUNT =
USE_LEN_PMOLD) / 1000),
USE_VOL = USE_VOL + ((@LN_ADDING_COUNT
USE_VOL_PHOLD) / 1000),
SCRAP = SCRAP + (BLN_ADDING_COUNT =
SCRAP_PMOLD) / 1000
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Table 10. Comparison of the Effect of Informatization with gereral
manufacturing business
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