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Abstract To improve the productivity of manufacturing company, the analysis of loss in
shop floor has to be conducted and validated. This paper introduces the downtime tracking
module using the pre-developed shop floor information acquisition system. To collect the
downtime, it utilized shop floor monitoring information, user-registered downtime event,
equipment diagnosis algorithm and operator’s input. Also, it provided the user interface for
the analysis of downtime. From the results of a pilot study, the usability of developed
system was validated.
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<Fig. 2> Information acquisition system
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<Table 1> Equipment downtime event
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