






















ORDER STATUS 

As work orders progress through the factory, their location and schedule 
status are required for efficient production control. Expediting effort 
becomes more effective and greatly reduced when a central file can be 
interrogated for an order location. Schedule changes can be made much 
more easily and the effects of unplanned issues recognized when there is 
ready access to an up-to-date order status file. Similarly, production 
engineering will have all of the necessary data available to determine the 
total effect of contemplated engineering changes on orders in process. 
A central file will reduce potential shortages that can arise when orders 
are inadvertently not worked according to schedule. Weekly, lists are 
prepared for shop supervision telling them "what" should be worked "when, " 
in part-number sequence within schedule date. A total listing of all open 
orders may also be prepared. Manual entry units provide the flexibility 
that allows one production order traveler card to transmit the record of 
all the moves of an order through the factory. The constant reference 
information concerning an order is automatically read from the traveler 
cards along with the variable information from the manual entry unit into 
a single order status record at the receiving punch. If the order is held -
that is, cannot be worked for some special reason - this fact is reported. 
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Figure 10 - Order Control Traveler 
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Figure 11 - Order Control Output 
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The order status file may be in the 
following forms: 

I 
I 
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Figure 12. Central File - Card, Tape, and RAMAC(DFile 

The following reports are prepared from the 
data stored in the central order status file: 
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OPEN ORDERS 1 
DATE 8-18-6-: 

ACCT. NUMBER ORDER ORDER 
LOCATION 

HELD 
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PART NUMBER WK. 
SCHED·I 

MAJOR 'SUB. ND. QTY. DEPT. CTR. eOCE DATE I 
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0
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1- 4832- 1 87412 002 12175 90 1 1 325: 
1- 9768-203 87412 002 11983 150 801 20 3151 
1- 1001- 5 87412 002 12344 500 1 3 330 1 
2-21248-131 87412 002 10267 65 502 119 3101 
2-22705-501 87412 002 11522 110 801 7 5 300: 
2-23112- 7 87412 002 10836 150 1 1 3401 

o 
2-28529- 14 87412 002 10122 1,500 2 15 308 1 
4-10018- 26 87412 002 12491 1,000 2 18 
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o WORK ORDER PRIORITY 

ORDER 

PART NUMBER NO. 

ORDER 

QTY. 

WORK 

DEPT. CTR. o 
001 114 8-09768-063 15412 100 

0 
114 10-02496-101 15531 250 

0 114 15-27968-016 15606 50 

119 7-04101-502 15719 375 

0 
119 12-37910-169 16094 150 

0 001 11-15763- 21 16127 200 

001 15-22735-509 16138 190 
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Figure 13, 14, and 15 - Open Order, Held Order, 

and Priority Report 



QUALITY CONTROL 

The production traveler card is also used to report the number of parts on 
the order that are accepted or rejected by the quality control department. 
The quantities accepted or rejected are entered in the manual entry unit 
as the ref.erence data is read from the traveler by the input station. 

STOCK RECEIPTS 

When the order is completed, the production stockroom personnel can use 
the production traveler card to transmit an inventory receipt transaction 
to the data processing department for machine posting to the perpetual parts 
inventory record. 

EXPENDABLE TOOLS 

While the order is being worked, it is necessary for the workmen to with­
draw expendable tools from the tool cribs. Some examples of expendable 
tools are drill bits, mill cutters, saw blades, taps and reamers. The 
stock of these items in the cribs must be replenished as they are used. 
In addition, they collectively represent a large amount of money. The 
stock of expendable or perishable tools must be controlled - that is, tools 
should not be kept in tool cribs for departments that will not use them, 
and their usage should be accumulated so that excessive withdrawals as 
a result of carelessness will be indicated. A master card for each tool 
that should be stocked by a crib is kept in the tool crib itself. When tools 
are withdrawn, the master card, containing data on the quantity and the 
using department, is transmitted to the data processing department. There 
the received transaction may be used to automatically create punched 
card replenishment requisitions and to prepare a report charging the 
using department with the dollars of perishable tools withdrawn. 
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Figure 16 - Tooling Supplies Master Card 
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Figure 17 - Tool Usage Output Card 
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0 I I 

0 I PERISHABLE TOOL USAGE I 
I I I 

0 
I FOR DEPARTMENT 241 I 
I 

TOOL. 
I 0 I DESCRIPTION 

PRICE QUANTITY NO. OF I 
I CODE EACH WITHDRAWN 

AMOUNT 
ISSUES 

I 

0 I 
000167 DRILL BIT -.125 DIA I X 3 .095 200 19.00 27 0 
000183 DRILL BIT -.156 DIA X 3 .110 137 15.07 19 

0 0 
000199 DRILL BIT -.187 DIA X 4 .195 82 15.99 4 

0 000222 DRILL BIT -.218 DIA X 4 .340 178 60.52 35 0 
000316 DRILL BIT -.250 DIA X 4 .470 44 20.68 11 

0 0 
000357 DRILL BIT -.312 DIA X 4 .717 360 258.12 16 

0 107628 SPOT FACER -.187 DIA X 3 .525 31 16.28 25 0 
018351 SPOT FACER -.375 DIA X 3 1.400 16 22.40 8 

0 0 
019767 SPOT FACER -.500 DIA X 3 1.635 92 150.42 15 

, $ 578.48 160 0 
I 
I 

Figure 18 - Department Cost Report 

TOOL CONTROL 

CONCLUSION 

Master cards in tool cribs may be used to maintain control of jigs, dies 
and fixtures. A record of who checks out a tool is generated by transmit­
ting the appropriate master card and the employee ID badge. The usage 
of tools may be controlled from these transactions to insure that they 
receive the prescribed quality control checks. 

All through the manufacturing cycle, many areas create and process 
transactions that affect the execution of the current as well as the future 
manufacturing plan. The applications that have been discussed cover only 
a few of the sources. IBM data collection systems are providing their 
users with the high degree of system sensitivity that is required for opti­
mum use of manufacturing facilities and personnel. 
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