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[bookmark: _Toc135336233]Abstract 

This report will review automation solutions for plated through hole components in printed circuit board assembly manufacturing with the aim to recommend a solution to Eaton Electrical Products. 
The report will leverage control charts and an Ishikawa diagram to better understand the company’s needs, cross reference these to the product designs, common quality issues and a house of quality to determine which automated soldering solution will be the most effective. The solution is then trailed and an analysis of the takt time and cycle times are used to determine the best implementation strategy. 
This report will then touch upon the change management and project management structures followed for this project and make suggestions for further improvements. 
The report will conclude that though the tools used inferred that robotic soldering will be the most suitable solution, the timings from the trial suggest that this solution will be ineffective unless at least three machines are integrated and suggests that the project team either work with the system integrator to improve cycle times, or loop back to solution selection and start investigations on selective soldering. 
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	Term 
	Definition 

	Awareness, Desire, Knowledge, Ability, Reinforcement (ADKAR)
	An acronym for the five outcomes needed for successful change implementation.

	Bull Whip 
	In this report this term is used to describe the increase in variation downstream in a process caused by minimal disruptions and variation upstream in a process.

	Component leads / “leads”
	Also known as component legs. A length of wire on a Plated Through Hole (PTH) component which is designed to connect two locations electrically.

	Cycle time
	The actual time spent working to complete all given tasks.

	Daughterboard
	Also known as Printed Circuit Board (PCB) biscuits, this refers to each individual product PCB. In manufacturing this will have to be "broken out" or "depanelized" from a Motherboard.

	Eaton Electrical Products (EEP)
	The name of the company implementing this automated soldering project.

	Flux
	A chemical cleaning agent used before and during the soldering process of electronic components onto circuit boards.

	Individual Moving Range (IMR)
	A control chart which is used with individual continuous data, allowing an analysis of process control and process drifts.

	IPC-A-610 standards
	Acceptability standards for printed circuit boards.

	Lower Control Limits (LCL) 
	Marks the point beyond which a sample value is considered as special cause variation.

	Motherboard
	Also known as PCB panel, PCB array or PCB Matrix. Refers to one PCB board which is made up of several separate smaller boards to aid in mass manufacturing.

	New Product Design (NPD)
	New products the company is designing and manufacturing.

	Original Equipment Manufacturer (OEM)
	In this report, the term OEM refers to customers that pay the company to make products with their own branding, designs and/or software.

	Overall Equipment Effectiveness (OEE)
	Overall equipment effectiveness is a measure in the effectiveness of manufacturing operation utilisation compared to its full potential.

	Plated Through Hole (PTH)
	Where components are inserted into pre-drilled copper plated holes and soldered to pads on the other side of the board.

	Printed Circuit Board (PCB)
	An electronic circuit consisting of thin strips of a conducting material fixed to a flat insulating sheet called a printed circuit board which components are attached to.

	Printed Circuit Board Assembly (PCBA)
	The finished board after all the components have been soldered and populated on a printed circuit board (PCB).

	Stock Keeping Units (SKUs)
	Unique product codes which identify differentiated products.

	Surface Mount Technology (SMT)
	 Automated process where electrical components are mounted directly onto the surface of a printed circuit board (PCB).

	Upper Control Limits (UCL)
	Used to mark the point beyond which a sample value is considered a special cause of variation.

	Value Stream
	The set of process steps/actions that take place to add value to a customer, in this report these are transformative steps which develop and ship a finished product from components.

	Work in Progress (WIP)
	A product that has been begun but is not finished (part-built).
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1.0 [bookmark: _Ref127789186][bookmark: _Toc135336239]Introduction 

1.1 [bookmark: _Ref134822234][bookmark: _Toc135336240]Aims

The aim of this project is to increase overall manufacturing output of the factory and increase production efficiency by focusing on relieving a major bottleneck in the manufacturing process – a process step summarised and termed as “plated through hole” (PTH), which includes the manual insertion and soldering of through hole components into printed circuit boards. 
1.2 [bookmark: _Toc135336241]Objectives

The main objective of this project is to increase the capacity of this PTH process step though investigating and implementing a suitable and effective automation solution in a sustainable manner with consistent and reliable results. This report will therefore conduct a literature review of available automation solutions and common quality issues found in soldering processes. This report will then ascertain which is the most effective solution to select based on a comprehensive root cause analysis and design analysis. Finally, this report will recommend project management and change management techniques to ensure effective and sustainable project implementation
1.3 [bookmark: _Toc135336242]Limitations

The local site is part of a large global organisation, which for the purpose of ease and transferability, mandates standardised equipment across all global sites. Though this dissertation will research and propose automation solutions for manual PTH operations, the chosen solution the business will implement is restricted to the mandated, standardised model which is integrated in other locations; a desktop robotic soldering solution by Japan Unix - model DF404S. This is for cross site standardisation purposes. This solution has the capability to move on an X, Y, and Z axis (only 3 points of movement), however the change of the angle of the tip position is not automatic but instead a manual mechanical change in the soldering head. There are alternative solutions on the market which will automatically change the angle of the soldering head whilst navigating through the board (4 points of movement). There are also solutions on the market, where the robot moves both the iron and the solder wire independently (8 points of movement). There are also faster, more flexible solutions available in comparison Japan Unix’s model 404S.
Due to the shortage of electronic components, only three printed circuit board assemblies (PCBAs) have been trialled with robotic soldering at the time of writing. The data has been upscaled to generate inferences and conclusions for this report, however considering the wide design variations in each PCBA for the company’s different product families, a larger sample set will need to be trailed and analysed prior to investment. Furthermore, PCBAs for the company’s new product designs (NPD) are yet to be trialled with either solution. This is important as the results of the new product design (NPD) trials have considerable influence on decision making due to the projected product portfolio growth and the increased complexity of the NPD range. 
Since feasibility trials of robotic soldering were completed free of change by the system integrator, jigs were not fabricated for these trials. The trials were completed by using hot glue to secure components into place, to allow for the robotic soldering process to take place and thus enabling analysis on the solder quality. The introduction of a jig will add variability in the process through wear and tear impacting the tightness of fit of components and board in the jig, risking drifting of tolerances and variation in the angle in which component leads are presented to the soldering solution. Analysis is required on the chosen robotic soldering solution’s tolerance to variation in lead presentation.
[image: ]
[bookmark: _Toc135336178]Figure 1: Image of how components were secured for trials
The site is restricted to corporate Capital Expenditure (CAPEX) request processes. Though the unit was requested, and business case submitted in September 2022 for a robotic soldering unit, it is unlikely that the solution can be purchased before September 2023, therefore trial results discussed have been scaled up to infer conclusions, despite concerns over the representation the sample set used has on the population. Trials will be completed by the system integrator, “Quiptech”, and there are concerns that lab conditions are not repeatable within a manufacturing environment as the site does not have a Surface Mount Technology (SMT) clean room.

1.4 [bookmark: _Toc135336243]Introduction to Plated Through Hole (PTH)

There are two main mounting methods for placing components onto a printed circuit board (PCB); Surface mount technology (SMT) and Through Hole Technology (THT) (Lu, 2023). The latter is what is considered in this report as the termed “PTH process step”. Within this process step, components are inserted into pre-drilled holes and soldered to pads on the other side of the board. The term is referred to as plated through hole, as a thin copper layer is plated onto the walls of these drilled holes, providing them with electrical conductivity (PCB Unlimited, 2023).
	[image: ]
[bookmark: _Toc135336179]Figure 2: Diagram of a through hole component
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[bookmark: _Toc135336180]Figure 3: Diagram of a plated through hole

	(PCB Unlimited, 2023)

	(PCB Unlimited, 2023)




Figure 4 shows a section of an in-house manufactured PCB, displaying both plated through hole components and surface mount components present. One can identify that these boards have components placed on both sides (double sided), from the solder joints and protruding component legs present on the same side as SMT component on the vertical board.
[image: ]
[bookmark: _Ref134819564][bookmark: _Ref134819553][bookmark: _Toc134895399][bookmark: _Toc135336181][bookmark: _Ref134819561]Figure 4: Section of a printed circuit board with through hole and SMT components


1.5 [bookmark: _Ref134824075][bookmark: _Ref134824084][bookmark: _Ref134872711][bookmark: _Ref134872722][bookmark: _Ref134872726][bookmark: _Toc135336244]Company Introduction

Eaton Electrical Products (EEP) based in Cwmbran has grown substantially since establishment in 1977, growing through multiple acquisitions, and experiencing year on year organic growth. Thus, the deriving wide product range portfolio and growing sales of the company has led to manufacturing complexities and new manufacturing constraints.
EEP manufactures and sells electronic products in the form of fire systems, consisting of; system control panels, input devices and output devices. The majority of internally generated manufacturing output derives from; fire system panels, sounders, beacons, and call-points. The company also manufactures for original equipment manufacturer (OEM) customers, often producing products with the customer’s own brand, software, and/or product designs. 
Due to these OEM customer requirements, product design updates and design changes are slow, cumbersome, and costly to implement due to excessive approval processes. This issue is compounded by the multi-layered heavy global regulations within the fire industry. Often changes need approval from both the customers and needs to be re-certified with third party approval bodies, such as VdS. This has resulted in slow re-design, lack of innovation and ageing product ranges, many of which contain obsolete or outdated components. Due to this laborious recertification process, the redesign of products and / or alternative components are out of scope for this business.
Figure 5 illustrates a simplification of the company’s main value creation stream, which consists of a product creation flow from printed circuit board assembly (PCBA) manufacturing in a surface mount technology (SMT) machine line, to manual placement and soldering of PTH components onto the PCBA, to final assembly, where operators manually hand assemble PCBAs and electronic components into plastic housings, and then finally through to warehouse where goods are picked, packed, and shipped to customers. 



[bookmark: _Ref134822082][bookmark: _Toc134895400][bookmark: _Toc135336182]Figure 5: Company’s main value stream
As mentioned in Section 1.1 (Aims), this project aims to relieve the accumulating bottleneck in the separate manual PTH step, addressing this manufacturing constraint to improve flow through the factory’s value stream. The company operates on an enterprise resource planning (ERP) system called SAP. By the nature of ERP system driven production, the flow through this value stream is a push system. In this process a production order is generated over night and printed on a physical piece of paper, this production order is then given to the first step in the process. When this step is complete, all the work in progress (WIP) is “pushed” to the next step in the value stream along with the production order paperwork, the WIP is then queued waiting to be processed. When that step is complete the WIP is then “pushed” to the next step, and the pushing, queueing process is repeated until all process steps are completed. A symptom of this push type of scheduling is excessive WIP inventory at various steps of the process, especially in front of the bottle neck of the process. Furthermore, statistical variation in dependant events like this results in the compounding of only negative variation - it is not possible for overall output to average out; a step in the process cannot make higher than the quantity or produce at a faster pace than what is fed from the previous step. Therefore, disruptions and stoppages in the value steam and bottlenecks cause a ripple effect as each order progresses down the value steam, with overall output pace eroding away more and more every time negative variation in output or a stoppage is experienced (Goldratt & Cox, 1984).


1.5.1 [bookmark: _Ref134899700][bookmark: _Ref134899708][bookmark: _Toc135336245]Design constraints 

It is important to note that many of these PCBA designs are over 20 years old. There are now known SMT alternatives as technology has progressed, and miniaturisation of components has evolved to allow for a tape and reel process and this SMT placement. Transitioning from PTH to SMT components would be the simplest automation solution from a process point of view, as the technology is already well integrated and well known within the factory. However, as mentioned in Section 1.5 (Company Introduction), due to costly and timely approvals and recertification processes, this PTH to SMT component change is often not feasible and thus investigations of which are out of scope for this project. 
1.5.2 [bookmark: _Ref133852034][bookmark: _Toc135336246]The Impact of Manual Operations

This manual PTH step has been highlighted as a significant bottle neck across the value stream due to both the output rate and the inflexibility in the process. The expansion of the product line, which in turn caused a rise in the design diversity of stock keeping units (SKUs), paired with a lack of investment or thorough improvements in the process step to assist it to keep up with the ever-growing demand inevitably caused this process step to become a bottleneck. The quantity of PCBAs passing through this PTH step grew to 172 different SKUs, which increased the risk of human error and reduced production output consistency, as operators are expected to be competent in a high variation of different products with moderately low volumes. This has increased the training time required to get an operator to standard, reducing production ramp up, impedes production flexibility and deteriorates responsiveness to turnover. 
All plated through hole (PTH) operators are trained to IPC-A-610 standards, which is the most widely used standard from the Institute of Printed Circuits and outlines acceptability standards (Millennium Circuits Limited, 2023). This training entails one full day classroom training event. After this the operators learn the skill through on-the-job training. Considering there are 172 different SKUs to familiarise themselves with, it often takes months for operators to get up to standard, from both an efficiency and a quality perspective.
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[bookmark: _Toc135336183]Figure 6: Images of different PCBAs
Due to the high levels of variation in operator output, an analysis was conducted to ascertain whether the process is within control. The term variation relates to any differences that occur in a product process or service. Variation is split into two types, common cause, and special cause. If a process only has common cause variation, it is deemed as statistically in control. The range of variation may still not be deemed as acceptable by the customer’s specifications or due to internal cost budgets, however the variation is stable and predictable within a determined range. Common cause variation is reduced by implementing fundamental changes in the system. Special cause, also known as assignable cause variation, occurs due to factors that are not always present in the process. Processes with special cause variation are deemed to be out of control. Special cause variation is reduced by identifying and eliminating root causes (George, et al., 2005).
The PTH process was analysed using range charts, which depict short term variation and assesses whether the variation is consistent. In Figure 8 below, an individual moving range (IMR) chart is used. Two graphs are present in IMR analysis, the top chart plots individual data points against a moving range, upper control limits (UCL) and lower control limits (LCL). The bottom charts the differences between each adjacent point against the moving range, UCL and LCL. Figure 7 shows a cross section of an example to demonstrate the layout of the graphs. This helps easily visualise process drifts over time.
[image: ]
(Research Optimus, 2023)
[bookmark: _Ref134868489][bookmark: _Toc134895401][bookmark: _Ref134986175][bookmark: _Toc135336184]Figure 7: Diagram depicting parameters on an IMR

On the top graphs shown in Figure 8, the value at the centreline is the average of the data points, termed as , the top red line is the upper control limit which calculated by taking the average plus, the average of the moving ranges multiplied by the equation constant 2.66. The bottom red line is therefore lower control limit, calculated in the same manner, but with the second value deducted on added (George, et al., 2005). Table 2 summarises the equations used in these graphs. 
The values and formulas are derived from the following calculations:
  is calculated by:

Where N = number of data points
, used in the calculation of the upper and lower control limits is the range value. Calculated by:



Therefore, the upper and lower control limit is:

Therefore, the lower control limit is:

Note, the constant  is a given factor, found in the table of XBar- R Chart factors, with a sample subgroup of 2 used as the range calculations in the individual chart uses two values (). The resulting value in this lookup is 1.128 and thus substituted for , which in the calculation becomes 2.66 as 3/1.128 = 2.88 (SPC Charts online, 2023).
[bookmark: _Ref134976321][bookmark: _Toc135336219]Table 1: XBar-R Chart factors
[image: ]
(Milivojevich, 2016)
In contrast, the bottom graph of Figure 8, calculates the centre line as the average of the moving ranges, termed as  , and the upper and lower control limits are calculated using control chart constants D4, multiplied by the average of the moving ranges. Note that an n value of 2 is used when choosing the value for D3 and D4 as an IMR is considered to have a subgroup of 1 (George, et al., 2005).



 Table 2 summarises the equations used in these graphs.
[bookmark: _Ref134976362][bookmark: _Ref134986445][bookmark: _Toc135336220]Table 2: IMR Formula calculations
	
	Top Chart
	Bottom Chart

	Centreline
	 – Average of data points
	 – Average of moving ranges

	Upper Control Limit
	
	D4

	Lower Control Limit
	
	0



Figure 8 below shows the IMR charts analysing the timings (in seconds) to complete a PCBA (SKU number: 36-A807) for two operators; Darren, whom has been conducting the task for over a year, and Adam, whom has only been in the role for a few weeks. Adam’s timings to complete the task clearly gets faster the more iterations he completes depicted by the strong downward trend in the top right graph, evidencing a strong positive correlation in efficiency improvement with quantity of iterations.  There are many cases of special cause variation (highlighted in red) in the top right graph indicative of an out-of-control process in Adam’s methods. Compare this to Darren’s results (graphs on the left), whom has zero out of control points and tighter upper and lower control limits indicative of more repeatable results and a more reliable process.  Evidence from analysing the two operators with differing experience level suggests a strong correlation between experience / time an operator has spent in the role, and both speed and consistency of results.
[image: ]
[bookmark: _Ref134963602][bookmark: _Toc134895402][bookmark: _Toc135336185]Figure 8: IMR charts of operators with differing experience levels
The level of overall variation may be easier to visualise in a box plot compared to a moving range chart. The values within the box of a boxplot compromise of 50% of the data set. The middle line depicts the median whist the outer lines of the box depict the second and third quartiles. Therefore, the height of the box is the inter quartile range. The single line “whiskers” which extend beyond the box shows both the value at the third quartile plus 1.5 times the inter quartile range (the top whisker), and the value at the first quartile, minus the interquartile range (the bottom whisker).
In Figure 9, it is clearer to see the amount of variation is far greater from the newer operator (Adam, on the right), again depicting a decrease in control and highlighting the impact of operator experience on repeatability and reproducibility of the current process. An increased median and a larger interquartile range are also depicted. In a similar fashion to the IMR chart, the shape of this box plot is indicative of an out-of-control process. 
[image: ]
[bookmark: _Ref134986817][bookmark: _Toc134895403][bookmark: _Toc135336186]Figure 9: BoxPlot of two operators with differing experience

Figure 10 depicts Adam conducting the same PTH operations for the same SKU, 18 months after the initial data was captured. His results have improved significantly, with a significant decrease in both time and range. Not only has the parameters for the upper and lower control limits of the process narrowed to between 23 minutes to 27 minutes, compared to the previous parameters of 60 to 100 minutes, but  has also decreased to 25.349 from 67.82. Furthermore, the number of outliers decreased form 7 points to 1. This improvement within the same operator over time confirms the hypothesis that there is a correlation between experience / time an operator has spent in the role, and both speed and consistency of results.
[image: ]
[bookmark: _Ref134968611][bookmark: _Toc134895404][bookmark: _Toc135336187]Figure 10: IMR of Adam after 18 months
In all three IMR charts presented, 31 data points were taken to satisfy the central limit theorem, which states that a sample size of 30 is sufficient to render the sampling mean to become normally distributed, regardless of how far the population is from being normal. This creates a normally distributed data set, which is required for statistical tests (George, et al., 2005).  
1.5.3 [bookmark: _Toc135336247]Current Quality Issues

Rework data was tracked and captured from the 27th of May 2022 up to 21st of December 2022. In this timeframe 32,798 defective units were sent to the rework area – 105 from SMT, 2,930 from final assembly processes and 947 from PTH. 
It is important to note that most defective units are only picked up at final assembly end of line functional testing. Although the SMT line has an automated optical inspection (AOI) machine, it is the only step in the value stream with a fault-finding detection system before the end of line functional tests in the final assembly cells. Once products reach the rework loop, a rework operator manually inspects the units to diagnose and manually rectify the issue. Therefore, there data accuracy of recorded failure is poor, often with gaps in logging root causes for functional failure, and a system which relies on subjective opinion of a trained operator.
Out of the 763 failures deemed to stem from the PTH step of the value stream, 6 main root cause groups were found, all of which are attributes of human error:
[bookmark: _Toc135336221]Table 3: Grouped failure modes
[image: ]
Therefore, due to the data presented in Section 1.5 (Company Introduction), inferring that the main cause of quality defects and output variation is from human error or training, the main aim of this project is to investigate automation possibilities for this process step. A root cause analysis will be presented in Section 3.0 (Solution Selection), paired with a house of quality to verify that automation will successfully resolve the issues presented. 
The following section will review the different automated solutions available and common quality defects in PTH soldering.


2.0 [bookmark: _Toc135336248]Literature Review

2.1 [bookmark: _Toc135336249]Automated Plated Through Hole Solutions

Considering the increasing rate of technological advancements, electronic assemblies have limited life spans, leading to the need for high production speeds and low-price points (Draghiciu, 2021). There are four generic competitive strategies, illustrated in Figure 11 by Gatej et al (2012).

Therefore, soldering techniques are continuously reviewed for efficiency, speed and cost out opportunities. The four main approaches taken by companies to gain a competitive advantage are differentiation, low cost, outpacing and monopolising. With constant developments in technology, there has been a shift to push the electronic manufacturing industry to provide a low-cost position whilst addressing customers desires for individualised products, pushing the industry to follow an outpacing strategy. (Gilbert & Strebel, 1987). Though EEP operates within the fire industry, which by nature tends to be an industry characterised by late adopters to change due to heavy regulatory and approval body constraints, this push for cost reduction and differentiation with OEM branded customer products is strongly evident. Therefore, the company must work towards an outpacing strategy.

[image: ]
[bookmark: _Ref134968638][bookmark: _Toc134895405][bookmark: _Toc135336188]Figure 11: Fundamentals of competitive strategies
(Gatej, et al., 2012).

Companies operating in high wage countries, such as EEP operating in the UK, may opt to mitigate the dilemma of providing both low cost and individual / differentiated product offerings, by implementing innovative automated solutions to reduce manufacturing costs and increase production flexibility (Gatej, et al., 2012).  
Though a comprehensive literature review will follow, choosing an automated soldering solution is an application driven query, with emphasis on; thermal demands, component size and placement, motherboard size, component complexity, and standards requirements - in this case IPC-A-610 (Abbinaya, 2022). The ultimate decision process to select an automated solution will be based on the solution’s applicability to manufacture the PCB designs EEP are considering for automation.
This section of the literature review will outline available solutions for automating through hole component soldering in PCBA manufacturing which are commonly used in the electronics industry. The solutions which will be analysed are:
A. Wave Soldering (with a protective mould)
B. Selective Drag Soldering
C. Selective Dip Soldering
D. Robotic Soldering
E. Laser Soldering

2.1.1 [bookmark: _Toc135336250]Wave Soldering

Wave soldering is the process whereby a board passes over a bath of molten solder in a conveyor system, The board then passes over a wave of solder thus depositing solder on all joints it passes. Moulds can be created to protect the SMT components which are already soldered, exposing only unprotected areas (Draghiciu, 2021) . Flux is applied prior to soldering to ensure the area is free from oxidisation and clean. This can be both corrosive and non-corrosive and can be applied in either a spray or a foamed method. This ensures good adhesion between the components and the PCBA  (PS Electronics, 2022). The PCBA is then preheated to activate the flux and ensure the board is hot enough for the solder to flow around the boards and component leads to create an effective bond. The solder is then passed over the wave of solder generated by a pump circulating molten solder and is then cooled rapidly to solidify the joints (Matisoff, 1986). Due to the nature of heating the solder bath there are higher costs involved than other automated soldering solutions, however the speed and efficiency of this method with far shorter cycle times and far larger batch runs offers a far greater production flow rate than selective or robotic soldering (Pop, et al., 2022).
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	[bookmark: _Toc134895406][bookmark: _Toc135336189]Figure 12: Diagram of wave soldering process
(Blunt & Balchin, 2001)
	[bookmark: _Toc134895407][bookmark: _Toc135336190]Figure 13: Image of wave soldering
(© Solder Connection, 2023)



2.1.2 [bookmark: _Toc135336251]Selective Drag Soldering

Selective Drag soldering, much like wave soldering is also soldered from the bottom. A robotic arm which moves a mini wave around the board (Draghiciu, 2021) .Unlike Wave soldering where PCBAs are conveyed in a straight line through one stationary wave, in selective soldering, each individual board moves over stationary nozzles at adjustable speeds and angles for optimisation. The nozzles themselves are mounted in different directions for optimized application and wave height and pump speed are controlled. This method can therefore reach individual tight areas. Due to the motion of the board and the solder, the heat transfer is better than selective dip solder and due to the wave’s small mass the wave temperature must be maintained at a high level to form acceptable solder joints when the drag speed is increased (Diepstraten, 2002). In Selective soldering nitrogen is applied to the soldering area to prevent oxide build up which thus eliminates bridges. One of the major drawbacks of selective drag soldering is the increased cycle time in comparison to wave or selective dip soldering. There are also limitations in component leg length, which are limited by the wave height, in general for single sided boards there should be at least 0.7- 1mm length on the component leads to allow for sufficient solder to accumulate around the joint (Diepstraten, 2002).
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[bookmark: _Toc134895408][bookmark: _Toc135336191]Figure 14: Diagram of Selective Soldering
(EMS Factory, 2021)
	
[bookmark: _Toc134895409][bookmark: _Toc135336192]Figure 15: Image of selective dip soldering
(kurtz ersa, 2023)



2.1.3 [bookmark: _Toc135336252]Selective Dip Soldering

Selective dip soldering involves lowering i.e., “dipping the” entire PCBA onto a SKU specific customised nozzle plate, whereby all joints are then soldered in unison (Diepstraten, 2002). This requirement for individual board specific plates creates additional cost and complexity which is not required in wave or selective drag soldering, though the optional use of mould is common practice for double sided PCBAs in wave soldering to protect components placed on the underside of the board. This dip process can occur in one of two ways; either dipping the assembly into the solder, in which it is critical to ensure that the solder does not overflow the rim of the nozzle, or by keeping the solder below the rim of the nozzle, and the assembly is lowered to make contact with the nozzle rim, this contact then triggers pump speed to be increase, pushing the solder up to make contact with the board. Pump speed is then reduced to extract the board. Exit speed must be optimised to prevent bridging. Stability of the process depends on nozzle width as they need to be large enough to deposit sufficient solder without impacting adjacent components (Diepstraten, 2002). Dip soldering prevents oxides in the solder wave by maintaining the nozzles under a glass plate within an inert atmosphere blanket during the fluxing and preheating process (Diepstraten, 2002).
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[bookmark: _Toc134895410][bookmark: _Toc135336193]Figure 16: Diagram of Selective Dip Soldering
(Smith, 2021)
	
[bookmark: _Toc134895411][bookmark: _Toc135336194]Figure 17: Image of Multiple Dip Soldering Nozzles
(Kurtz Ersa, 2023)



Selective soldering requires certain PCB design elements to obtain the optimal process conditions for reliable results:
	
[image: ]
[bookmark: _Toc134895412][bookmark: _Toc135336195]Figure 18: Diagram of PCB pad distance requirements for selective soldering

	Distance between round pads must be greater than 0.4mm, and pitch between pins greater than 1.9mm


	
[image: ]
[bookmark: _Toc134895413][bookmark: _Toc135336196]Figure 19:Diagram of PCB pad to board edge distance requirements for selective dip soldering
	For selective dip soldering, external Clearance Around the Pads must be greater than 1.5mm, on the side that is the direction the solder is flowing there must be clearance greater than 3.0mm 
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[bookmark: _Toc135336197]Figure 20: Diagram of PCB pad to board edge distance requirements for selective drag soldering

	For selective drag soldering, external Clearance Around the Pads must be greater than 2mm, on the side that is the direction the solder is flowing there must be clearance greater than 5.0mm
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[bookmark: _Toc135336198]Figure 21: Diagram of component lead length requirements


	Component lead length under the board should be 0.8 to 2mm


(DDM Novastar Inc., 2023)


2.1.4 [bookmark: _Toc135336253]Robotic Soldering

Robotic soldering is the closest automated solution which mimics the manual human process. A soldering tip and solder wire is moved across a PCBA placed in a jig in the base plate. The solder tip is moved in an X, Y, Z axis, and angular momentum to match angular surfaces on a PCBA. As IPC standards dictate that the solder wire must be fed to the solder joint on the PCBA, not the solder tip, many robotic soldering solutions have two independent mechanisms whereby both the solder tip and the solder wire move independently across the board on the X, Y and Z axis and with a defined angular momentum (Abbinaya, 2022).
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	[bookmark: _Toc134895414][bookmark: _Toc135336199]Figure 22: Japan Unix 404S Robotic Soldering Machine
(Japan Unix, 2023)
	[bookmark: _Toc135336200]Figure 23: Japan Unix UNIX-VFR Robotic Soldering Machine
(Japan Unix, 2023)



2.1.5 [bookmark: _Toc135336254]Laser Soldering

This is suitable for micro soldering solutions, with the ability to solder wires which are microns in size due to the far smaller laser parameter in comparison to a solder tip, enabling access to spaces which were previously too narrow for a soldering tip. This solution is becoming more relevant as electronic parts become smaller and more intricate as technology advances (Abbinaya, 2022). Figure 24 shows how the laser can be adapted for increased precision. In comparison to contact soldering, the lit area from the laser generates heat, leading the temperature to rise the longer the laser is stationary in one point, thus light energy and time intervals need to be managed with care (Japan Unix, 2023). This solution has not been considered further in solution selection below as this project aim is to automate what is already being processed and soldered by hand, and this solution enables soldering of pads sizes which were not previously possible to process with an iron due to the micron sizes. 

[image: ]
[bookmark: _Ref134895932][bookmark: _Toc135336201]Figure 24: Japan Unix's laser shapes available
(Japan Unix, 2023).
2.2 [bookmark: _Ref134385967][bookmark: _Ref134385974][bookmark: _Toc135336255]Technical Aspects of the soldering process

Regardless of which soldering solution is used, three common key elements are important factors to the process:
· Flux
· Pre-Heating
· Nitrogen
The following section of the report will discuss these in more detail:
2.2.1 [bookmark: _Toc135336256]The role of Flux

Flux prevents bridging and oxidisation of the PCB (Fast PCBA, 2019). In selective and wave soldering solutions this is applied by spray or foaming processes (PS Electronics, 2022). In robotic and manual soldering, flux is found compounded into the solder wire itself, and is released when the solder melts, improving the soldering process. This is called flux core solder and is required to penetrate the oxide layer of the metal surfaces being soldered. As the solder wire melts, the flux melts first, cleaning the metal surface allowing for the formation of a better joint (FCT Solder, 2022).
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	[bookmark: _Toc135336202]Figure 25: Flux Application in Selective Soldering
(Kurtz Ersa, 2023)

	[bookmark: _Toc135336203]Figure 26: Diagram of flux core solder wire
(Rollette, 2023)



2.2.2 [bookmark: _Toc135336257]The Role of pre-heating

Pre-heating of PCB’s after flux application ensures flux has correct viscosity and is activated prior to soldering processes (Fast PCBA, 2019). Preheating also helps prevent thermal shock during the soldering process, by increasing the initial board temperature in the soldering process and decreasing the reflow temperature and time during the solder process due to the increased initial temperature parameters.  This is crucial for certain components such as capacitors which may crack from thermal shock (Zheng, 2021)
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[bookmark: _Toc135336204]Figure 27: Pre-heating in Selective Soldering
(Kurtz Ersa, 2023)

2.2.3 [bookmark: _Toc135336258]The Role of Nitrogen/ an inert atmosphere

Nitrogen is an inert gas and therefore does not react to metals or other materials, creating a stable environment. The removal of oxygen therefore presents oxidisation and the formation of iron oxide (rust) and other contaminant materials from forming. As Oxidised solder does no spread as well in comparison to an oxygen deprived environment this impinging on solder flow which negatively impacts control and precision required for reliable solder joints. Oxidisation also rises the melting point of solder joints, increasing thermal stress on PCBAs, as the flow point of solder is lowered in an oxygen deprived environment, lower oven temperatures can be used (Hentec Industries., 2023).


2.3 [bookmark: _Toc135336259]Common Potential Defects

After understanding the different automation options available and the importance of essential process techniques, it is also important to understand common defect issues which occur during the through hole component soldering processes. Cross referencing different processes, potential defects and a thorough understanding of the design of the boards will ultimately aid in choosing a solution.
[bookmark: _Toc135336222]Table 4: Common Quality Defects in Through Hole Soldering
	Pin/ Blow Hole
	Bulbous Joint / Excess Fillet on a Printed Circuit Board
	Cracked Joint on a Printed Circuit Board
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	Pin holes / blow holes are caused by moisture in the board turning into vapour and escaping/ gassing, through either thin copper plating or voids in the plating on the PCB. The only way to eliminate the problem is improve the board quality with a minimum of 25um of copper plating in the through hole.
	This is common in wave soldering and is caused when a board is separated from the solder distorting the intended angle and pressure in which the solder meets the joints
	Cracking of a solder joint occurs when a board design does not meet the requirements of the operating environment: cracks form with the expansion and contraction of the component lead in the joint in response to heat.

	Lifted Component on a Printed Circuit Board

	Flux Residues on a Printed Circuit Board
	Incomplete Joints on a Printed Circuit Board
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	Lifted components can occur due to insufficient solder contact time from either solder speed or lead length, improper placement, or board flexure during the process. This is commonly found in inline selective and wave soldering processes
	Residues can occur because of the formulation of the flux or flux process. Correct preheating processes can help minimise this occurrence.
	This is commonly caused when the component lead to hole size is excessive.

	Inconsistent or Poor Hole Fill
	Lifted Pads on a Printed Circuit Board
	Lifted Resist on a Printed Circuit Board
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	This is commonly caused by poor flux application or incorrect temperature settings.
	This can be caused by handling or force applied to the board or components after the heating process as the adhesion of the copper foil decreases as the surface heats up, thus decreasing the copper adhesion.
	This is due to poor board design. Tin or lead moves into a liquid state, expanding and causing a loss of adhesion between the solder and the component

	Poor Lead Solderability and Wetting on a Printed Circuit Board
	Outgassing on a Printed Circuit Board
	Solder Balls or Solder Balling on a Printed Circuit Board
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	instances where the solder has failed to wet the lead but has wetted the through hole are commonly caused by components with brass pins have not been correctly plated with copper before tin lead plating. The copper plating is necessary to stop zinc migration affecting the tin/lead surface. insufficient plating reduces a components shelf life.
	Outgassing is caused by moisture in the board which is turned to vapour during the heating process. If the plating in the board is too thin, gassing can come through the plated hole wall
	Solder balls can be caused by excessive backflow in selective or wave soldering process where there is excessive back flow in air or a large drop in nitrogen environments

	Solder Flags on a Printed Circuit Board
	Solder Shorts on a Printed Circuit Board
	Sunken Joints on a Printed Circuit Board
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	Solder flags are caused by either to inconsistent flux application or poor control of solder drainage in wave soldering. This is due to the back flow of the wave. The solder should flow at the same speed and direction as the board during separation from the wave. flags on the tip of the leads it can be a solderability issues with bare cut ends, the bare end of the lead will oxidise over time, thus making it difficult to wet with solder.
	Solder shorting occurs when the solder does not separate from two or more component leads before the solder solidifies. This is an increasing issue due to decreasing component pitches as demand for smaller, more densely populated PCBAs increases. Increasing the flux solids or quantity of flux may resolve these issues.
	Sunken joints on the base of the board are commonly caused pin holes / blow hole. If the copper plating thickness remains a minimum of 25µm in the barrel of the hole, moisture will not outgas through the copper during soldering.
Sunken joints on the topside of the board can occur where the hole to lead ratio is too large, contamination on the board or poor flux or poor preheating processes.


(Epec LLC, 2023)
Out of the 15 issues raised, 5 are attributed to PCB design and thus out of the scope of this project. 3 issues mention insufficient flux processing as the cause, two of which can be countermeasures. with proper heating profiles. Solder flagging is of particular importance for this project as within the current process, operators trim the leads of the components after soldering. As this is not possible in any of the automated soldering solutions reviewed, this process with be conducted before component insertion and subsequent soldering into the PCBs. Limits will therefore need to be implemented regarding how far in advance to the soldering process components will be pre-formed and trimmed, as oxidisation of the bare neds over time will cause solderability issues. Outgassing and pinholes are attributed to moisture in the boards, EEP will need to pay special consideration to these, as the PCB manufacturing areas currently do not take place in a clean room or controlled environment. Three issues are attributed to the separation of the board or component, highlighting the importance of the mechanical attributes of the process which transition the PCB through each stage. 



3.0 [bookmark: _Ref134872890][bookmark: _Toc135336260]Solution Selection    

3.1 [bookmark: _Toc135336261]Root Cause Analysis

To understand the root cause of the productivity and quality issues caused in the manual plated through hole step of the process, an Ishikawa was completed.
 An Ishikawa is a diagram which displays the relationship between characteristics and casual factors (Ishikawa, 1982). The diagram is intended to identify variability in a quality characteristic as a consequence of multiple causes, therefore the diagram focuses on the causes, not the given effects, thus allowing the user to generate quality control practices in the process by identifying causes of variability in the process and eliminating them (Suares-Barraza & Rodriguez-Gonzalez, 2018).
The Ishikawa in Figure 28 below focuses on both the quality impact and on the effect on the output of production process itself, as it has already been identified that the productivity and quality issues of this process are interlinked, with the main cause of productivity losses identified as human error quality issues.
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[bookmark: _Ref134968727][bookmark: _Toc135336205]Figure 28: Ishikawa Diagram for productivity and quality issues in the plated through hole soldering process step

3.2 [bookmark: _Toc135336262]House of Quality

A significant number of these root causes can be addressed by eliminating the risk of human error and human related variation with automation. Before deciding which of the investigated automation solutions to implement, a house of quality was completed. A house of quality is designed to analyse a customer’s “wants and needs” and ensure they are effectively translated into design attributes of a product (Liu & Zhang, 2008). In this application, we will be leveraging this tool to understand the wants of the customers to the process, not the product’s customer: In this case the customer is the final assembly step in the value stream. These wants are then used to critically analyse the current process design. This dual approach will ensure that company resources are prioritised towards resolving the variation causes which have the biggest impact to the customer.
A house of quality (HOQ) reviews the customer needs and wants down the left in rows, these are then rated by relative importance against the technical “how’s” across the columns at the top. There is then a relationship matrix in the centre, which categorises the relationship as; strong, moderate, or weak. The house of quality in Figure 29 uses the final assembly production team as the voice of the customer (as they are the next step in the values stream) and the process design as the “how” design elements. The “how’s” have “improving correlations” which indicated what direction is required to be improved i.e., increase, or decrease in cycle time. At the top of the HOQ is the correlation matrix which denotes whether there are correlations between each of the “how’s” (Chan & Wu, 2005).
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[bookmark: _Ref134899220][bookmark: _Toc135336206]Figure 29: House of Quality for Plated Through Hole Process Design
Figure 29 shows strong correlations between a reduction in defects, rework, scrap, and handling time with the implementation of automated soldering, automated optical inspection, and automated placement. Both Selective and Robotic soldering scored highest across the customer’s wants, whereas wave soldering scored highest against meeting process design requirements, due to a higher score for cycle time as it is the fastest solution.


3.3 [bookmark: _Ref134383475][bookmark: _Ref134383514][bookmark: _Ref134383546][bookmark: _Toc135336263]Board Design

Though all items in the Ishikawa and the house of quality point towards automation, particularly robotic or selective soldering to resolve these root causes whilst meeting these customer needs and wants, it is important to understand and quantify each automated solution’s ability to meet the demands of each product’s designs. As noted in the Ishikawa, there are a large quantity of different product SKUs and the designs of each vary significantly. As mentioned in The Impact of Manual Operations, there are 172 different board variations which run through the plated through hole step of the value stream, each of which will need to be assessed for automation. Table 5 below displays a sample of the design issues present in the current board designs. As mentioned in Design constraints many of these designs are aged, some over 20 years old, with little to no consideration.

[bookmark: _Ref134991146][bookmark: _Toc135336223]Table 5: Current board design complexities deemed problematic for automation
	[image: ][image: ]
	Screws and washers are unsuitable for all automation solutions discussed.

	[image: ][image: ][image: ]
	Boards where component leads are not fully inserted through holes in the board i.e. soldered balancing on top of pads, are unsuitable for all automation solutions discussed.
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	Fly leads or wires are unsuitable for all automation solutions discussed.
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	Double sided PCBs where PTH legs are soldered on the same side as SMT components are placed not suitable for wave soldering without the use of stencils, which would increase costs and changeover times.



Based on the above restrictions, each individual board was assessed for applicability to; robotic, wave or selective soldering. Anything deemed applicable was then multiplied by the annual forecasted demand of that unit and then multiplied by the total manual operational time for an operator to complete that unit. Table 6 displays the results:
[bookmark: _Ref134991168][bookmark: _Toc135336224]Table 6: Automation applicability table
	Machine
	SKUs
	Annual manual hours
	Percentage of total annual hours solution is applicable for:

	Robotic Soldering
	49
	          2,060.36 
	32%

	Wave Soldering
	16
	             315.00 
	5%

	Selective Soldering 
	41
	          1,708.36 
	26%

	TOTAL manual hours in plated through hole
	 
	          6,463.61 
	 



As shown, although selective soldering covers a greater number of boards, because of the demand mix of the boards, robotic soldering would automate a greater percentage of the total manual time currently spent on the manual PTH step (32% coverage compared to only 26% covered by selective soldering solution). Considering the current manning arrangement for the plated through hole operation is six heads, the analysis suggests a potential head count reduction of 2 heads with robotic soldering, and 1.56 heads with selective soldering. Estimations assume only 80% of manual process time is saved, as an operator would still need to place components, therefore robotic soldering would only automate the workload of  1.54 people, and selective would automate the workload of 1.25 people.
Comparing this to the HOQ results, selective soldering is a more effective solution in covering the customer’s needs and wants, though it automates a smaller percentage of current manual hours in comparison to robotic soldering. It is also a faster and more flexible soldering solution, with faster changeover, due to it’s in-line manufacturing nature.
Though the main aim of the project is to decrease bottlenecks and decrease quality issues, head count reduction plays an important factor when it comes to investing in automation opportunities, forming a large proportion of payback calculations and purchase justifications. When it comes to analysing head count removal in process automation, it is important to note that solution integration plays a large role in the effectiveness. All solutions proposed can conduct the soldering tasks, which accounts for roughly 80% of total time currently taken to complete all PTH activities; pick, place, solder and break out. One must consider the cycle times each of these machines take to conduct the soldering tasks, and how that can be balanced with the residual tasks which must still be completed by hand. If the cycle times of the machine are poorly balanced in comparison to the cycle times of the operator, bottle necks will not be effectively reduced, and headcounts will not be effectively decreased. If, for example an operator will be transferred to pick place and feed the machine, but then stands idle watching for the machine to complete, if the cycle time of the machine is the same or slower than that of an operator conducting these tasks manually by hand, then the bottle neck will not be relieved, and the head count reduction will not be realised. 
As robotic soldering covers a higher quantity of boards and covers a high percentage of customer needs and related to fewer common quality defects due to the lack of a pre-fluxing processes with robotic soldering and shorter mechanical board movements, it was proposed as first choice for investigations and trials. As the main aim is to prevent bottlenecks and increase overall output in the value stream, the effectiveness of the process implementation in imperative to the project’s success. Robotic soldering is known to be slower than selective, therefore caution is needed during the implementation stage to ensure the solution effectively relieves operators form these processes. 


4.0 [bookmark: _Toc135336264]Implementation plan

4.1 [bookmark: _Toc135336265]Gantt Chart Structure 

To ensure the project is implemented in a timely manner, a Gannt chart was created. Gantt charts are one of the most used controlling and planning tools in project management and are used commonly across the spectrum of continuous production (Geraldi & Lechter, 2012). Gantt charts are simple and intuitive tool to follow which aid in users’ ability to complex with the structural complexity often involved in projects such as coordinating many interdependent tasks (Geraldi, et al., 2011). The full Gantt chart can be found in the appendix. A screenshot of a section of the Gantt chart is below in Figure 30. The Gantt chart is used to effectively mitigate resource overload as it enables visibility of project timelines and resource requirements with each task. This visibility also allows for easier measurement of project progress and reprioritisation of resources in response to delays due to a clear display of task dependencies. 
[image: ]
[bookmark: _Ref134902387][bookmark: _Ref134968861][bookmark: _Toc135336207]Figure 30: Abstract of Project Gantt Chart
EEP use their own internal project management infrastructure called ProLaunch. This is a gated phased approach to project management, whereby there are set deliverables and timeframes to be adhered to. The project is initially assessed for the risk to the business and the type of project. In this case the project falls under the category of “standard transition process”. From that the prescribed list of key deliverables which must be presented at each gate is generated in the form of an “activity matrix”, detailing with templates and guidelines needs to be completed at each stage and who is responsible for completing the task.



Page | 53
Page | 1
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[bookmark: _Toc135336208]Figure 31: Extract of ProLaunch's Risk Activity Matrix
[image: ]

[bookmark: _Toc135336209]Figure 32: Extract of ProLaunch's Activity Matrix
Page | 53
These documents can be found in the appendix. It is important to note the responsibilities of actions are distributed to all major functions across the factory to ensure integration, team adhesion and increased project ownership to ensure project success. 
It is proposed that during the implementation phase a regular meeting cadence be put in place to ensure that the implementation meets the proposed timescales above. It is suggested that a daily pulse be instituted into daily management “tier 3” meetings where roadblocks may be raised, and clear actions captured, and timely closure of actions are pulsed. This would allow for full team visibility of issues, prompt escalation of critical issues stage to ensure maximum probability of project success. 
4.2 [bookmark: _Toc135336266]Utilising change management to increase success

Humans are risk adverse by default as they are predisposed to familiarity and convenience by nature. Resistance to change is therefore very common in project management and in general, and stems from a multitude of perceived risks. Regarding automation implementation in the workplace, the most frequently perceived risk is job security (Sung & Kim, 2021). Therefore, improving employees’ attitudes towards automation is fundamental to decreasing pushback and increasing willingness to adapt to the new automation integration. The company’s ability to cultivate a culture of swift adaptation and acceptance of the new automation is pivotal to the project’s success. To achieve this, an understanding of the process of change and an effective change management framework to assist the business is fundamental (Parker, et al., 2012).
Change management frameworks help to achieve this as they aim to intentionally change perceptions and behaviours to reduce resistance targets  (Sung & Kim, 2021). Though there are multiple change management frameworks and structures available, the corporately preferred structure used by Eaton is Prosci’s ADKAR methodology. This was chosen as it is already rolled out and well embedded across Eaton with various corporate training materials and tools were readily available.
ADKAR is an acronym that outlines 5 steps that need to be achieved for sustainable change (Balluck, et al., 2020). Table 7 is extracted from Balluck et al. (2020) summarises each of the 5 steps and what needs to happen at every step. 
[bookmark: _Ref134990902][bookmark: _Toc135336225]Table 7: Balluck et al. 2020 outline of ADKAR in relation to Texas Health Resource as a case study
[image: ]
The project started amongst a background of a recent failed automation attempt; the integration of a collaborative robot, which due to insufficient training and poor maintenance was only functioning for 4 years before it was causing excessive downtime and was removed offsite for a full refurbishment. This increased predisposed resistance to the proposed robotic soldering automation change. This increased resistance magnified the importance of effective change management structures.


Table 8 outlines what actions will be completed at every stage of the framework to ensure effective implementation:
[bookmark: _Ref134977235][bookmark: _Toc135336226]Table 8: ADKAR Change Management Plan for Robotic Soldering Integration
	Awareness for the need for change:
	An explanation of Industry 4.0 and the importance of operating with leading technologies to stay competitive within the market to be presented to workforce. Emphasis to be made on how this technology will aid in production flexibility during the current global electronic component shortage and current state of “feast or famine” and how this technology will free up operators to work on more complex tasks, enabling the business to meet the new demands of NPIs. 

	Desire to support the change
	Identify groups most impacted by the change with the Prosci’s “Impact Index”. Use this as a guideline for where to focus efforts and understand what unique challenges need to be addressed for each core group. Focus on retraining operators for more complex tasks, framing the automation to take over the “boring simple tasks”. Promote the increase in stability of work patterns and a decrease in last minute overtime requests. 


	Knowledge of how to change
	A third-party system integrator will be used to conduct feasibility studies for the proposed robotic soldering solution. Once feasibility studies are passed, they will also visit site and install the machine and provide the following training:
· Start-up and shut down process with cell operators
· Error recovery and fault escalation with cell operators, team leaders and process engineers
· Routine maintenance and fault recovery with production and maintenance teams 
· Program creation and program alteration with manufacturing engineers


	Ability to demonstrate skills and behaviours:
	Peer to peer cross training program to be launched to train other operators and internal personnel on routine activities. Standard work documents to be created for all activities. Staggered launch plan created to increase the scope of boards completed on the robotic soldering solution: Starting with the programming and implementation of the robotic soldering solution on simpler boards and working through adding boards iteratively in increasing complexity. 

	Reinforcement to make the change stick.
	Maintenance and other routine procedures to be incorporated in the leader standard work of maintenance teams, area owners, and engineers. Area to be added to internal auditing cycle conducted by plant leadership team to ensure all routine tasks are carried out as planned.



In the Reflective report attached in the appendix by Over (2021), it was found that operators present during the previous automation integration project in 2018, held a more negative bias towards any further automation integration. Though it is clearly caveated in the report that the responses also fluctuated dependant on the researcher asking the questions (when asked by someone on the management team, respondents were more likely to give an inflated more positive result) and dependant on the job role (management and office staff viewed the project more positively than operators), a strong understanding is needed as to what factors of the previous automation project caused a negative influence on respondents. 

The report concludes that based on the literature review conducted, the ADKAR change management framework is missing two key components to change management
· The importance of transformational leadership and the importance of recognition 
· Acceptance of the need for change within the organisational goals and strategies. 

Furthermore, the report suggests that a failure to properly implement steps in the later part of the ADKAR change management framework (knowledge, ability, and reinforcement) has attributed to the limited success of the project. 

Based on these findings, in addition to the ADKAR framework listed above, the below amendments will be made:
· Though the past automation project had heavy engagement and involvement of senior leaders, there were few opportunities for employees to self-drive change. The cell operators impacted by the previous change were involved in kaizen activities and cell designs. Those operators whom, participated in these events responded more positively and display more ownership and pride in the new technology implemented. It is recommended that in the robotic soldering solution, the senior leadership team engage a wider audience in feedback opportunities. 
· The goals and strategies of lower levels within the organisation are more aligned to the change. Though the top-level key needle moving projects were aligned to automation during the previous automation projects, this key drive did not effectively trickle down to the operators. It is recommended that individual goals are updated be reworded from goals of CI engagement to goals geared towards engagement in CI and industry 4.0 activities. 
· The commentary made on the lack of effective implementation in the latter part of the framework related to two main topics: personnel and total productive maintenance. Therefore in the ADKAR framework proposed for the robotic soldering solution, a far wider scope of individuals and teams have been included in the initial training, peer to peer cross training is included and accountability structures have been embedded to ensure the effective and timely closure of actions by updating standards of work, documenting whom should do what when in leaders standard work and incorporating senior leaders to audit these tasks are being conducted as designed to ensure adherence. 
· Further actions recommended to ensure an effective project implementation is an updated process failure modes effects analysis document to be completed upon installation, with a pareto of top downtime reasons pulsed daily in management meetings and progress reported out to operators in monthly “all hands” meetings so that the wider impacted parties are aware of progress in issue mitigation actions. 

It is also recommended that further improvements in the plants scheduled maintenance is implemented. Currently all maintenance tasks on all machines in the factory work on time-based schedules, with daily, weekly, monthly, quarterly, and annual checks and component changes. It is recommended the company progresses this approach for the robotic soldering solution by integrating a reliability centred maintenance (RCM) approach. The basis of RCM is that reliability is a design characteristic that can be preserved during operational life in a cost-effective way by using decision logic to identify critical components and understand the lifespan and deterioration patterns of these components (Brauer, 1987). RCM also includes leveraging potential failure modes and effects analysis (PFMEAs) alongside investigations of operating needs or priorities (Jardine & Tsang, 2005). This is imperative to robotic soldering, due to the lack of a controlled inert environment, oxidisation will occur on both the joints and the solder iron, as mentioned in  2.2 Technical Aspects of the soldering process. Current scheduled maintenance strategies would have the iron nub changed at a set number of hours, as recommended by the supplier. With the recommended RCM approach, this would be changed based on either the result of visual inspection or on a comprehensive probabilistic model of component deterioration and the resulting impacts.


4.3 [bookmark: _Toc135336267]Physical Integration

4.3.1 [bookmark: _Ref135325075][bookmark: _Toc135336268]Feasibility Studies

A system integrator (called Quiptech) was utilised to conduct feasibility studies on four of the proposed boards suitable for robotic soldering with Japan Unix’s solution, model 404S. The results are shown below.
[image: ]
[bookmark: _Toc135336210]Figure 33: Robotic soldering feasibility report for 36-a458
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[bookmark: _Toc135336211]Figure 34: Robotic soldering feasibility report for 36-a606
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[bookmark: _Toc135336212]Figure 35: Robotic soldering feasibility report for 36-a316

As mentioned in Section 3.3 Board Design, the boards chosen as suitable for automation were chosen based on their design attributes. However, upon reviewing trial data, concerns were raised regarding the component leg length and clearance between components were raised. Furthermore, though robotic soldering was already identified as a slower solution in comparison to other automation solutions analysed, the timing results were significantly slower than anticipated. 
As part of the manual operation, component leads are cut and trimmed to the correct length after soldering, when the components are attached to the board. In all automated soldering solutions reviewed, the component leg length needs to be the correct size prior to insertion into the board and feeding into the soldering machine. This can be achieved with a preforming component machine. Many suppliers offer this service at an additional cost. The company also has one manual mechanical component pre former solution. This company will need to decide whether they wish for this activity to be completed in house or externally, depending on time constraints and costs.
All boards passed robotic soldering trials, with consistent results, however there were concerns over the lack of clearance between SMT components and PTH soldering joints. These concerns however were based on guidance for selective soldering as mentioned above. There are no specific guidelines for component clearance for robotic soldering.
4.3.2 [bookmark: _Toc135336269]Operator balancing

As mentioned in Section 3.3 Board Design, machine soldering time significantly impacts the implementation plan and operator balancing solution. As does the number of daughterboards per motherboard as that enforces batching quantities. Without any inefficiencies (such as OEE%) accounted for, Table 9 displays the current process timings and new robotic solution timings:

[bookmark: _Ref134991058][bookmark: _Toc135336227]Table 9: Timing comparison of robotic soldering vs current process
	36 Level
	Daughterboards per Motherboard
	Current PTH cycle time per individual board (s)
	Current PTH time per motherboard (s)
	 Robotic Solution  - Automated Soldering Time per individual board (s)
	 Robotic Solution Manual Time per individual board (s)
	 Robotic Solution  - Automated Soldering Time per Motherboard (s)
	 Robotic Solution Manual Time per Motherboard (s)
	Reduction in manual time
	total forecasted sales vol
	Weight

	36-A316
	9
	84
	756
	120
	12.5
	112.5
	29.5
	85%
	11985
	41%

	36-A548
	6
	64
	384
	185
	12.5
	75
	43.1
	80%
	12393
	43%

	36-A606
	4
	60
	240
	200
	8.5
	34
	45.1
	86%
	4719
	16%



Manual time spent per PCBA board has been decreased by 80%-86%. The weighted average of this decrease (based on forecasted annual hourly requirement per board) is an 83% reduction. 
Unfortunately, considering the timing differences between robotic and manual tasks with the proposed robotic soldering solution, these timings do not equate to a 60% reduction in the PTH bottle neck, or an increase in productivity (except for quality improvements and rework reduction), if a 1:1 operator to machine ratio were to be implemented. As depicted in Figure 36 , the automated machine time far outweighs manual time. If a one on one solution were to be implemented, the operator would spend a significant amount of their time (between 85-90%) idle, waiting for the machine to complete its tasks:
[image: ]
[bookmark: _Ref134969105][bookmark: _Toc135336213]Figure 36: Graph of manual vs automated robotic cycle times per motherboard with robotic soldering solution

Benchmarking board number 36-a548 (as it accounts for 43% of the total volume of all three boards), in this instance an operator would spend approximately 30.5 seconds completing manual tasks, while the robotic machine would spend approximately 185 seconds completing automated tasks. If the operator were to continue working as normal at a rate six times faster than the machine, there will be a work in progress (WIP) inventory queue of six pieces in front of the robotic machine. As the total motherboard quantity is also six, this equates to exactly one motherboard in WIP.
This imbalance and WIP can be mitigated in two ways; increasing the number of robotic soldering stations each operator would have to feed into or increasing the offline tasks each operator completes in their downtime (such as feeding other PTH operators with sufficient components). Increasing the quantity of offline duties risks further decreasing the overall line output as it increases a significant amount of additional variation in the process, exposing the process to further imbalance as it risks idle machine wait time, which should be avoided as the machine is the bottle neck.
To aid in deciding which of these routes to pursue, a Takt time calculation was completed. Takt time shows the rate in which products need to be completed to satisfy customer demands. This is calculated by calculating the total daily time available, then dividing it by the total daily forecasted demand. For analysing this balancing issue present in the proposed robotic soldering solution, the Takt time calculation will consider the total daily demand of all boards planned to be run through the machine, not just the demand of the three boards trialled. This totals 253,280 individual boards annually. Divided by 260 (the quantity of working days in 2023), this equates to daily demand of 974 pieces. 
It is important to note that though Takt time is commonly used tool in lean manufacturing to ascertain the required output of a process, it assumes level loading of the workflow it is assessing. This implies that there are no disruptions to the supply of the workflow under assessment; production daily output is the only influencing factor to meeting customer demand with this tool. Unfortunately, this is not reflective of real-world scenarios, with COVID and other external factors commonly causing logistics and supply disruptions, EEP Cwmbran have experienced a “feast or famine” situation with the supply of some of their core components over the last three years. Therefore, Takt time can be used as a rough guide to gauge a process’ ability to keep up with demands, but it is not a measure of the process’ ability to flex in response to changing circumstances. 
[image: ]
[bookmark: _Toc135336214]Figure 37:Takt time calculator for PTH automation with one machine
As the company works on a two nine hour shifts a day rotation, each with a total of 60 minutes break per shift, the Takt time output is calculated at 59 seconds. This means the manufacturing line will need to output one unit every 59 seconds to keep up with customer demand. Timings from trial data show that one machine cannot keep up with this.
[bookmark: _Toc135336228]Table 10: Tabular comparison of cycle time vs takt time with one robotic soldering machine
	36 Level
	Machine Cycle Time Per Unit
	Operator Cycle Time Per Unit
	Takt Time

	36-A316
	120
	27.5
	59

	36-A548
	185
	30.5
	59

	36-A606
	200
	17.5
	59



[image: ]
[bookmark: _Toc135336215]Figure 38: Graphical representation of cycle times of automated and manual processes vs takt time with one robotic soldering machine
If a process was to be designed for one operator to feed two machines, the machine cycle time can be halved. The Takt time vs Cycle time then looks like this: 
[bookmark: _Toc135336229]Table 11: Tabular comparison of cycle time vs takt time with two robotic soldering machines
	36 Level
	Machine Cycle Time Per Unit
	Operator Cycle Time Per Unit
	Takt Time

	36-A316
	60
	27.5
	59

	36-A548
	92.5
	30.5
	59

	36-A606
	100
	17.5
	59



[image: ]
[bookmark: _Toc134895426][bookmark: _Toc135336216]Figure 39: Graphical representation of cycle times of automated and manual processes vs takt time with two robotic soldering machines
Though 36-a606 carries only 16% of total demand of 2023 forecasted annual hours required for the PTH line, the data suggests that an operator would still be idle for a significant amount of time (82.5 seconds) with only two machines. Implementing three machines generated slightly more favourable results:
[bookmark: _Toc135336230]Table 12: Tabular comparison of cycle time vs takt time with three robotic soldering machines
	36 Level
	Machine Cycle Time Per Unit
	Operator Cycle Time Per Unit
	Takt Time

	36-A316
	40
	27.5
	59

	36-A548
	61.666667
	30.5
	59

	36-A606
	66.666667
	17.5
	59



[image: ]
[bookmark: _Toc134895427][bookmark: _Toc135336217]Figure 40: Graphical representation of cycle times of automated and manual processes vs takt time with three robotic soldering machines
Even though leveraging three machines generates a line output which is closer to the takt time requirements, for 36-a606, the operator will still be idle for 49 seconds per unit. The automation solution may still be conducting the tasks; however, bottleneck relief only occurs when operator time is relieved and leveraged to complete other value add tasks. Implementing four machines generated a better balance, however results fell below the required takt time, implying this additional investment would become a wasted and unleveraged additional expense – the purchased and integrated line would come at an extra cost to enable the company to generate output at a far faster pace than what sales volumes require:
[bookmark: _Toc135336231]Table 13: Tabular comparison of cycle time vs takt time with four robotic soldering machines
	36 Level
	Machine Cycle Time Per Unit
	Operator Cycle Time Per Unit
	Takt Time

	36-A316
	30
	27.5
	59

	36-A548
	46.25
	30.5
	59

	36-A606
	50
	17.5
	59



[image: ]

[bookmark: _Toc135336218]Figure 41: Graphical representation of cycle times of automated and manual processes vs takt time with four robotic soldering machines

Though a robotic soldering solution would generate better bottle neck relief at the PTH section of the company’s value stream, the results of trials suggest that robotic soldering may not be the most effective automated soldering solution due to the significantly longer than anticipated cycle time. Considering selective soldering can automate nearly the same quantity of hours in the PTH bottleneck, it is recommended to revisit solution selection, and conduct feasibility trials on selective soldering. If selective soldering is found to be at least three times faster, it would be deemed as a more suitable solution in terms of bottle neck reduction and efficiency of process integration in comparison to robotic soldering.
 When deciding between 3 or 4 robotic soldering machines, or selective soldering, it is important to consider capital expenditure of the business, balancing financials, and payback terms with manufacturing implementation concepts such as line balancing and takt time. A single Japan Unix 404S robotic soldering solution has been quoted at €53,850. With the current exchange rate from Euros (EUR) to Great British Pounds (GBP), this comes to £46,733.21 each. The total cost of three machines will subsequently cost £140,199, and four machines £186,932. In comparison, a quote for the corporate approved solution for selective soldering (ERSA ECOSELECT 4 Selective Soldering Machine), comes to a total cost of £171,499. 
Considering robotic soldering is applicable for 32% of current manual time spent in the PTH area of the value stream, and selective soldering is applicable to 26%, a simple decision based on unit cost will not give a true reflection of system effectiveness or benefit to the business from the proposed automation strategy.
As this theorised labour cost reduction for robotic soldering is averaged 83% of manual time in the applicable boards, which account for 32% of total hours spent, the theorised “saving” totals £47,808 per annum, based on the current cost of £30,000 per operator and six people currently manning the PTH process step: 

 Therefore, “payback term” for 3 robotic soldering machines is:

The payback term for four machines is:

If the theorised labour cost saving for robotic soldering is benchmarked for selective soldering, the annual labour saving would be:

Therefore, payback term for selective soldering is:

Based on payback terms, four robotic soldering machines would still be more cost effective than selective soldering and has capability to generate an output rate faster than what customer demand currently requires, allowing for both operator and machine inefficiencies whilst still meeting customer demand. 
As well as triggering investigations for selective soldering feasibility, data from implementation design has also triggered further work with the robotic soldering system integrator to review process optimisation opportunities to decrease machine cycle time. Machine process steps to be reviewed for optimisation are:
· robot route through the PCBA joints
· robot dwell time on each PTH joint
· solder iron temperature. 
Calculations in 4.3.1 will need to be revised if the system integrator is able to optimise the machine cycle time. 



5.0 [bookmark: _Toc135336270]Conclusions

The data analysis of the current state processes suggests that automation within the plated through-hole process would assist Eaton Electrical Products Cwmbran to increase efficiency by reducing quality issues and reduce bottle necks. This improved capabilities and capacity will present the company with further opportunities for new product designs and enable the company to keep up with market design trends of PCBA miniaturisation.
The selection of which automated solution should be implemented is heavily dependent on product designs, there is no “one size fits all” solution when it comes to the automation of plated through hole components. As each automated solution has different strengths, cycle times and footprints, the process design is pivotal to the success of automation integration. 
Though the root cause analysis Ishikawa, house of quality and board design analysis pointed towards robotic soldering being the most effective soldering automation solution to implement in EEP Cwmbran to aid in relieving the bottleneck at plated through hole soldering, however feasibility trials present negative results and suggest this implementation would be inefficient and ineffective, unless at least three units are purchased and manned by one operator. It is suggested to work with the system integrator to improve the machine cycle times or work on investigating selective soldering.
For sustainable change, it is recommended that EEP Cwmbran implement cycles of improvement onto both their current ADKAR change management structure, and their current maintenance programs to ensure employees become invested ambassadors of the change and are motivated to learn and utilise the new technology. A workforce open to change will aid the company in future-proofing their business, leveraging new technology to meet new product demands and achieve competitive cost positions in the market. 
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SMT


Surface mount components placed via machine


Manual PTH


Plated through hole components placed and soldered by hand


Final Assembly


PCBAs hand assembled into plastic housings and tested


Warehouse


Items shipped and consolidated for outbound shipments
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mmmmmmmmmmm l

CS-02042-G N

TRUE

8.2.4

Assign an experienced Transition Mentor to 

the Project Team

Y S R S S S S S

mmmmmmmmmmm l

N

TRUE

8.2.5

Transition Strategy, Objectives & Business 

Plan

Y R R R R R R R

mmmmmmmmmmm l

CS-02033-G N

TRUE

8.2.6 Project Plan  Y R R R R R R R

mmmmmmmmmmm l

CS-02039-G N

TRUE

8.2.7 Risk Management Plan  Y R R R R R R R

mmmmmmmmmmm l

ENT.TM0004

Risk Mgt Log

N

TRUE

8.2.8 Change Management Plan Y S S S S S S S

mmmmmmmmmmm l

CS-00008-T CS-00015-G N

TRUE

8.3.1

Project Team & Decision Gate Committee 

(DGC) Training

Y S S S S S S S

mmmmmmmmmmm l

N

TRUE

8.3.2 Project Meeting Minutes/Action Item List Y R R S S S S R

mmmmmmmmmmm l

CS-00003-T N

TRUE

8.3.3 Project Status Report Y S S S S S S S

mmmmmmmmmmm l

CS-00004-T N

TRUE

8.3.4 Project Scorecard Y R R S S S S R

mmmmmmmmmmm l

CS-02046-T N

TRUE

8.3.5 Project Records Repository Y R R R R S S R

mmmmmmmmmmm l

SharePoint 

Request

N

TRUE

8.3.6 Lessons Learned Capture Y R R R R R R R

mmmmmmmmmmm l

CS-02001-T CS-00001-G N

TRUE

8.3.8

Implement Stage-wise Activity Completion 

Plan 

Y R R R R R R R

mmmmmmmmmmm l

CS-00014-T N

TRUE

8.3.9 Decision Gates Y R R R R R R R

mmmmmmmmmmm l

CS-02022-T CS-02056-G N

Total Green - G 3

Total Yellow - Y 3

Total Red - R 0

Total 6

% Green 50%

0

0

#DIV/0!



Legend:



Risk Class: 

 R= Required 

 S= Should



Responsibilities: 

l

 =  Deliverable Leader (responsible and accountable)

m

 = Supporting (expected to provide input and cross-functional

       collaboration on deliverables)



Activity Status Recap

Total Completed Late

Total Completed On Time

% On Time



TIMING RESPONSIBILITIES STAGE SEQUENCING TRANSITION TYPE

PTH Bottleneck Reduction

MAJOR REPEATER Transition Type: 0

REFERENCE DOCUMENTS

COMMENTS



G

Y
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Microsoft_Excel_Worksheet1.xlsx
How to Use

				Agile PROLaunch Standard Transition Process (STP) Corporate version



				Agile PROLaunch-STP (Standard Transition Process) is used to manage transitions from one manufacturing location to another, as well as moves within a plant, as appropriate. It applies to transitions of entire products as well as appropriate component or sub-assembly transitions, both internal and external to Eaton.

Plant Closings
Product Line Moves
Facility Start-ups
In-sourcing
Resourcing
Outsourcing
Localization

A major transition, such as a plant decommission, may contain several individual PROLaunch projects managed as a program

























				Work Instructions for the Agile PROLaunch STP Activity Matrix:



				1. Agile PROLaunch-STP (Standard Transition Process) replaces the previous PROLaunch-STP process.  The Agile aspects of the process are provided by including more flexible/scalable framework that allows teams to be more agile with their project plans and enable the best fit between process and project requirements.





				2. To support successful execution under this new agile framework, Agile PROLaunch STP includes the following support/control mechanisms:

						a. Redefined "When to Use STP" flow chart for better decision.
b. Added "RAW" sheet as one of the tab in activity matrix to enable automation between worksheets.
c. Added "Localization" as new transition type to support such types of projects under agile PROLaunch-STP.
d. Redesigned activity Matrix to get uniformity with respect to Agile PROLaunch NPI/VAVE.
d. New Decision Gate guides to support improved consistency and rigor of the processes related to Decision Gates. Included are guides to support the Work Package Approval process, Decision Gate process, and the Gate Meeting itself.



				3. All stages of Agile PROLaunch-STP are contained on the Activity Matrix tab.

						a. The Activity Matrix is organized by Work Packages containing the key activities to achieve the project deliverables.

						b. Each Activity has a definition in the comment box which can be viewed by hovering over the activity cell comment indicator.

						c. Some activities have a hyperlinked template and/or guide to assist in completing the activity deliverables. 



				4. The Risk Assessment Worksheet (RAW) is integrated into the Activity Matrix. The RAW computes the Risk Classification for the overall project and also Risk Classifications for each of its functional sub-categories.

						a. Enter project name (project name copies from the rosters tab), author(s), date and transition type into the BLUE fields.  Select the appropriate division (if available.)

						b. Enter the score (L,M,H) for each risk category.

						c. Enter comments to support the assumptions and reasoning for each risk category. Note: COMMENTS ARE REQUIRED.



				5. Activities can be filtered by responsibility for Leader = l ( l ), Supporting = m ( m ) or N/A ( blank).



				6. Work packages can be expanded or collapsed for ease of viewing (+ or -) in the far left column.



				7. Team Rosters, Work Package Approvers and DGC member approvers can be easily managed on the Rosters tab. (An entry in an early stage is automatically promoted to the later stages, and changes to later stages are automatically promoted to subsequent stages. Work Package Approvers and DGC Approvers are also automatically copied to the related Gate Approvals tab fields). Also, the Project Name in the BLUE fields will be copied to the Activity Matrix and Gate Approval sheets.



				8. The Decision Gate Template(s) CS-12026-T provide step -by- step directions for Preparing for the Decision Gate, Conducting the Decision Gate Meeting and post Gate actions.  Also included are additional templates for each Decision Gate and a slide presentation template.



				9. The process is executed stage-by-stage using one activity matrix worksheet. At the beginning of the stage, the dates in the Target Completion Date column are established for each of the activities applicable for that stage. As each activity is completed, the actual completion date and Completed on Time (Y/N) columns are also completed. Prior to the gate for that stage, the appropriate status in the Status column is assigned for each activity. Once the Decision Gate is held, save a copy of the worksheet and change its name to associate it with the Gate. When starting the next stage, clear out all dates and statues and restart the tracking process for the new stage.



				Note:  For all MS PowerPoint templates which are hyperlinked in the Activity Matrix, please follow these instructions:

				  1 - Click on the template, which will open the file,

				  2 - Once it is opened, select "Edit", then click on "Edit Slide",

				  3 - This will enable the edit function and you can now enter your data.
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When to Use STP

		When to use Agile PROLaunch STP- flow chart
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STP Schematic

		Agile PROLaunch STP ( Standard Transition Process )

		Stage-Gate
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Rosters

		Agile PROLaunch Standard Transition Process (STP)
Corporate Version								PROLaunch Rosters

		Project Name:		PTH Bottleneck Reduction

c9975693: Note: Enter once here and it is copied to the Activity Matrix.


		Project  #:

		Risk Classification:		MAJOR REPEATER

c9975693: Note: This is auto populated from the RAW tab.
												Transition Type:		0

Chaudhari, Nilesh U: This is auto populated field from RAW tab



				Stage 0				Stage 1				Stage 2				Stage 3				Stage 4				Stage 5				Stage 6

		Decision Gate Target Dates

		Overall Transition Project		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title

		Project Manager						0		0		0		0		0		0		0		0		0		0		0		0

		Transition Mentor						0		0		0		0		0		0		0		0		0		0		0		0



				Stage 0				Stage 1				Stage 2				Stage 3				Stage 4				Stage 5				Stage 6

		Decision Gate Target Dates		31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99

		SEND Site- Team Roster		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title

		Sales/Marketing						0		0		0		0		0		0		0		0		0		0		0		0

		Product Engineering						0		0		0		0		0		0		0		0		0		0		0		0

		SCM/Logistics / Supplier Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Materials Management:						0		0		0		0		0		0		0		0		0		0		0		0

		Manufacturing Ops						0		0		0		0		0		0		0		0		0		0		0		0

		Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Human Resources						0		0		0		0		0		0		0		0		0		0		0		0

		Finance						0		0		0		0		0		0		0		0		0		0		0		0

		Information Technology						0		0		0		0		0		0		0		0		0		0		0		0

		Facilities						0		0		0		0		0		0		0		0		0		0		0		0

		EHS						0		0		0		0		0		0		0		0		0		0		0		0

		Send Site Leader						0		0		0		0		0		0		0		0		0		0		0		0



				Stage 0				Stage 1				Stage 2				Stage 3				Stage 4				Stage 5				Stage 6

		Decision Gate Target Dates		31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99

		RECIEVE Site- Team Roster		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title

		Sales/Marketing						0		0		0		0		0		0		0		0		0		0		0		0

		Product Engineering						0		0		0		0		0		0		0		0		0		0		0		0

		SCM/Logistics / Supplier Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Materials Management						0		0		0		0		0		0		0		0		0		0		0		0

		Manufacturing Ops						0		0		0		0		0		0		0		0		0		0		0		0

		Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Human Resources						0		0		0		0		0		0		0		0		0		0		0		0

		Finance						0		0		0		0		0		0		0		0		0		0		0		0

		Information Technology						0		0		0		0		0		0		0		0		0		0		0		0

		Facilities						0		0		0		0		0		0		0		0		0		0		0		0

		EHS						0		0		0		0		0		0		0		0		0		0		0		0

		Receive Site Leader						0		0		0		0		0		0		0		0		0		0		0		0



				Stage 0				Stage 1				Stage 2				Stage 3				Stage 4				Stage 5				Stage 6

		Decision Gate Target Dates		31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99

		Work Package Approvers

c9975693: Functional Managers for these areas sign-off the work package for quality & completeness prior to the Gate Review meeting.
		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title

		Sales/Marketing						0		0		0		0		0		0		0		0		0		0		0		0

		Product Engineering						0		0		0		0		0		0		0		0		0		0		0		0

		SCM/Logistics / Supplier Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Materials Management						0		0		0		0		0		0		0		0		0		0		0		0

		Manufacturing Ops						0		0		0		0		0		0		0		0		0		0		0		0

		Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Human Resources						0		0		0		0		0		0		0		0		0		0		0		0

		Finance						0		0		0		0		0		0		0		0		0		0		0		0

		Information Technology						0		0		0		0		0		0		0		0		0		0		0		0

		Facilities						0		0		0		0		0		0		0		0		0		0		0		0

		EHS						0		0		0		0		0		0		0		0		0		0		0		0

		Business Plan						0		0		0		0		0		0		0		0		0		0		0		0

		Project Management						0		0		0		0		0		0		0		0		0		0		0		0



				Stage 0				Stage 1				Stage 2				Stage 3				Stage 4				Stage 5				Stage 6

		Decision Gate Target Dates		31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99

		DGC Members

Mark Gray: Enter according to stage and risk classification…See DGC Membership Matrix in CS-01008-G DGC Gate Review Process Guide
		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title

		Business Leader						0		0		0		0		0		0		0		0		0		0		0		0

		Product/Sales/Marketing						0		0		0		0		0		0		0		0		0		0		0		0

		Engineering						0		0		0		0		0		0		0		0		0		0		0		0

		Finance						0		0		0		0		0		0		0		0		0		0		0		0

		Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Manufacturing						0		0		0		0		0		0		0		0		0		0		0		0

		SCM						0		0		0		0		0		0		0		0		0		0		0		0

		Program/Project Management						0		0		0		0		0		0		0		0		0		0		0		0

		Plant Manager						0		0		0		0		0		0		0		0		0		0		0		0

		Human Resources						0		0		0		0		0		0		0		0		0		0		0		0
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RAW



		Project Name:		PTH Bottleneck Reduction								Date:



		Completed By:		Faith Over & Lee Jones								Risk Class:						MAJOR REPEATER		40



												Transition Type:

Chaudhari, Nilesh U: Please select the transition type from the given drop down list.



		Criteria				DOI		Low Risk		Moderate Risk		High Risk		Rank
[H,M,L]		DOI * Score		Comments (Required)



		Product/Process Knowledge

		Product Maturity
The production process maturity level as measured by the experience of the sending site.				10%		Mature full rate production		Limited Production Experience		New to Production or Products in Development		M		3		There is no prior experience of automated soldering in any form - robotic or selective but have experience with PTH and with autom. Through COBOT and SMT

		Receive Site Customer / Product Knowledge
The level of knowledge and experience the Receive Site has with the Send site's customers and types of products produced. 				10%		In production with same product/ customer		Some experience with product and/or customer		No experience with product or customer		L		1		have been making some products for 20+ years however somne NPIs though we have launched them our quality is poor due to increased complexity																				Eaton-To-Eaton

		Receive Site Requirements for Approval and/or Qualification
The complexity of the approval / qualification process after transition.				10%		Minimal or no Testing Requirements Expected		Internal Testing Requirements Only		High Customer Requirements / Significant Testing or 3rd Party Certification Req'd for Validation		L		1																						Plant Closure

		Send Site Process Capability
The manufacturing process capability of the Send Site for the processes being transitioned.				20%		Stable / Capable		Intermittently non-capable or unstable		Unknown / Non-capable		M		6																						Supplier-To-Eaton

		Send Site Process Capacity
The Send site's available capacity to support bridge inventory builds.				10%		Available Capacity		Some Capacity Flexibility		No Available Capacity		L		1																						Eaton-To-Supplier

		Knowledge Transfer Requirements
Human product and process knowledge retention and amount of training needed (Including Manufacturing Engineering, Maintenance Knowledge, etc)				20%		Standard Work and Process Support Fully Documented 		Some Hidden Factory and Undocumented Processes 		Processes not Documented or Standard		H		18		no standard for selective soldering.  Need to write work instructions when its in on start up 																				Intra-Plant Move

		Uniqueness of Product/Process Between Send / Receive Sites
The level difference between the Send and Receive sites in terms of manufacturing process familiarity, product complexity and demand complexity.				10%		Similar Processes and Complexity		Some New Processes and/or some Product/Demand Complexity Differences		Significant New Processes and/or Significant Product/Demand Complexity Differences		L		1																						Supplier-To-Supplier

		Equipment/Process Complexity
The degree of complexity associated with the transition of equipment.  Complexity factors that represent significant start-up risk include: automation, significant disassembly required, highly specialized maintenance, very aged equipment, equipment support availability.				10%		Little or No Equipment or Process Complexity		Moderate Equipment or Process Complexity		High Amount of Equipment or Process Complexity		H		9		Cwmbran has very limited experience of automation. Need to roll out training																				Localization

		Product/Process Knowledge Score  à 												40		40		MAJOR REPEATER



		Transition Scope

		Move Type
The type of move associated with the project.				10%		Supplier-To-Supplier or Intra-Plant Move		Eaton-To-Supplier		Supplier-To-Eaton or Eaton-To-Eaton		L		1

		Number of Product Lines / Products
The relative number (based on the organization's experience) of products and product line moves associated with the project. If the Send site is closing down, score this category high. 				20%		Low Number of product lines or products		Moderate Number of product lines or products		Large Number of product lines or products		M		6

		Number of Sending/Receiving Sites
The number of sites involved in the transition project.				20%		One-to-one		Multiple send or Multiple Receive		Multiple send and Multiple Receive		L		2

		Receiving Facility Preparation
Describes the level of preparation needed at the receiving site to accommodate the product/process. 				20%		Limited preparation required at receiving site		Moderate infrastructure required at receiving site		Significant infrastructure required at receiving site		H		18		will need to change hub area layout to make space for robotic. Will be process change aswell. If we choose selective we will need nitrogen lines & tanks

		Total Sales Impact
Annual sales (in USD) involved in the transition and number of customers impacted by the move.				10%		Transition impacts <$20M top-line sales		Transition impacts between $20M and $100M in top-line sales		Transition impacts >$100M top-line sales		L		1		Cwm Open orderbook currently $27m with hub only attributing to a proportion of that 

		Post-move Logistics Complexity
What is the complexity of the logistics after the move? Considerations include: New import/export requirements, warehouse, increased distances, number of carriers, etc.				10%		No new import/export or warehouse requirements		Some increased logistical distance and complexity and/or warehouse requirements		New import/export requirements, increased warehouse requirements, significantly increased logistical distance		L		1

		Component Resourcing Requirements
The amount of component resourcing that is required for the transition.				10%		Same supply base		Change and qualify new standard component suppliers

David G Grimmer: Must be done in either stage 3 or 5. Examples: bolts, O-rings, caps (thread protectors, dust covers), etc.		Change and qualify new component suppliers

David G Grimmer: Must be done in either stage 3 or 5		

Chaudhari, Nilesh U: Please select the transition type from the given drop down list.		L		1

		Transition Scope Score à												30		30		MAJOR REPEATER



		Performance Management

		Distribution/Aftermarket Support
What is the complexity of any new distribution/aftermarket support required?				13%		No new distribution or aftermarket support process requirements for receive site		Modified distribution or aftermarket support process requirements for receive site		New distribution or aftermarket support process requirements for receive site		L		1

		High-Five Metrics Performance
What is the current High-Five performance for both Send and Receive sites?				25%		Both send and receive sites have all green high-five performance measures 		Send or receive sites have some yellow performance items with favorable trends		Any red performance metric at Send or Receive sites		H		23

		Quality Systems Maturity
What is the lowest level of quality systems maturity of either the sending or receiving site?  Includes TS, ISO, AS certifications 				25%		Certified with Cycles of Improvement at both Send and Receive		Either send or receive is not certified to a QMS Standard		Both send or receive is not certified to a QMS Standard		L		3

		Maturity and/or Compatibility of Management Systems
Support process maturity and compatibility at the receiving site. These processes include MRP, ERP, WISPER, PDM, Finance, IT, HR, ISO14000 Cert., etc				25%		Complete or high consistency of systems between sending and receiving sites		Some consistency or alignment between sending / receiving systems		Little or no consistency of systems between sending and receiving sites		L		3

		Business Continuity Plans
What is the maturity of Business Continuity Plans at both Send and Receive sites?				13%		Fully Developed Business Continuity Plans at Send / Receive sites		Send site has a business continuity plan but the receive site does not		No Developed Business Continuity Plans at Send / Receive sites		L		1

		Performance Management Score à												30		30		MAJOR REPEATER



		Social / Cultural / Legal / Contractual

		Legal / Real Estate
The complexity of the legal and real estate characteristics of the transition.				10%		Minimum statutory requirements for move, same legal entity, no leased equipment, low send site exit complexity		Manageable statutory requirements for move, transition between legal entities		Significant statutory requirements for move, transition between legal entities, lease exit complexity, Clawback potential, new building

Cowey, Sharon: Clawback potential is the requirement to repay tax or other incentives.		

David G Grimmer: Must be done in either stage 3 or 5. Examples: bolts, O-rings, caps (thread protectors, dust covers), etc.				L		1

		Regulatory/Tax Complexity
Environmental regulatory and tax complexity of the transition. 				10%		Documented low environmental risk, no exit tax potential, favorable incentive conditions		Manageable environmental risk, moderate exit tax  		Remediation Potential, High Exit Tax Potential, Complex Incentive Conditions		M		3		selective will require waste management controls of the solder bath

		Potential Workforce Response
The risk that there will be negative workforce response to the transition.				20%		Non-union, No Negative Response Expected 		Moderate risk of work productivity decline		Unionized, high risk of productivity decline, work stoppage, retention Issues		M		6		will need to do adkar/ change management plan. Start in AHM we will trial robotic soldering on loop boards

		Safety / Security
The potential for adverse actions in response to the move.				20%		No Adverse Actions Expected		Some potential for sabotage		High potential for sabotage / attacks		L		2

		Capability of Workforce
Availability of required skill sets at the receiving site, how engaged the workforce is, and how supportive is the sending site's workforce. Includes project management skills.				20%		Send site is willing to train and required skill sets available at receive site		Send site not willing to train or low availability of skilled resources at the receive site		Send site not willing to train and low availability of skilled resources at the receive site		M		6		need to get as many people trained on new machine as possible on all levels - engineers to operators

		Transition Resources
The availability or resources to support the transition project and past experience with transitions.				10%		Resources Available / Sufficient Transition Experience		Some Resource Availability & Limited Transition Experience 		Key Resource Availability Gaps & Insufficient Transition Experience		M		3

		Cultural Knowledge
What is our knowledge of cultural factors at the sending and receiving facilities, including language?				10%		Same language, high employee engagement, high EBS maturity		Different languages, moderate employee engagement, moderate EBS maturity at receive site		Different languages, change averse employees, low employee engagement, low EBS maturity		L		1

		Social / Cultural / Legal / Contractual Score à												22		22		MINOR REPEATER











				Project Risk Classification				MAJOR REPEATER		40

				Product/Process Knowledge				MAJOR REPEATER		40

				Transition Scope				MAJOR REPEATER		30

				Performance Management				MAJOR REPEATER		30

				Social / Cultural / Legal / Contractual				MINOR REPEATER		22
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Product/Process Knowledge	Transition Scope	Performance Management	Social / Cultural / Legal / Contractual	MAJOR REPEATER	MAJOR REPEATER	MAJOR REPEATER	MINOR REPEATER	40	30	30	22	

Weighting AHP

										Main		Row/col (1, 3, 5, 7, 9)



		GM		Local Weight								Product/Process Knowledge		Transition Scope		Performance Management		Social / Cultural / Legal / Contractual

		1.00		25.0%						Product/Process Knowledge		1		1		1		1

		1.00		25.0%						Transition Scope		1		1		1		1

		1.00		25.0%						Performance Management		1		1		1		1

		1.00		25.0%						Social / Cultural / Legal / Contractual		1		1		1		1

		4.00		100.0%



										Product/Process Knowledge		Row/col (1, 3, 5, 7, 9)

										25.00%

		GM		Local Weight		Global Weight						Product Maturity		Receive Site Customer / Product Knowledge		Receive Site Requirements for Approval and/or Qualification		Send Site Process Capability		Send Site Process Capacity		Knowledge Transfer Requirements		Uniqueness of Product/Process Between Send / Receive Sites		Equipment/Process Complexity

		0.84		10.0%		2.5%				Product Maturity		1		1		1		1/2		1		1/2		1		1

		0.84		10.0%		2.5%				Receive Site Customer / Product Knowledge		1		1		1		1/2		1		1/2		1		1

		0.84		10.0%		2.5%				Receive Site Requirements for Approval and/or Qualification		1		1		1		1/2		1		1/2		1		1

		1.68		20.0%		5.0%				Send Site Process Capability		2		2		2		1		2		1		2		2

		0.84		10.0%		2.5%				Send Site Process Capacity		1		1		1		1/2		1		1/2		1		1

		1.68		20.0%		5.0%				Knowledge Transfer Requirements		2		2		2		1		2		1		2		2

		0.84		10.0%		2.5%				Uniqueness of Product/Process Between Send / Receive Sites		1		1		1		1/2		1		1/2		1		1

		0.84		10.0%		2.5%				Equipment/Process Complexity		1		1		1		1/2		1		1/2		1		1

		8.41		100.0%

										Transition Scope		Row/col (1, 3, 5, 7, 9)

										25.00%

		GM		Local Weight		Global Weight						Move Type		Number of Product Lines / Products		Number of Sending/Receiving Sites		Receiving Facility Preparation		Total Sales Impact		Post-move Logistics Complexity		Component Resourcing Requirements

		0.74		10.0%		2.5%				Move Type		1		1/2		1/2		1/2		1		1		1

		1.49		20.0%		5.0%				Number of Product Lines / Products		2		1		1		1		2		2		2

		1.49		20.0%		5.0%				Number of Sending/Receiving Sites		2		1		1		1		2		2		2

		1.49		20.0%		5.0%				Receiving Facility Preparation		2		1		1		1		2		2		2

		0.74		10.0%		2.5%				Total Sales Impact		1		1/2		1/2		1/2		1		1		1

		0.74		10.0%		2.5%				Post-move Logistics Complexity		1		1/2		1/2		1/2		1		1		1

		0.74		10.0%		2.5%				Component Resourcing Requirements		1		1/2		1/2		1/2		1		1		1

		7.43		100.0%

										Performance Management		Row/col (1, 3, 5, 7, 9)

										25.00%

		GM		Local Weight		Global Weight						Distribution/Aftermarket Support		High-Five Metrics Performance		Quality Systems Maturity		Maturity and/or Compatibility of Management Systems		Business Continuity Plans

		0.59		12.5%		3.1%				Distribution/Aftermarket Support		1		1/2		1/2		1/2		1

		1.19		25.0%		6.3%				High-Five Metrics Performance		2		1		1		1		2

		1.19		25.0%		6.3%				Quality Systems Maturity		2		1		1		1		2

		1.19		25.0%		6.3%				Maturity and/or Compatibility of Management Systems		2		1		1		1		2

		0.59		12.5%		3.1%				Business Continuity Plans		1		1/2		1/2		1/2		1

		4.76		100.0%

										Social / Cultural / Legal / Contractual		Row/col (1, 3, 5, 7, 9)

										Local Weight

		GM		Local Weight		Global Weight						Legal / Real Estate
		Regulatory/Tax Complexity
		Potential Workforce Response
		Safety / Security
		Capability of Workforce		Transition Resources		Cultural Knowledge


		0.74		10.0%		2.5%				Legal / Real Estate
		1		1		1/2		1/2		1/2		1		1

		0.74		10.0%		2.5%				Regulatory/Tax Complexity
		1		1		1/2		1/2		1/2		1		1

		1.49		20.0%		5.0%				Potential Workforce Response
		2		2		1		1		1		2		2

		1.49		20.0%		5.0%				Safety / Security
		2		2		1		1		1		2		2

		1.49		20.0%		5.0%				Capability of Workforce		2		2		1		1		1		2		2

		0.74		10.0%		2.5%				Transition Resources		1		1		1/2		1/2		1/2		1		1

		0.74		10.0%		2.5%				Cultural Knowledge
		1		1		1/2		1/2		1/2		1		1

		7.43		100.0%





Activity Matrix



						Project Name:		PTH Bottleneck Reduction



						Risk Classification:

Chaudhari, Nilesh U: This is auto populated field from RAW tab
		MAJOR REPEATER												Transition Type:

Chaudhari, Nilesh U: This is auto populated field from RAW tab
												0



								

David G Grimmer: Individual activities may be deselected. See "Activity Matrix Setup" activity under the Project Management Work Package for additional information.		TRANSITION TYPE																STAGE SEQUENCING

David G Grimmer: Gray cells under the Stage Sequencing columns in the Activity matrix indicate in which stage activities are typically performed. The team has the ability to modify in which stages activities will actually be performed by placing an X in the applicable stage columns 0-6.
																RESPONSIBILITIES

Eaton Hydraulics: Suggested lead and support responsibilities are identified for each activity. 																												TIMING								STATUS

c9975693: ENTER a "G", "Y", "R", or "N" for each activity below.

G = GREEN:
The activity is 100% complete AND results support moving to the next stage.
Y = YELLOW:
Case 1:  The activity is at least 75% complete and a documented completion plan is in place AND results obtained up to this point support moving to the next stage.
Case 2:  The activity is 100% complete AND results indicate risks or concerns with moving to the next stage.
R = RED:
Case 1:  The activity is less than 75% complete.
Case 2:  The activity is at least 75% complete but there is no documented completion plan in place.
Case 3:  The activity is at least 75% complete but results indicate against moving to the next stage.
N = N/A:
There is no work for the activity in the current stage or the activity has been deselected						REFERENCE DOCUMENTS

				Activity Numbering		ACTIVITY OUTPUTS		 ACTIVITY
LEVEL
SCALING  (Yes / No)		       Eaton-To-Eaton

Dan Reynolds: EATON-TO-EATON:
A product transition involving the movement of one or more lines, cells, equipment or tooling from one Eaton location to another Eaton location. This is for Eaton-owned equipment/tooling and may be at the full product, sub-assembly or component level.   This may involve a plant closing or country where Eaton has little to no experience, or where the receiving site has no or minimal product and process knowledge.

		       Plant Closure

David G Grimmer: EATON-TO-EATON:
An Eaton-To-Eaton move that includes a plant closing.		       Supplier-To-Eaton

Dan Reynolds: SUPPLIER TO EATON:
A transition insourcing (or contracting in) is taking product design and/or manufacturing of components currently being done by an Eaton Supplier and moving this work into an Eaton owned facility.   Insourcing is a business decision that is often made to maintain control of critical production or competencies.
		       Eaton-To-Supplier

Mark Gray: EATON TO SUPPLIER:
A transition that involves taking product design and/or manufacturing of components currently produced at an Eaton facilities and contracting with a third-party manufacturer to produce the components for Eaton.  The decision to outsource is often made in the interest of lowering costs, redirecting energy at the competencies of a business or making more efficient use of land, labor, capital, technology and resources.   
		       Intra-Plant Move

Dan Reynolds: INTRA-PLANT MOVE:
A product transition involving manufacturing lines or cells moving within one location.  This does not involve a plant closing and there is some level of product and process knowledge.
		       Supplier-To-Supplier

Mark Gray: SUPPLIER TO SUPPLIER:
A transition involving taking materials or components currently produced by an Eaton supplier and moving the business to another supplier.  This transition involves a major material or component that potentially impacts multiple Eaton manufacturing locations and involves a considerable amount of supplier spend.  
		       Localization

Chaudhari, Nilesh U: Localization- Developing a new manufacturing product line or cell or supplier for the region or geographic location without moving existing plant or cell or supplier which is already exist in another region or geographic location. This is only for existing Product.				0		1		2		3		4		5		6				       Sales/Marketing		       Product Engineering		       SCM/Logistic/Supplier Quality		       Materials Management		       Operations		       Quality		       Human Resources		       Finance		       Information Technology		       Facilities		       EHS		       Project Manager

c9975693: Project Manager:
This role may be fulfilled by a formal project/program manager. In cases where this function is not available to the team,  this role will be served by another team member designated as the project lead. 
		ACTIVITY LEAD				       Target Completion Date

MOOTSJC: Targets are established at the beginning of the project (or stage).  Actuals are reflected for status or gate reviews.		       Actual Completion Date

Eaton Hydraulics: Targets are established at the beginning of the project (or stage).  Actuals are reflected for status or gate reviews.		       Completed on Time (y / n)

Eaton Hydraulics: Enter a Y  if the Actual Date is  Equal to or Earlier than the Target Date. Enter an N if the Actual date is After the Target Date.				N
		COMMENTS				TEMPLATES

c9975693: Templates are available to assist in completing the activity deliverables. These templates can be modified to meet business needs. However,
Red boxed Red font templates cannot be modified or replaced. They must be used as provided for completing the indicated activity deliverables.		 GUIDES   

c9975693: Guidelines, examples, sample documents, policies, procedures, methods, industry standards and work instructions to assist in completing the activity.
		FILE LOCATION				Deselected?

				1.0		Sales, Marketing & Voice of Customer				TRUE		TRUE		TRUE		TRUE		TRUE		TRUE		TRUE																				m		l		l		m		m		m		l										m

		FALSE		1.1		Customer Identification & Informal Customer Discussion

E0021386: CUSTOMER IDENTIFICATION:
The process of ensuring that complete customer contact information exists prior to the  move.  This would include all current customers: OEMs, end customers & distributors.  Common customers between various brand lines should also be identified and addressed with one customer service contact wherever possible. 

CUSTOMER DISCUSSIONS: 
Dialogue with customers regarding the timing of the transition & the timelines for customer approvals.  This activity could involve creation of multi-functional transition teams which include key customer personnel. Discussions should include all customer issues related to the transition such as existing customer contracts, tier one customer communication plan, customer approvals required (including end Customer level), etc.  These discussions should be held in the initial stages of the project, before the actual move of product and/or service. Consider confidentially considerations with all stakeholders including employees, suppliers, community, etc. when deciding when to initiate customer discussions. 						

David G Grimmer: EATON-TO-EATON:
An Eaton-To-Eaton move that includes a plant closing.		N		R		R		R		R		S		S		R																				l		m						m		m												m																												Y

		FALSE		1.2		Contract/Legal/Regulatory Review

c9975693: CONTRACT/LEGAL/REGULATORY REVIEW:
Review all customer contracts for requirements and restrictions.  Also, government regulations impacting the transition should be reviewed.

														

Chaudhari, Nilesh U: This is auto populated field from RAW tab
		

Dan Reynolds: SUPPLIER TO EATON:
A transition insourcing (or contracting in) is taking product design and/or manufacturing of components currently being done by an Eaton Supplier and moving this work into an Eaton owned facility.   Insourcing is a business decision that is often made to maintain control of critical production or competencies.
		n		R		R		R		R		S		R		R																				l		m				m		m		m										m		m																												Y

		FALSE		1.3		Sales/Marketing Assessment / Product Rationalization & Strategy

E0021386: SALES/MARKETING ASSESSMENT & STRATEGY:
A process to determine the current state of sales & marketing personnel, systems, programs, etc. for products involved in transition.  This would include sales channels, distributor programs, trade show assets/strategy, literature, promotional items, websites, mailing lists of customers, sales incentive programs, IT requirements, etc. This assessment should highlight activities necessary to develop branding, channel, literature, supporting material, and customer communications strategies with implementation timelines.  It should also lead to development of a sales & marketing budget for the transition.

The assessment should include a forecast of future demand for the product that would be used as an input for capacity planning and SIOP.

PRODUCT LINE RATIONALIZATION & STRATEGY:
Rationalizing existing product lines to eliminate or outsource products and product variations that are problem prone, don’t "fit" into a flexible environment, have low sales, have excessive overhead demands, are not really appreciated by customers, have limited future potential, may really be losing money.
										

Mark Gray: EATON TO SUPPLIER:
A transition that involves taking product design and/or manufacturing of components currently produced at an Eaton facilities and contracting with a third-party manufacturer to produce the components for Eaton.  The decision to outsource is often made in the interest of lowering costs, redirecting energy at the competencies of a business or making more efficient use of land, labor, capital, technology and resources.   
		n		R		R		R		S				S		S																				l		m		m				m								m		m				m																				Product Naming Approval Form

David G Grimmer: In order to access this form, please follow these steps;
1. Click link to access the Communications and Brand Center
2. Search the site for Product Naming Standards and Product Naming Form

(Note: This is Corporate Required Form)								Y

		FALSE		1.4		Customer Protection Strategy and Plan

David G Grimmer: STAGE-1
CUSTOMER PROTECTION STRATEGY
A process to understand the potential customers that will be impacted by the transition and put in place a strategy to help ensure continuity of supply during the transition.  Use the outputs from the Customer Identification and Contract/Legal /Regulatory reviews to prioritize customers for the strategy considering customer  contractual obligations.  Use the Risk Management plan to understand the potential for disruption of supply at the send site. 

Review recent send site production output and capacity to determine speed at which customer protection inventory could be built.  Review site Business Continuity Management (BCM) plan to understand where dual capability exists for the products.  If a site BCM plan does not exist, determine where potential dual capability exists for manufacturing.

Based on customer priority  and risk of disruption, determine the amount of customer protection inventory that should begin to be built.  Determine if alternate storage location / capacity is needed for the added inventory.  Determine if dual capability /  capacity for product should be developed and executed in stage 1.

If customer protection inventory or dual capability is warranted, then begin building inventory or development of dual capability / capacity. 

STAGE-2
Customer Protection Plan
A Customer Protection Plan defines the methods the team will use to achieve a required high degree of customer satisfaction during  the transition. The following are typical components of a Customer Protection Plan:
• Continuous achievement of customer delivery schedule
      - Evaluate risk of production slowdown or work stoppage at send site when an announcement is made, or if the project is working towards an accelerated execution schedule and bridge inventory builds needed to get started early
      - Based on risk, begin building customer protection inventory, evaluating increases in safety stock, in order to increase the inventory
      - Considerations often have to be made for special storage locations of this additional stock
      - Develop a communications plan for how to describe what is being done in order to satisfy concerns while maintaining required confidentiality
• Customer service and warranty returns provided in the same or equivalent manner before, during and after the transition
• Quality performance level at receive site is equal to or better than the send site
• Identification of the any customer validation requirements due to the proposed transition
• Meeting the contractual requirements (communication, approval and PPAP)
• Compliant to government regulations and laws
												

Dan Reynolds: INTRA-PLANT MOVE:
A product transition involving manufacturing lines or cells moving within one location.  This does not involve a plant closing and there is some level of product and process knowledge.
		n		R		R		R		R		R		R		R																				m		m		m		m		l		m												m																												Y

		FALSE		1.5		Customer Communications  Plan

c9975693: CUSTOMER COMMUNICATIONS PLAN:
The plan to communicate with the customers (internal and external) affected by the transition. The plan describes the information to be communicated, why it is needed, who needs it, who does it, when it is needed, and how it will be distributed. 

														

Mark Gray: SUPPLIER TO SUPPLIER:
A transition involving taking materials or components currently produced by an Eaton supplier and moving the business to another supplier.  This transition involves a major material or component that potentially impacts multiple Eaton manufacturing locations and involves a considerable amount of supplier spend.  
		n		R		R		R		R		S		S		R																				l				m		m		m		m												m																				CS-06007-T								Y

		FALSE		1.6		Product Line Rationalization Plan and Execution

E0021386: PRODUCT LINE RATIONALIZATION PLAN:
Rationalizing existing product lines to eliminate or outsource products and product variations that are problem prone, don’t "fit" into a flexible environment, have low sales, have excessive overhead demands, are not really appreciated by customers, have limited future potential, may really be losing money.

																

Chaudhari, Nilesh U: Localization- Developing a new manufacturing product line or cell or supplier for the region or geographic location without moving existing plant or cell or supplier which is already exist in another region or geographic location. This is only for existing Product.		n		S		S		S		S																										l		m				m		m		m												m																												Y

		FALSE		1.7		Sales / Customer Service Plan and Readiness Reviews

E0021386: STAGE-2
SALES / CUSTOMER SERVICE PLAN:
Plan for training customer service, field sales, product managers and other relevant sales & marketing personnel on products affected by the transition.  It should include customer shipping notification systems, order management systems, Eaton preferred terms, & warranty procedures.  

STAGE-3
CUSTOMER SERVICE READINESS REVIEW:
This is a cross- functional review of customer service readiness in anticipation of quality or delivery concerns from the customer as well as other specific Divisional or Group required activities.  The review is typically a one-day exercise to test the customer service reaction plans for customers, supply chain or internal concerns.  The test should include at a minimum customer service response time, review of training completed by each of the customer service representatives, the procedures, paper or paper less systems to address concerns, and follow up actions plans.

SALES & CUSTOMER SERVICE:
Execute the plan for customer service, field sales, product managers and other relevant sales & marketing on products affected by the transition.  It should include customer shipping notification systems, order management systems, Eaton preferred terms, & warranty procedures.  
																				

David G Grimmer: Gray cells under the Stage Sequencing columns in the Activity matrix indicate in which stage activities are typically performed. The team has the ability to modify in which stages activities will actually be performed by placing an X in the applicable stage columns 0-6.
		n		R		R		S		S				S		R																				l				m				m		m						m		m				m																												Y

		FALSE		1.8		Customer Contracts, Approval Requirements & Visit

E0021386: STAGE-2
INITIAL CUSTOMER APPROVAL REQUIREMENTS / COMMUNICATIONS:
These could include customer specific approvals such as PPAPs, First Article Inspections, as well as standards approvals/certifications such as ISO, CSA, UL etc…  These requirements are an input to the development of the detailed plan and may require long lead times to complete.  Any customer contractual requirements need to be addressed in our planning.

STAGE-3
CONTRACT/LEGAL/REGULATORY REVIEW:
Review all customer contracts for requirements and restrictions.  Also, government regulations impacting the transition should be reviewed.  Negotiate potential changes to the contracts to mitigate risk associated with the transition and finalize all go forward contracts.

FINALISE CUSTOMER APPROVAL REQUIREMENTS / COMMUNICATIONS:
These could include customer specific approvals such as PPAPs, First Article Inspections, as well as standards approvals/certifications such as ISO, CSA, UL etc…  These requirements are an input to the development of the detailed plan.

STAGE-4
CUSTOMER VISITS: 
This includes planning, scheduling, coordinating and gathering feedback from requested and required customer visits of the receiving site.  Customers may require testing/verification of limited production runs to assess quality. This should be aligned to any customer contractual requirements outlined in stage 3.		n		R		R		R		R		R		R		R																				l		m				m		m		m												m																												Y

		FALSE		1.9		Customer Satisfaction & Performance Monitoring

David G Grimmer: CUSTOMER SATISFACTION & PERFORMANCE MONITORING: 
Customer Satisfaction is broadly defined as the degree to which customer expectations are met or exceeded with respect to performance of the project.  Given that a fundamental objective of any transition project is to make the transition appear seamless to the customer, customer satisfaction is directly tied to operational performance measures of OTD and quality (Customer DPPM, Scrap/Rework).  These performance measures are baselined on the Project Scorecard for the sending site at Gate 2, captured as an objective in the Project Scorecard for Gate 5, and their attainment confirmed at Gate 5.  Any variances at the receiving site from the baseline performance of the sending site shall be analyzed using the organization’s Corrective Action processes and tools in accordance with EQS Policy MAI-15: Corrective & Preventive Action.  In addition to performance measurement, the Customer Satisfaction Survey template is used to measure the overall customer satisfaction in Stage 5.  These survey-based Customer Satisfaction results are reported on the Project Status at Gate 5. 		n		R		R		R		R		S		S		R																				l		m						m		m												m																				CS-02028-T		CS-02029-G						Y

		FALSE		1.10		Customer Communication(s)/ Notification(s) and Feedback

E0021386: CUSTOMER NOTIFICATION: 
The notification should include changes in customer contacts such as customer service, pricing, accounts receivable, field sales, technical support, warranty, supplier codes.  It is also important to communicate what would not change in key areas such as Channel, Brand names, plant operation etc.  The notification channels such as telephone, email, websites, distributor meetings etc. as well as notification schedule & responsible personnel should be defined.

CUSTOMER COMMUNICATIONS:
This activity includes all the necessary customer communications regarding the transition timeline/progress as well as any updates to customer product demand for inventory planning purposes.  Customer concerns and risk should be captured and communicated to the project team.
		n		R		R		R		R		S		S		R																				l		m						m		m												m																												Y

		TRUE		2.0		Materials Mgmt/Suppliers/Logistics																																				m		l		l		m		m		m		l										m

		FALSE		2.1		Logistics (Inbound & Outbound) Assessment & Strategy

David G Grimmer: LOGISTICS (INBOUND & OUTBOUND) ASSESSMENT & STRATEGY
This element is intended to review the impact of the project on logistics, including cost and transit time for inbound and outbound shipments, as well as to determine any changes or adjustments to the logistics strategy.  This might include adjustments to the distribution strategy based on a change in location.  Corporate or Sector level logistics may be able to provide assistance in modeling the changes in logistics costs and transit time based on location changes.  They may also be able to assist with evaluating changes to the logistics strategy to help support the transition process.  An example of a change to logistics strategy would be the development of the Pharr , TX warehouse that supports the Reynosa, Mexico facility.  This facility enables the Reynosa Plant to provide suppliers a US address for inbound supplier shipments, which can then be consolidated for the short transit to the plant.  Similarly, outbound shipments can cross the border on a consolidated basis to the warehouse, and can then be shipped as domestic shipments to US customers. 
		N		R		R		R		S				S		R																						m		l		m		m		m				m								m																												Y

		FALSE		2.2		Supply Chain Mgmt Assessment & Strategy

E0021386: SCM ASSESSMENT & STRATEGY:
An itemized review that helps determine potential elements of concern which must be addressed prior to the completion of the transition project.  The assessment should be conducted by the Supply Chain representative from the sending facility.  The gaps identified will assist in the selection of the transition team members, identify capital, expense needs, future supply base needs, logistics plan, etc.  It is recommended that a cross functional team be used to conduct the assessments.

		n		R		R		R		R		S		R		R																						m		l		m		m		m				m						m		m																												Y

		FALSE		2.3		Materials Management Assessment & Strategy

c9975693: MATERIALS MANAGEMENT ASSESSMENT & STRATEGY: 
An evaluation of business inventory (finished goods, WIP and raw) designed to optimize inventory turns / working capital.  Includes a review of current initiatives to meet or exceed the inventory reduction targets established in the profit plan.  Also includes a review of existing tools to track inventory performance, identified actions and results.  This evaluation involves working closely with Demand Management, Mfg operations and suppliers.

		N		R		R		R		R		S		S		R																						m		m		l		m												m		m																												Y

		FALSE		2.4		Capacity Plan-External 

E0021386: CAPACITY PLAN – EXTERNAL:
This is an analysis of the ability of an Eaton supplier (external) to meet estimated customer demand. The capacity plan would identify the ability of the facility to purchase materials, and suppliers to produce components, sub-assemble components, and/or assemble full assemblies at some estimated number of units per day. Capacity analysis must take into account employee holidays and vacations, scrap and rework rates, and current and expected overall volume of business (Eaton and other customer requirements).  The plan should take into account any planned bridge inventory builds and be aligned to the internal capacity plan.

																																				

Eaton Hydraulics: Suggested lead and support responsibilities are identified for each activity. 		N		R		R		R		R		S		R		R																				m				m		l		m										m																																Y

		FALSE		2.5		Logistics Plan (Finished Goods/Inbound/Outbound/Equipment)

E0021386: LOGISTICS PLAN (INBOUND & OUTBOUND):
This plan includes logistical information relative to physical transition (equipment transfer), interim inbound and outbound during transition, and final production inbound and outbound logistics.  What are the financial impact on logistics from the transition.  
		N		R		R		R		S				S		R																								l		m		m		m								m		m																														Y

		FALSE		2.6		Sourcing Plan - Direct & Indirect

E0021386: SOURCING PLAN:
Plan that includes suppliers that will be retained and the identification of any new sourcing requirements. Includes re-negotiated terms (as required).

Any changes in the supply base must not take place during the transition of the internal manufacturing processes.  Existing supplier components must be used prior to the transition and to verify production at the receiving site.  A supplier change can occur prior to the transition so long as the supplier has reached a steady state of production at the send site prior to transition.

In addition, it may be necessary to consider the multiple levels of suppliers that exist.  i.e. the suppliers to our suppliers 

The plan includes a gap analysis, which is a comprehensive review of the future supplier requirements compared to current suppliers.  Creation of identified gaps and development of action plans to close the gaps.

		N		S		S		S		S				S		R																								l		m		m		m																																Procurement Excellence

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Procurement Excellence site and associated processes and tools


		CS-02044-G						Y

		FALSE		2.7		Materials Plan (Send & Receive Site Schedules)

c9975693: MATERIAL PLAN:
A plan that describes the strategies for making material available for product manufacturing. This plan includes material scheduling approaches (such as MRP/ERP, and Pull System (Kanban) techniques), and inventory management options.  Includes scheduling materials from the supply base as well as scheduling within the shop floor.   The order and forecasting processes should also be included.

Include knowledge transfer to receive site.  Document processes and “Hidden Factory” and establish standardized work at the send site prior to transition.  Define a training plan for receiving site.
		n		R		R		R		R		R		R		R																				m				m		l		m		m												m																												Y

		FALSE		2.8		Supply Base Communications

E0021386: SUPPLY BASE COMMUNICATIONS PLAN:
Plan for communicating and training Supplier requirements to employees and the development of routings instructions to suppliers.  (Includes all Logistics)



		N		R		R		R		R				S		R																								l		m		m		m												m																				CS-06007-T								Y

		FALSE		2.9		Inventory Management Plan, Execution & Materials Scheduling 

c9975693: STAGE-2
INVENTORY MANAGEMENT PLAN:
The impact to inventory should be considered and planned for every transition.  How will inventory change as part of the transition.  Will point of use inventory, “Water Spider” delivery system , and/or pull systems be used?

BRIDGE INVENTORY PLAN
A bridge build plan should be defined based on the risk associated with the transition.  Need to understand the production capability during the transition: no production capability, limited capability, dual capacity build in advance of transition.  What is the planned down time for production?  Need to understand supplier capacity and production capacity to build bridge.  Define a bridge build and burn down schedule (units and $).  Estimate the premium cost to build bridge and planned DOH impact.  Based on capacity during transition the plan should consider building “A” items for bridge and build “C” items on demand to minimize risk of excess inventory at the completion of the project. The plan should consider the risk assessment of re-startup problems. Relying on bridge inventory represents risk. Consider the possibility of minimizing reliance on bridge inventory by creating dual capacity at receive site. Get the new capacity up and running at the receive site pre-move, then transition "A" items to the new capacity. As equipment is freed up at receive site, transfer the equipment to support the transition of "B" and "C" items.

For transitions to a new location, the impact on inventory if the supply chain is stretched.  Consider border crossing requirements and time.  Understand the impact of demand variability on longer supply chain.  Define the warehousing plan for production parts.  Consider obsolescence / internal and external warehousing of materials / special application of imported material i.e. manage inventory through 3rd party logistics. 

STAGE-3
EXECUTE INVENTORY MANAGEMENT:
Inventory Control, Reorder points, reorder quantities, part storage in receive site (including racking strategy, point of use inventory, internal kanbans, etc.), Bridge build execution, bridge storage, etc.

EXECUTE SCHEDULING OF MATERIALS:
Includes scheduling materials from the supply base as well as scheduling within the shop floor.  Including knowledge transfer to the receiving site.  This includes a MATERIAL PROCUREMENT PLAN: A plan that describes the strategies for making material available for product manufacturing. This plan includes material scheduling approaches (such as MRP/ERP, and Pull System (Kanban) techniques), and inventory management options.

SALES ORDER MONITORING & RESPONSE PLANS:
Monitoring and looking for abnormal demand from the customer in anticipation of the transition. Responses include:
- Customer communication to understand what is driving the change
- Forecasting customer requirements vs. bridge inventory plans
- Communicating with suppliers and all stakeholders
- Understanding capacity availability during the move 		N		R		R		R		R		S		S		R																				m				m		l		m		m												m																						CS-02036-G						Y

		FALSE		2.10		Import / Export Action Plan and Regulatory Compliance Completion

c9975693: STAGE - 2
IMPORT/EXPORT PROCESS PLAN:  
The import/export process must be defined for production components/inventory and any equipment that will cross country borders.  [For those transitions involving moving production to Mexico, recent law changes in 2016 require rigorous traceability of temporary inventory to minimize VAT payments.  Full deployment of the GTM Standard Work (20-Step Process) is required as part of the transition project scope.]  The country of origin and final destinations should be known for components and equipment.  The process must take into account logistics plan, warehouse plan, inventory impact (where temporary inventory management is required, bill of materials must be reviewed to ensure accuracy to agreed upon production processes i.e. using production order BOM’s), existing component transfers and supplier shipments, equipment transfers for project, paperwork requirements (equipment and parts), customs broker requirements, tariff/duty estimates, import regulations, fixed asset and component inventory valuations, part marking requirements (e.g. made in Mexico), packing requirements (including pallet material, etc.),  GTM (Global Trade Management) Legal and EHS should be consulted to ensure full compliance.

STAGE - 3 & 4
IMPORT/EXPORT ACTION PLAN and REGULATORY COMPLIANCE COMPLETION: 
The site has completed the plan & action items and is in full compliance with applicable laws related to both origin and final destinations countries.  The country of origin should be known for all components and equipment.   For transitions to Mexico, Fixed Asset Recordkeeping to prove ownership of fixed assets to the Mexican government must be maintained and reconciled to a related pedimento and invoice (this applies to component inventory as well).  In addition, Mexico transitions must deploy and ensure deployment of the Vastera temporary inventory management system.  To ensure VAT payments are accurate, the site must have fully deployed the GTM (Global Trade Management) Standard Work (20-Step Process) and embedded these process steps in the Plant operating system.  Consult the GTM (Global Trade Management) Team for additional guidance regarding local laws. 		N		S		S		S		S				S		S																								l		m		m												m		m																						CS-02043-G						Y

		FALSE		2.11		Supply Base Transition  Preparation

E0021386: PREPARE SUPPLY BASE FOR TRANSITION:
This activity includes all steps needed to ensure a smooth and reliable shift in production to a new location.

SUPPLIER CONTACT LIST:
Current key supplier contact names and titles (e.g. Plant Manager, Quality Manager, Production Manager, etc.) that includes contact information including phone & fax numbers, email addresses, etc. that are provided by the supplier via the Supplier Profile module of WISPER. 

		N		R		R		R		R				R		R																						m		l				m		m												m																												Y

		TRUE		2.12		Production Schedule

E0021386: PRODUCTION SCHEDULE: 
The number of product units that are planned to be built in a specified period of time. Production schedules must be communicated to suppliers as needed.

		Y		R		R		R		R		R		S		R																				m		m		m		l		m								m		m				m																												N

		FALSE		2.13		Bridge Inventory Builds & Management

E0021386: BRIDGE INVENTORY:
The quantity of finished goods needed in inventory prior to a transition of a product line.  The bank size should be determined based on the time required to move the line, set the line up again and the time required to get approval from customers. The bank in most cases will be scheduled and tracked by the logistics organization during the transition.  It is necessary to involve Supply Chain Management (Purchasing) so all suppliers are notified of the increase in demand and the transition of product to a new or existing facility.
		N		S		S		S		S		S		S																						m				m		m		l		m												m																						CS-02036-G						Y

		FALSE		2.14		Materials Management & Procurement Responsibility Cutover

E0021386: MATERIAL PROCUREMENT:
Execute the plan for making material available for product manufacturing. This plan includes material scheduling approaches (such as MRP/ERP, and Pull System (Kanban) techniques), and inventory management options.
		N		R		R		R		R				S		R																								m		l		m														m																												Y

		FALSE		2.15		Supplier Monitoring & Control 

E0021386: SUPPLIER MONITORING AND CONTROL: 
Supplier Monitoring and Control includes supplier delivery, performance and process monitoring.  Process monitoring provides an assessment of the ongoing consistency of the process for production. The monitoring is used to determine if the process is capable of statistically producing the product to the desired dimension or characteristic. The process capability monitoring should be performed on characteristics identified in the control plan, and based on the appropriate sample size. This should be used as a continuous improvement tool both in-house and as required by suppliers.		N		R		R		R		R				R		R																								m		l		m														m																						EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		FALSE		3.0		Supplier Resourcing - Pre-Move

David G Grimmer: These activities apply to Eaton-To-Eaton, Plant Closure, and Supplier-To-Eaton moves where there are plans for supplier re-souring of supplied components prior to the move. In these cases, all supplier resourcing activities are accomplished prior to the move that will occur in stage 4. Alternatively, required supplier re-sourcing of components can be accomplished in stage 5 after the move.																																																												

Grimmer, David G: The Activity Lead column is an optional use column that can be used to identify one or more specific individuals, or project / business specific lead functional roles, who have responsibility for executing the activity.		

c9975693: Project Manager:
This role may be fulfilled by a formal project/program manager. In cases where this function is not available to the team,  this role will be served by another team member designated as the project lead. 
		N																																		m		l		l		m		m		m		l										m

		FALSE		3.1		Supplier Sourcing - Supplier Site Assessment (SSA)

E0021386: SUPPLIER SOURCING - SUPPLIER SYSTEMS ASSESSMENT (SSA):
The process of selecting external suppliers for direct and indirect materials and services. This process is based on reviewing past and recent supplier performance on quality, on time delivery, service, and process improvement as well as approved supplier lists (ASL) and strategic sourcing considerations. In addition, consideration of present and future production capacity will lead to value-added supplier alternatives.

Following the SCM Standard Sourcing Process will mitigate risks and improve consistency of sourcing performance.

A Supplier Systems Assessment (SSA) should be completed by the Supplier to confirm that an effective quality management system has been implemented.  If the Supplier has completed an SSA within the last three years, the PROLaunch team should consider if the planned changes associated with the project are complex enough to warrant another SSA.  Factors of complexity to be considered for the supplier include:  significant business growth that will require addition of resources, introduction of new manufacturing processes, changes in leadership since the previous SSA, etc.		N		R		R		R								R																						m		l		m		m		m												m																				Global SSA								Y

		FALSE		3.2		Design and Specification Review

Henderson, Stephen A: DESIGN AND SPECIFICATION REVIEW:
The process of reviewing design specifications with suppliers. Design specifications include: drawings, notes, materials, referenced specifications, and special characteristics with accompanying ongoing quality requirements.  Where appropriate, the reviews may also cover design applications, customer touch points, design validation and testing requirements, key elements of DFMEA such as design failure modes, effects, and severity rankings, packaging requirements, advanced product quality planning (APQP) and production part approval process (PPAP) requirements.  In cases where the supplier has design responsibility, the reviews should cover all design requirements and APQP/ PPAP requirements, including validation/testing requirements.

The primary objectives of Supplier Design/Print Review are to leverage supplier expertise to improve the Eaton design and to ensure the supplier clearly understands all requirements and has the capability to meet them.  Reviews may be more effective with cross-functional support from both Eaton and the supplier.  Eaton cross-functional participation may include Engineering, Operations, Procurement, and Quality.  Supplier cross-functional participation should go beyond Sales, to include Engineering, Operations and Quality. For critical items, reviews may be as involved as multiple on-site meetings.  For less critical items, the reviews may be remote meetings via web-conference or may simply involve providing the requirements to the supplier and requesting written feedback.

Early supplier engagement is essential to leverage supplier expertise, later supplier reviews may focus more on supplier understanding of requirements, and capability to meet them.
		N		S		S		S								S																						m		l		m		m		m												m																				APQP/PPAP 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


								Y

		FALSE		3.3		Define Supplier PPAP Requirements

E0021386: DEFINE SUPPLIER PRODUCTION PART APPROVAL PROCESS (PPAP) REQUIREMENTS:
The requirements for PPAP submission should be defined based on guidelines in the AIAG PPAP Manual and the expectations should be communicated to the supplier in a PPAP Request letter.  
This is the method of validating product supplied by new suppliers introduced as part of the transition project.  

																																																																

MOOTSJC: Targets are established at the beginning of the project (or stage).  Actuals are reflected for status or gate reviews.		N		R		R		R								R																						m		l		m		m		m												m																				APQP/PPAP 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		FALSE		3.4		Supplier Readiness Review Checklist

E0021386: NEW SUPPLIER READINESS CHECKLIST: 
Supplier readiness checklist including system transitions, receiving inspection, and supplier communications (communications to the supply base what they need to know to be successful).  Any other special considerations should be included.
																																																																		

Eaton Hydraulics: Targets are established at the beginning of the project (or stage).  Actuals are reflected for status or gate reviews.		N		R		R		R								R																						m		l				m		m												m																				CS-02011-T								Y

		FALSE		3.5		Supply Base Development/Readiness

e0038196: SUPPLY BASE DEVELOPMENT/READINESS : 
Supply Base Development/Readiness is on-site production readiness review that includes a review of the appropriate development documentation (as shown below), witnessing the supplier production trial run, and performing a process audit.

SUPPLIER READINESS REVIEWS: 
Review session(s) with suppliers that help communicate expectations and requirements that may include: transition status, key dates, quality planning, logistics processes & provider, PPAP/FAIR documentation requirements, closure of DMRs & open corrective actions, validation testing, gauging, tooling transfers, IT processes, etc.

SUPPLIER PRODUCTION TRIAL RUN : 
The production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time (run-at-rate). The validation of the effectiveness of the manufacturing process begins with the production trial run (both internally and at supplier locations). The minimum quantity for a production trial run is usually defined by the customer, but can be exceeded to gain additional experience with the product.

SUPPLIER PRE-PRODUCTION TRIAL RUN VERIFICATION / PROCESS AUDIT : 
The determination as to whether the supplier is ready for production. A process audit may be used to determine supplier readiness as found within WISPER. The pre-production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time.

PROCESS CAPABILITY STUDY: 
The study that provides an assessment of the readiness of the process for production. Consideration of supplier processes should be included as appropriate. The evaluation is used to determine if the process is capable of statistically producing the product to the desired dimension or characteristic. The process capability study should be performed on characteristics identified in the control plan, and based on the appropriate sample size. 

MEASUREMENT SYSTEMS ANALYSIS: 
The analysis should include, at a minimum, the determination of gage linearity, accuracy, repeatability, reproducibility, and correlation for duplicate gages. (Includes supplier, Eaton and customer owned gages) 

PRODUCTION PART APPROVAL DOCUMENTATION: 
Production part approval documentation records evidence that designated customer engineering design record and specification requirements are properly understood by Eaton and that the process has the potential to produce product meeting these requirements during an actual production run. The production part approval documentation is a compilation of product-related and process-related documentation as specified by the customer. Examples are the AIAG’s PPAP process outputs and the First Article Inspection Report (FAIR). Depending on the project, “customer” could refer to a specific customer organization (external or another Eaton business unit), or in the case of products developed for distribution in the open market, it could refer to the applicable Eaton internal quality organization. Supplier Production part approval performance must be tracked via WISPER.																																																																				

Eaton Hydraulics: Enter a Y  if the Actual Date is  Equal to or Earlier than the Target Date. Enter an N if the Actual date is After the Target Date.		N		S		S		S								S																						m		l		m		m		m												m																				CS-02011-T		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		FALSE		3.6		Supplier Production Validation (PPAP)

E0021386: SUPPLIER PRODUCTION VALIDATION (PPAP) :
The method of qualifying new suppliers introduced as part of the transition project by utilizing the Production Part Approval Process (PPAP).  The supplier production part approval documentation records evidence that designated customer engineering design records and specification requirements are properly understood by the supplier and that the process has the potential to produce product meeting these requirements during an actual production run. The Release for Production drives the supplier production part approval process and requirements. The documentation is a compilation of product-related and process-related documentation as specified by Eaton.  Depending on customer requirements, the documentation may include "material declarations" to demonstrate environmental compliance.  Examples are the AIAG’s PPAP process outputs and the First Article Inspection Report (FAIR). WISPER is the primary tool for communicating PPAP and FAIR status to the supplier.

																																																																								

c9975693: ENTER a "G", "Y", "R", or "N" for each activity below.

G = GREEN:
The activity is 100% complete AND results support moving to the next stage.
Y = YELLOW:
Case 1:  The activity is at least 75% complete and a documented completion plan is in place AND results obtained up to this point support moving to the next stage.
Case 2:  The activity is 100% complete AND results indicate risks or concerns with moving to the next stage.
R = RED:
Case 1:  The activity is less than 75% complete.
Case 2:  The activity is at least 75% complete but there is no documented completion plan in place.
Case 3:  The activity is at least 75% complete but results indicate against moving to the next stage.
N = N/A:
There is no work for the activity in the current stage or the activity has been deselected		N		R		R		R								R																						m		l		m		m		m												m																				APQP/PPAP 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		TRUE		4.0		Manufacturing & Operations																																				m		m		l		l		m		m		l										m

		TRUE		4.1		Strategy & Plans

		FALSE		4.1.1		Product Engineering Assessment & Strategy

e0045542: ENGINEERING ASSESSMENT & STRATEGY:
A detailed assessment of the engineering status of the products/processes that are being targeted for transition. The assessment should be conducted by the Engineering representative from the sending facility.  The result of the assessment should help identify key engineering areas of focus prior, during and after transition. The assessment should include but is not limited to:
- product design changes in process and proposed
- engineering documentation updates
- testing requirements		N		R		R		R		R		S		S		R																						l		m		m		m		m				m						m		m																												Y

		TRUE		4.1.2		Operations / ELSS Assessment & Strategy

E0021386: OPERATIONS / ELSS ASSESSMENT & STRATEGY:
An itemized review of current practices to help determine potential elements of concern which must be addressed prior to the completion of the transition project.  The Operations or Manufacturing representative from the sending facility should conduct the assessment.  The gaps identified will assist in the selection of the transition team members, identify capital and expense needs.  It is recommended that a cross functional team be used to conduct the assessments.																																																																														

c9975693: Templates are available to assist in completing the activity deliverables. These templates can be modified to meet business needs. However,
Red boxed Red font templates cannot be modified or replaced. They must be used as provided for completing the indicated activity deliverables.		Y		R		R		R		R		R		S		R																						m		m		m		l		m		m		m		m		m		m		m																				CS-02004-T		ELSS Website

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website						N

		TRUE		4.1.3		Process Documentation Preliminary Gap Analysis

E0021386: PROCESS DOCUMENTATION GAP ANALYSIS:
A comprehensive review of the sending location documentation needed at the receiving location.  A cross-functional team will look for any ‘hidden factory’ processes at the sending location that will need to be document.  A check sheet will be created to include the following items to be reviewed from the sending location: Current and Future State Value Stream Map [ELS], Process Flow Chart, Special / Pass Through Characteristics Lists (Product & Process), Process FMEA(s), Error Proofing Plan(s), Control Plans, Measurement Systems Analysis, Work Instructions /Routings, Handling / Packaging / Labeling Requirements, Logistics Plan, Production Schedule, and Supplier Production Part Approval Status.  Also consideration will be given to any documentation requiring translation for the receiving location.  The sending location team to ensure documentation is properly transitioned should address any gaps.

																																																																																		

David G Grimmer: Reference and link to where project documents are stored related to this activity.		

c9975693: Guidelines, examples, sample documents, policies, procedures, methods, industry standards and work instructions to assist in completing the activity.
		Y		R		R		R		R		S		R		R																						m						l		m						m		m				m																												N

		TRUE		4.1.4		Quality Assessment & Strategy

E0021386: QUALITY ASSESSMENT & STRATEGY:
The result of the assessment should help identify key areas of focus prior, during and after transition. Plans should be developed to minimize the likelihood of quality problems. The assessment should include but is not limited to:
- Current quality problems (external and internal)
- Special measures to protect the customer
-  Full layout of the product and exit PPAP before move 
-  Line effectiveness - Cycle rate study (Run-at-rate) 
-  Review of any customer/internal deviations records
-  Process capability data (or study conducted if not currently being done) for key characteristics		Y		R		R		R		R		R		R		R																						m		m		m		m		l																																CS-02051-T								N

		FALSE		4.1.5		Plan & Disposition of all ECNs 

E0021386: PLAN AND DISPOSITION OF All ECNs:
In PROLaunch, design changes are considered to be changes that affect form, fit, or function.  These changes could include product, process, and supplier driven changes.  Following engineering release, these changes are typically tracked through the organization’s ECN process. 

The status of Project & Product Changes are reviewed in a report that identifies and compiles all prior changes, and the status of those in process, for all products being transitioned in the project.  No design changes should occur during the transition of a product.  As part of detailed planning, the timing of placing project,  product,  and process changes on hold will be defined.  The project, product and processes must be stable and documented prior to moving to reduce project risk.  Engineering changes can resume after the process is stable in the receiving site.

																																																																																						

David G Grimmer: Optionally, the autofilter in this column can be used to hide work packages and activities that have been deselected.		N		R		R		S		S		S		S		S																						l				m		m		m												m																												Y

		FALSE		4.1.6		Packaging/Labeling Specifications Review

E0021386: PACKAGING SPECIFICATIONS:
The documentation describing the requirements, design, configuration, and materials used to package the product. Packaging is designed to ensure that the product performance and characteristics will remain unchanged during packing, transit, and unpacking. In addition, packaging is designed to have compatibility with all material handling equipment, including robots, and minimize negative impact on environment. Customer and supplier packaging must be reviewed and a determination made for any required actions. Move type (i.e., domestic to international) may drive special considerations.

																																																																														

David G Grimmer: In order to access this form, please follow these steps;
1. Click link to access the Communications and Brand Center
2. Search the site for Product Naming Standards and Product Naming Form

(Note: This is Corporate Required Form)		N		S		S		S		S						S																				m		m		m		m		l		m												m																												Y

		TRUE		4.1.7		Capacity Plan - Internal

c9975693: CAPACITY PLAN – INTERNAL:
This is an analysis of the ability of Eaton to meet estimated customer demand.  Define the capacity based on equipment cycle time, changeover frequency and change overtime.  The process capacity will be based on the constraint process.  The current process staffing and training time to add staffing should be considered.

Capacity analysis must take into account employee holidays and vacations, scrap and rework rates, and current and expected overall volume of business (Eaton and other customer requirements).  

The capacity analysis will be used in conjunction with the inventory plan. 
		Y		R		R		R		S		S				R																				m				m		m		l																												y														N

		TRUE		4.1.8		Product & Process Documentation Transition Plan including Hidden factory knowledge

c9975693: PRODUCT & PROCESS DOCUMENTATION TRANSITION:
Document the knowledge required to complete the product & processes being transferred.  This applies to production processes (direct and indirect shop floor processes) and support (office) processes.  The documentation is also known as documentation of the Hidden Factory.  Lean tools should be used in the documentation (VSM, standardized work, BPI, etc.).  Capture critical process and procedures: Video, pictures, visual aids etc.  Document support process functions: Maintenance, Machine Shop, Facilities, Supplies Stores (Crib), Warehouse, Material Handling etc.  In some cases documentation may not exist on current products/processes and will need to be created for the transition.
		Y		R		R		R		R		R		R		R																								m		m		l		m										m				NEED MAINT PLAN												y														N

		TRUE		4.1.9		Comprehensive Knowledge Transfer & Training Plan

e0038196: COMPREHENSIVE KNOWLEDGE MANAGEMENT TRANSFER: 
Understand, document and transfer the unwritten knowledge of the send site to the receive site (“Hidden factory,” “Tribal Knowledge,” etc.)  The knowledge transfer applies to factory floor direct and indirect processes, support process (e.g. maintenance) and office support processes.  This activity is to check to ensure all the transferring processes have been reviewed and a plan in place to transfer the knowledge required for completing the processes.

Plans for training of specific individuals at the receiving facilities. The plans should focus on the cross functional needs of the transition, operators, quality inspection, WISPER, Lean, receiving inspection, test lab, materials, logistics and safety. The training plans can also include outside suppliers such as electricians, rework suppliers, temporary services, logistics services, etc..... A special factor to consider for the plan is in the area of international travel, such as visa requirements and higher travel costs.
		Y		R		R		R		R		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		4.1.10		Machine Guarding Plan & Quote

Lynn, Karen R: MACHINE GUARDING PLAN AND QUOTE: 
Any equipment deemed to have insufficient guarding/protection shall not be placed into service until regulatory compliant controls are implemented. This does not mean that all enhanced controls (Omron, Rockwell, Pilz, etc. recommended) must be completely installed but some type of protection must be put into place to prevent operators from contacting point of operation (US) or compliance with NR- 12 (Brazil). The decision to limit operation of equipment following a transfer and installation with or without enhanced safeguarding may be left to the business operation, however, the equipment must still be remediated per the original machine safeguarding plan.

In many instances, movement of equipment may compromise the effectiveness of existing controls.  A complete machine guarding plan should be in place with costs identified to address the requirement above.
		Y		R		R		R		R		S		S		R																												l										m		m																g						Machine Guarding

Lynn, Karen R: 
In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Machine Guarding Website
3. Follow the links to the documents below in the "Toolbox" section

Resource Documents In the Tool Box Include:
- Machine Specifications for Safeguarding of Equipment
- Machine Safeguarding Project Management Handbook
- Transfer or Sale of Surplus Equipment
								N

		TRUE		4.1.11		Tooling & Equipment Plan & Quote

e0038196: TOOLING AND EQUIPMENT PLAN & QUOTE: 
This activity begins with a  review of the condition of the equipment and tooling used to produce the product at the sending location, and their current process capabilities.  In accordance to the requirement to transfer only stable and capable processes (EQS MAI-12) and the requirement for proper machine safeguarding to be in place (MESH 8.0 – Machine Safeguarding) prior to transition, the output of the review is the plan for required upgrades, refurbishment and/or replacement of production equipment and tooling in order to meet that requirement.  In addition, based on the analyses conducted under the INVENTORY MANAGEMENT PLAN  and CAPACITY PLAN - INTERNAL activities, the plan will include new tooling and equipment necessary to support requirements for additional capacity and/or dual capacity during or after the transition.  All new and required refurbishments of equipment and tooling are quoted, and suppliers selected, as part of the plan.  Supplier management activities during refurbishment, procurement and qualification of tooling and equipment are included in the plan. In addition plans for machine run-off and final validation for production readiness are included, as required. Quotes for new and/or refurbished tooling and equipment obtained during this activity are an input to the CAPITAL APPROPRIATION REQUEST APPROVAL and CAPITAL & EXPENSE BUDGET activities.		Y		R		R		R		R		S		S		R																						m		m		m		l		m										m																g														N

		TRUE		4.1.12		Lean Transition & Layout Plan

e0038196: LEAN TRANSITION: 
To develop a lean transition plan the current state of the send site must be documented and the future state of the receive site defined.  This documentation should include a current state & future state value stream maps, review current standardized work, documentation of “Hidden Factory” and identification of process wastes.  Use the review of the current state to develop a gap analysis and action plan for required actions prior to the transition.  The timing of operation changes must take into account only moving stable known processes.  The transition planning should cover manufacturing processes, support processes and office processes.  The future state of the receive site should be defined.  

The overriding principle of the transition is to only transition stable proven processes.  The process should not be changed during the transition.  If a process needs to be changed prior to the transition then the process must be changed, documented, approved and stabilized prior to the transition.

The ELSS tools should be used to address identified gaps, document the “Hidden factory,” and help achieve the project results.

The ELSS tools are;  Value Stream maps, Standardized Work, 5S, Continuous Flow manufacturing, Pull Systems, Error Proofing, Setup reduction, Total Productive Maintenance, Six Sigma tools, Business Process Improvement events, etc.

FLOOR PLAN LAYOUT:
A document that describes the type and location of all equipment, material, workstations, stock transactions, and quality control tools required to manufacture the product. The floor plan should be developed and reviewed to determine the acceptability of inspection points, control chart location, applicability of visual aids, interim repair stations, and storage areas to contain defective material. All material flow should be keyed to the process flow chart and control plan. The layout would include items identified in the Lean Manufacturing Plan, as appropriate.		Y		R		R		R		S		R				R																								m		m		l		m										m		m																						ELSS Website

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website						N

		TRUE		4.1.13		Production Physical Assets Relocation Plan

c9975693: PHYSICAL ASSETS RELOCATION PLAN: 
The detailed plan to relocate physical assets should include: 
- MRO items (usage history, Reorder points reorder quantities, lead time, last cost, supplier list), backups for any software programs (including PLC programs), PM/TPM documentation and history, removal of all fluids prior to shipment, rigging requirements, transportation requirements and costs, any boarder crossing documentation (market value, country of origin, etc.), utility requirements, documentation of current state process capabilities of the process (CPK), labor to prepare assets for relocation (disassembly if required), safety analysis (align with EHS Management of Change and all other Eaton EHS requirements, including the Guidelines for Moving Equipment and Machinery, Life Saving Rules, etc.) and fixes, clean paint as part of transition, installation costs (include rigging, electrical, air, water), operator training requirements, maintenance training requirements.  Also consider applicable import/export and custom regulations.  

Any inventory associated with the cell typically gets moved with the cell. Consider country-specific tax regulations.

Transfers of equipment and inventory between legal entities has special considerations. The team should seek Legal and Tax support prior to the move.		Y		R		R		R		R		R		R																										m		m		l		m				m				m		m		m																												N

		TRUE		4.1.14		Quality Systems Plan 

c9975693: QUALITY SYSTEMS:  
The plan for certification of the quality systems (i.e. AS9000, ISO9001 etc...) of the receive site.  Understand the customer requirements, approval process and interim approvals.  Document send site processes.  Identify the third party certification services for the receive site.   Plan process implementation prior to transfer of manufacturing.

Review quality performance gaps vs. EQS requirements and develop an improvement plan, as appropriate. EQS requires only stable and fully capable equipment can be transitioned.		Y		R		R		R		R		S		R		R																												m		l																																CS-02051-T								N

		FALSE		4.1.15		Product Validation Test Plan 

E0021386: TEST PLAN (VALIDATION):
Defines the testing necessary to validate the product after the transition has been completed.  This includes the types of tests that are to be conducted as part of product validation. The design test plan details the types and numbers of tests to be conducted, length of tests, pass/fail criteria, the number of sample units and test equipment required. Test plans for larger projects are usually subjected to peer review. The plan should consider baseline testing of products prior to transition to verify baseline performance. 		N		R		R		R		R		S		R		R																				m		l		m		m		m		m												m																												Y

		TRUE		4.1.16		Process Validation Plan 

c9975693: PRODUCT PERFORMANCE VERIFICATION:  
Define required performance verification required to transition products.  Align to customer requirements (e.g. Fai, FAIR, PPAP, etc).  Define required approvals.  Resources to complete verification inspection.  Plan to complete last articles.  Plan for first articles product verification.  Government approvals as required (FAA, DOD, etc). Exit PPAP/FAIR are required in Stage 3. EQS requires only stable and capable equipment and processes can be transferred with a Cpk minimum od 1.33.
		Y		R		R		R		R		S		R		R																						m						m		l												m														y														N

		TRUE		4.2		Sending Location Preparations																																				m		m		l		l		m		m		l										m

		FALSE		4.2.1		Processes, Procedures, and Work Practices Documentation

e0038196: DOCUMENT PROCESSES, PROCEDURES AND WORK PRACTICES:
This activity includes reviewing and updating all process documentation including PFMEA, Control Plans, Work Instructions, etc.. It may include document translation to other languages as well as developing plans for hands-on training for receive site workers at the sending site.  Also, in-process measures are identified and documented, i.e. weld in/min standard. The receive site should participate in this review.

PROCESS VIDEO RECORDING:
Video recording should be completed prior to the line move to assist in documenting production capability, troubleshooting stations; inspection, testing, packaging, rework, setup, and other identified critical elements of the process. 

PROCESS ROUTING and INSTRUCTIONS: 
The process routing is a step-by-step listing of the flow of a part through the manufacturing process. The listing is composed of operation sequence numbers, machine identification numbers, and standard labor hours required at each operation. The process instructions (standard work instructions) are detailed operator instructions that inform the operator how to produce a part at a particular operation. These standard operating procedures should be posted, available, and be made accessible to the operators and supervisors. These instructions should include but are not limited to, set-up parameters such as machine speeds, feeds, assembly cycle times, part location, general machine operating instructions, gauging requirements, and any special instructions. . Elements of the Lean Manufacturing Plan should be included, as appropriate. 

DESIGN DOCUMENTATION:
These are documents used to explicitly describe the design and the manufacture of the product.  Typically, this includes engineering drawings of components, subassembly, top assembly, test specifications, and appropriate manufacturing instructions.  Engineering drawings may include special (governmental, regulatory and safety) characteristics that may be included on the control plan.  Control or datum surfaces/locators should be clearly identified so that appropriate functional gages and equipment can be designed for ongoing controls.  Dimensions should be evaluated to assure feasibility and compatibility with industry manufacturing and measuring standards.  If appropriate, the team should assure that model data is compatible with the customer’s system for effective two-way communications.
		N		R		R		R		R		S		S		R																												l		m										m		m																						CS-02057-G						Y

		FALSE		4.2.2		Equipment and Tooling Maintenance and Repair Documentation and Spares

e0038196: EQUIPMENT AND TOOLING MAINTENANCE:
This activity includes understanding, documenting and preparing all tooling and repair items for the transition.  Items included; manuals, spare parts, PM schedules and equipment cleaning and painting as part of transition (Step one of TPM).  Receive site to have defined TPM activities.

		N		R		R		R		R		S		S																														l		m																																								Y

		FALSE		4.2.3		Execute Machine Guarding Plan

Lynn, Karen R: MACHINE GUARDING PLAN AND QUOTE: 
Any equipment deemed to have insufficient guarding/protection shall not be placed into service until regulatory compliant controls are implemented. This does not mean that all enhanced controls (Omron, Rockwell, Pilz, etc. recommended) must be completely installed but some type of protection must be put into place to prevent operators from contacting point of operation (US) or compliance with NR- 12 (Brazil). The decision to limit operation of equipment following a transfer and installation with or without enhanced safeguarding may be left to the business operation, however, the equipment must still be remediated per the original machine safeguarding plan.

In many instances, movement of equipment may compromise the effectiveness of existing controls.  A complete machine guarding plan should be in place with costs identified to address the requirement above.
																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Procurement Excellence site and associated processes and tools


		N		R		R		R		R		S		S		R

Grimmer, David G: Applies to Receive site for localizations																												l										m		m																														Y

		FALSE		4.2.4		Execute Tooling & Equipment Refurbishment Plan

e0038196: TOOLING AND EQUIPMENT REFURBISHMENT: 
The equipment, tooling and process capability must be understood and documented prior to sending parts to the receive site.  Appropriate analysis methods (e.g. CPK, Gage R&R, Exit PPAP, etc.) should be used to document the send site processes.  If a send site process is not capable the process must be fixed and verified prior to sending to the receive site. Ensure to check against machine guarding requirements under MESH 8.0		N		R		R		R		R		S		S																								m		m		m		l		m																																								Y

		FALSE		4.2.5		Pre-Move Production Validation Testing

E0021386: PRODUCTION VALIDATION TESTING:
Production validation testing refers to engineering tests that validate that products made from production tools and processes meet customer requirements, engineering standards and regulatory requirements. Examples include qualification (certification) testing in accordance with business specific test/regulatory requirements. Supplier production validation testing needs to be considered as appropriate.

		N		S		S		S		S		S		S		S																						l				m		m		m																																								Y

		FALSE		4.2.6		Exit Product Quality Approvals, Process Capability & MSA Baselines

E0021386: PRODUCT QUALITY APPROVALS:
This activity involves documenting the baseline product quality with existing processes.  e.g. EXIT FAIR (First Article Inspection Report) or PPAP: Full Production Part Approval Process for products/processes being targeted for transition. Ensure relevant process capability has been established for all production equipment processes to be moved or transferred, per EQS policy.  In addition, MSA baselines should be established for all gauges. This should include a compilation and review of open 8Ds, quality alerts, deviations, etc. It may also include a PPAP of critical component suppliers. This should be complete prior to beginning the physical transfer.  The purpose is to determine if all customer engineering design record and specification requirements are properly understood and that the process has the potential to produce product consistently meeting these requirements during an actual production run.

		N		R		R		R		R		S		R		R																				m				m		m		m		l												m																				CS-02051-T		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		FALSE		4.2.7		Transition/Transfer Support

David G Grimmer: TRANSITON/TRANSFER SUPPORT :
Supporting activities related to the transition and transfer to the receive site. Activities may include:
- Disconnection/Reconnection
- Training/Maintenance
- Ensuring process understanding
- Providing technical expertise
- Management of hazardous material, treatment
- Supporting inventory bridge management / filling orders
- Etc.
		N		R		R		S		S						S																														l		m						m		m																														Y

		TRUE		4.3		Receive Supplier Selection / Preparation

David G Grimmer: These activities apply to Eaton-To-Supplier and Supplier-To-Supplier moves. Development activities occur in stage 3 for the new supplier acting as the Receive Site. Process audit and PPAP approval occur in stage 4.																																				m		m		l		l		m		m		l										m

		TRUE		4.3.1		Supplier Selection

E0021386: SUPPLIER SELECTION:
The process of selecting external suppliers for direct and indirect materials and services. This process is based on reviewing past and recent supplier performance on quality, on time delivery, service, and process improvement as well as approved supplier lists (ASL) and strategic sourcing considerations. In addition, consideration of present and future production capacity will lead to value-added supplier alternatives.

Following the SCM Standard Sourcing Process will mitigate risks and improve consistency of sourcing performance.

A Supplier Systems Assessment (SSA) should be completed by the Supplier to confirm that an effective quality management system has been implemented.  If the Supplier has completed an SSA within the last three years, the PROLaunch team should consider if the planned changes associated with the project are complex enough to warrant another SSA.  Factors of complexity to be considered for the supplier include:  significant business growth that will require addition of resources, introduction of new manufacturing processes, changes in leadership since the previous SSA, etc.

		Y								R				R																								m		l		m		m		m										m																g														N

		TRUE		4.3.2		Design and Specification Review

Henderson, Stephen A: DESIGN AND SPECIFICATION REVIEW:
The process of reviewing design specifications with suppliers. Design specifications include: drawings, notes, materials, referenced specifications, and special characteristics with accompanying ongoing quality requirements.  Where appropriate, the reviews may also cover design applications, customer touch points, design validation and testing requirements, key elements of DFMEA such as design failure modes, effects, and severity rankings, packaging requirements, advanced product quality planning (APQP) and production part approval process (PPAP) requirements.  In cases where the supplier has design responsibility, the reviews should cover all design requirements and APQP/ PPAP requirements, including validation/testing requirements.

The primary objectives of Supplier Design/Print Review are to leverage supplier expertise to improve the Eaton design and to ensure the supplier clearly understands all requirements and has the capability to meet them.  Reviews may be more effective with cross-functional support from both Eaton and the supplier.  Eaton cross-functional participation may include Engineering, Operations, Procurement, and Quality.  Supplier cross-functional participation should go beyond Sales, to include Engineering, Operations and Quality. For critical items, reviews may be as involved as multiple on-site meetings.  For less critical items, the reviews may be remote meetings via web-conference or may simply involve providing the requirements to the supplier and requesting written feedback.

Early supplier engagement is essential to leverage supplier expertise, later supplier reviews may focus more on supplier understanding of requirements, and capability to meet them.
																

Grimmer, David G: Applies to Receive site for localizations		Y								S				S																								m		l				m		m										m																						APQP/PPAP 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


								N

		FALSE		4.3.3		Define Supplier PPAP Requirements

E0021386: DEFINE SUPPLIER PRODUCTION PART APPROVAL PROCESS (PPAP) REQUIREMENTS:
In Stage 3, the requirements for PPAP submission during Stage 4 should be defined based on guidelines in the AIAG PPAP Manual and the expectations should be communicated to the supplier in a PPAP Request letter.  
This is the method of validating product supplied by new suppliers introduced as part of the transition project.  

		N								R				R																								m		l		m		m		m										m																						APQP/PPAP 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		FALSE		4.3.4		Supplier Readiness Review Checklist

E0021386: NEW SUPPLIER READINESS CHECKLIST: 
Supplier readiness checklist including system transitions, receiving inspection, and supplier communications (communications to the supply base what they need to know to be successful).  Any other special considerations should be included.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		N								S				S																								m		l				m		m										m																						CS-02011-T								Y

		TRUE		4.4		Receiving Location Preparation																																				m		m		l		l		m		m		l										m

		TRUE		4.4.1		Lean Transition & Layout Plan Execution

e0038196: EXECUTE ELSS INITIATIVES:
The implementation of Lean programs to achievement transition objectives.  It includes lean training, document standard work practices for the receiving site, PM/PTM for equipment, error proofing actions, Six Sigma tools etc…

FLOOR PLAN LAYOUT:
A document that describes the type and location of all equipment, material, workstations, stock transactions, and quality control tools required to manufacture the product. The floor plan should be developed and reviewed to determine the acceptability of inspection points, control chart location, applicability of visual aids, interim repair stations, and storage areas to contain defective material. All material flow should be keyed to the process flow chart and control plan. The layout would include items identified in the Lean Manufacturing Plan, as appropriate.		Y		R		R		R		S		R				R																								m		m		l		m												m																												N

		TRUE		4.4.2		Update Product Cost Analysis

E0021386: COST ANALYSIS:
This is the process of assessing the different elements of product cost by requesting and/or completing a cost estimate to manufacture a component, subassembly, and/or assembly. An estimate of product cost should include capital tooling and gauging costs based on past practices or quotations to produce a new product or a change to an existing product. Internal cost estimates should also include material; direct labor; manufacturing overhead; and Selling, General, and Administrative (SG&A) costs (only if used by the Eaton Division). Unit cost estimates should include allowances for scrap, rework, customer returns, production efficiency, and equipment utilization factors. Manufacturing overhead costs should include indirect labor, supervision, department or work-center allocated overhead, and current/added depreciation expense. External costs should include external purchase costs, packaging costs, and inbound freight.
																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		Y		R		R		R		R		S		R		R																						m		m				l														m																												N

		TRUE		4.4.3		Processes, Procedures, and Work Practices Setup

e0038196: PROCESS, PROCEDURES AND WORK PRACTICES SETUP: 
The current processes, practices and procedures were documented at the send site (Video, Hidden Factory/tribal Knowledge documentation, PFMEA, Control Plan, design documentation, etc.).  The processes and procedures, when verified to meet product quality, are transferred and setup at the receive site.  The receive team must consider document translation and receive site people travel and training at send site.  Include in process measures: e.g. weld in/min.  Ensure the same process will be installed in the receive site that was used in the send site.  Do not change the process during transition.

PROCESS VIDEO RECORDING: Video recording should be completed prior to the line move to assist in documenting production capability, troubleshooting stations, inspection, testing, packaging, rework, setup, and other identified critical elements of the process. The video recording should be completed by the sending facility in cooperation with the receiving facility to ensure language / translations are correct and the use of the proper video format. It is recommended that a list of critical elements of the process/maintenance/quality/logistic be determined prior to the videotaping.

PROCESS ROUTING and INSTRUCTIONS: 
The process routing is a step-by-step listing of the flow of a part through the manufacturing process. The listing is composed of operation sequence numbers, machine identification numbers, and standard labor hours required at each operation. The process instructions (standard work instructions) are detailed operator instructions that inform the operator how to produce a part at a particular operation. These standard operating procedures should be posted, available, and be made accessible to the operators and supervisors. These instructions should include but are not limited to, set-up parameters such as machine speeds, feeds, assembly cycle times, part location, general machine operating instructions, gauging requirements, and any special instructions. . Elements of the Lean Manufacturing Plan should be included, as appropriate. 

DESIGN DOCUMENTATION : 
These are documents used to explicitly describe the design and the manufacture of the product.  Typically, this includes engineering drawings of components, subassembly, top assembly, test specifications, and appropriate manufacturing instructions.  Engineering drawings may include special (governmental, regulatory and safety) characteristics that may be included on the control plan.  Control or datum surfaces/locators should be clearly identified so that appropriate functional gages and equipment can be designed for ongoing controls.  Dimensions should be evaluated to assure feasibility and compatibility with industry manufacturing and measuring standards.  If appropriate, the team should assure that model data is compatible with the customer’s system for effective two-way communications.																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		Y		R		R		R		S		R		S		R																						m		m		m		l		m												m																												N

		TRUE		4.4.4		Capital Equipment/Tooling Purchase & Installation

e0038196: CAPITAL EQUIPMENT/TOOLING PURCHASE & INSTALLATION:  SCM should be involved with the negotiation of terms during quoting.  This activity is the summary of all the tasks to purchase, runoff, install, and release for use in production of capital equipment and durable tooling.  The activity included properly tagging and reporting to finance for tracking of the assets once in production.																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		Y		R		R		R		S		S		S		R																						m		m		m		l		m												m																												N

		TRUE		4.4.5		Equipment Transfer Logistics

e0038196: EQUIPMENT TRANSFER LOGISTICS: 
Arrangements for the disassembly, rigging, transport, importation/boarder crossing (if required), and rigging at receive site and installation of the equipment.  The receive site maintenance to participate in disconnection and installation of equipment.  The effort is lead by the receive site for coordination.  Eaton preferred suppliers should be used to support the effort. The recommended approach is to use the same team for disconnection/disassembly/rigging and rigging/reassembly/reconnection. All moves to be completed in accordance to Eaton Equipment Guidance document (reference MESH planning).		Y		R		R		R		S				S																								m		m		m		l		m												m																												N

		TRUE		4.4.6		Operations Training & Safety

E0021386: OPERATIONS PLANS: 
Training of operators must be completed prior to transition.  It is recommended that the receiving site send operators to the sending site to train in the use of the equipment.  The timing of this activity should be as close as possible to the line move so operator knowledge of the equipment / products are not forgotten.  If translation of documents are required it is recommended that this be done and reviewed with the operators prior to the line move so that all learning experience gained during the site training are properly captured.  Note: operator training should include ELS, EBS, EHS, and other critical elements offered by Eaton.

Include Operators, maintenance staff, supervisors, quality, shipping, receiving, buyer/planners, process eng, accounting, EHS, etc.  This includes the office support functions that are transferring.  Should have as many as feasible travel to site  to train prior to process relocation.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		Y		R		R		R		S		S				R																								m		m		l		m		m								m		m																												N

		FALSE		4.4.7		Required Import/Export Documentation Completion

e0038196: EXPORT DOCUMENTATION:
If it is an international transition then specific permits/documentation will be needed to move equipment.  Could require country of origin information, fair market value analysis, export paperwork, etc.

Note: this is a critical activity that needs to be well understood prior to moving equipment. Machines could be held up at border for months if paperwork is not right. Review additional guidance provided under the "Import / Export Action Plan and Regulatory Compliance Completion" activity under the Materials Mgmt/Suppliers/Logistics work package.																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		N		S		S		S		S				S																														l		m																																								Y

		TRUE		4.4.8		Update Quality Assurance Processes and Procedures Documentation

David G Grimmer: UPDATE QUALITY ASSURANCE PROCESSES AND PROCEDURES DOCUMENTATION
Review and update the Quality Assurance documentation to ensure their accuracy and validity for the products and processes being transitioned. Elements that must be reviewed include:
• CHARACTERISTICS MATRIX
• FMEA
• CONTROL PLAN
• SPECIAL CHARACTERISTICS
• PASS THROUGH CHARACTERISTIC
• TEST PLAN (PRODUCTION)
• MEASUREMENT SYSTEMS ANALYSIS PLAN
• PRODUCTION CONTROL PLAN

Early Production Containment (EPC) Plan
Product quality at launch at receive site is critical to success. A key quality assurance measure is to create an Early Production Containment (EPC) Plan. The plan typically defines an expanded set of controls to include increased inspection (either frequency OR sample size, usually both) for a period of time after PPAP submission and approval, to ensure that the process is as stable. The EPC is a significant enhancement to the production control plan and raises the confidence level to ensure that all products shipped will meet customer requirements. The EPC will also serve to validate the production control plan. The EPC should take into consideration all known critical conditions of the part as well as potential areas of concern identified during PPAP.		Y		R		R		R		R		S		S		R																						m		m		m		m		l												m																				CS-02051-T		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						N

		TRUE		4.4.9		Shop Floor Support Processes, Procedures, and Work Practices Setup

e0038196: PROCESS, PROCEDURES AND WORK PRACTICES SETUP: 
The current processes, practices and procedures were documented at the send site (Video, Hidden Factory/tribal Knowledge documentation, design documentation, etc.).  The processes and procedures, when verified to meet product quality, are transferred and setup at the receive site.  The receive team must consider document translation and receive site people travel and training at send site.  Include in process measures: e.g. weld in/min.  Ensure the same process will be installed in the receive site that was used in the send site.  Do not change the process during transition.

Support processes include:
- Gage Storage & Calibration and Lab Setup
- Receiving/Inspection Area & Processes/Procedures Setup
- Inventory and Warehousing
- Packaging & Shipping
- etc.		Y		R		R		R		S				S		R																												l		m						m				m																														N

		TRUE		4.4.10		EHS and Regulatory Approvals & Action Plans

E0021386: EHS AND REGULATORY APPROVALS:
Action items such as obtaining permits for environmental purposes must be coordinated by the receive site management with assistance from the Environmental, Health and Safety (EHS) attorneys or Group attorneys, as required. Depending upon the type of operation, a permit application or modification request may need to be filed with either the federal, state or local environmental or health and safety regulatory authority, depending upon the impact to the environment or worker health and safety (e.g. wastewater or air discharge, use of hazardous chemicals).

Consult Eaton EHS and Legal for guidance and support

EHS ASSESSMENT AND ACTION PLANS:
An assessment of the environmental impacts and/or safety and health hazards at a facility resulting from the project.  For transition projects the analysis should be managed at the receiving facility, with input from the sending facility as required.  The change management assessment will assist the facility in identifying the necessary EHS permitting requirements and Regulatory Approvals as well as ensure that appropriate environmental, health and safety (EHS) reviews are completed at the site level prior to implementing the change.

Action items from the assessment, which may include obtaining permits for environmental purposes must be coordinated by the Manufacturing or Project manager, with assistance from the local EHS manager, consulting the EHS attorneys or Chief Counsel as required.  Depending upon the type of operation, a permit application or modification request may need to be filed with either the federal, state or local environmental or health and safety regulatory authority, depending upon the impact to the environment or worker heath and safety identified in the EHS Change Management assessment (e.g., wastewater or air discharge, use of hazardous chemicals).
		Y		R		R		R		R				S		R																						m		m				m				m						m		l		m																				MOC Tool

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


								N

		TRUE		4.4.11		Pre-Move Safety Review

David G Grimmer: PRE-MOVE SAFETY REVIEW
The Pre-Move Safety Review is a detailed risk analysis of the Physical Asset Relocation Plan developed in stage 2 to prepare for the physical move of equipment that is controlled by the Transition Safety Management & Validation activity in stage 4. The risk analysis is done in alignment with the EHS Management of Change and all other Eaton EHS requirements, including the Guidelines for Moving Equipment and Machinery, Life Saving Rules, etc. The review must include the development of plans that ensure the execution of safe equipment moves at the sending site, in transit, and at receiving sites.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website		Y		R		R		R		R		R		S																														m										m		l		m																												N

		TRUE		4.4.12		Pre-Move Operations Readiness Review

e0038196: PRE-MOVE MANUFACTURING READINESS REVIEW:
This is a detailed review of all production and support processes such as inventory management.  The focus of the review is to verify that key processes are ready for transition to the receiving plant, including the readiness of the receiving site's infrastructure. The readiness reviews should include an analysis of run at rate verification, and an audit of key documents (work instructions, control plans, audit plans, etc.). Particular attention should be given to additional volume vs. existing capacity. Includes data integrity.		Y		R		R		R		R		R		R		R																						m		m		m		l		m												m																												N

		TRUE		4.4.13		Transition Safety Management & Validation

David G Grimmer: Transition Safety Management & Validation
The transition safety management and validation step includes building and executing safe equipment moves per the procedure at both sending and receiving sites.  It also includes completion and validation of machine safeguards PRIOR to start up, development of work instructions, safety training and LOTO procedures. Also start up and risk assessment of electrical test operations must be completed per the MESH Electrical Safe Work Practices element. 

		Y		R		R		R		R		R		R																														m										m		l		m																				See cell note

Lynn, Karen R: In order access the "Safeguarding Device Validation Checklists" proceed to the webpage following these steps:
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL: http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/8.0ProcessSafety/MachineGuarding/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’. The Intranet site should appear
4. Follow the links to the "Toolbox" section in order to find the document above, and any other applicable documents

In order access the "Equipment Moves Guidance" document, proceed to the webpage following these steps:
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select and copy the following URL:  http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/1.0GeneralEnvironment/Planning/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’. The Intranet site should appear
4. Follow the links to the "Toolbox" section in order to find the document above, and any other applicable documents.								N

		TRUE		4.4.14		Equipment/Tooling Transfer & Startup

e0038196: EQUIPMENT TOOLING TRANSFER & START-UP :

Physical de-commissioning and transfer of manufacturing and assembly equipment from the sending location.  This would include the transfer of Preventative Maintenance (PM) records and validation of maintenance schedules for appropriateness.

Disconnect, disassembly, crating, load onto truck, transport, border crossing (includes compliance with country specific asset documentation and regulations), unload, assembly, installation, and runoff.  All moves to be completed in accordance to MESH 8.0 Process Safety, the Eaton Equipment Move procedure, the Validation of Machine Guarding & Electrical Safety procedures, and the project’s Transition Safety Management Plan. Reference MESH Pre-start Checklist in the MOC Form.

Execute Production Physical Asset Transfer Plan per Finance Policy H-4, Sale of Fixed Assets between Eaton Legal Entities. Reference Policy H-7 for surplus assets and disposal.

Any inventory associated with the cell typically gets moved with the cell. Consider country-specific tax regulations.

Transfers of equipment and inventory between legal entities has special considerations. The team should seek Legal and Tax support prior to the move.
		Y		R		R		R		R				S		R

Grimmer, David G: For Localization, this is startup of new equipment																						m		m		m		l		m										m		m																												N

		TRUE		4.4.15		Production Support Equipment Transfer & Validation

David G Grimmer: PRODUCTION SUPPORT EQUIPMENT TRANSFER & VALIDATION

Physical de-commissioning and transfer of production support equipment from the sending location.  Examples include
• Material handling equipment
• Maintenance equipment
• Tool room
• Warehousing equipment
• Test and Quality labs

Disconnect, disassembly, crating, load onto truck, transport, border crossing (includes compliance with country specific asset documentation and regulations), unload, assembly, installation, and runoff.  All moves to be completed in accordance to the Eaton Equipment Move and Validation of Machine Guarding & Electrical Safety procedures and the project’s Transition Safety Management Plan.

Execute Production Physical Asset Transfer Plan per Finance Policy H-4, Sale of Fixed Assets between Eaton Legal Entities. Reference Policy H-7 for surplus assets and disposal.
Reference MESH Pre-start Checklist.
		Y		R		R		R		R				S		R

Grimmer, David G: For localization this is setup and validation																												l		m								m		m		m																												N

		TRUE		4.4.16		Gauging/QA Asset Transfer and Setup

e0038196: GAUGING/QA ASSET TRANSFER AND SETUP:
The in process gauging, Receiving Inspection gauging, Lab equipment, etc. should be transfer with the aligned manufacturing process.  The processes and procedures were documented and verified in stage 3.  The process should not be changed during the transition.  The installation and setup should be verified when complete.  EQS (Eaton Quality System) and site quality process should guide the process.		Y		R		R		R		S		S				R

Grimmer, David G: For Localization, this is procurement and setup																						m		m		m		m		l												m																						EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the EQMS Policy Manual 


						N

		TRUE		4.5		Product & Process Validation																																				m		m		l		l		m		l		m										l

		TRUE		4.5.1		Production Trial Run 

E0021386: PRODUCTION TRIAL RUN: 
The production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time (run-at-rate). The validation of the effectiveness of the manufacturing process begins with the production trial run (both internally and at supplier locations). The minimum quantity for a production trial run is usually defined by the customer, but can be exceeded to gain additional experience with the product.

																																																																														

Lynn, Karen R: 
In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Machine Guarding Website
3. Follow the links to the documents below in the "Toolbox" section

Resource Documents In the Tool Box Include:
- Machine Specifications for Safeguarding of Equipment
- Machine Safeguarding Project Management Handbook
- Transfer or Sale of Surplus Equipment
		Y		R		R		R		R		R		R		R																						m		m		m		l		m												m																												N

		TRUE		4.5.2		Process Capability Study

E0021386: PROCESS CAPABILITY STUDY: 
The study that provides an assessment of the readiness of the process for production. Consideration of supplier processes should be included as appropriate. The evaluation is used to determine if the process is capable of statistically producing the product to the desired dimension or characteristic. The process capability study should be performed on characteristics identified in the control plan, and based on the appropriate sample size.
		Y		R		R		R		R		S		R		R																						m						l		m																																		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						N

		TRUE		4.5.3		Verify Gauge MSA vs. Pre-Move Baseline

E0021386: MEASUREMENT SYSTEMS ANALYSIS: 
The analysis should include, at a minimum, the determination of gauge linearity, accuracy, repeatability, reproducibility, and correlation for duplicate gauges and product end-of-line testers, in accordance with TS-16949 or ISO-9000 as applicable. (Includes supplier, Eaton and customer owned gauges) 
		Y		R		R		R		R		R		R		R																						m						m		l																																		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						N

		TRUE		4.5.4		Production Readiness Reviews

E0021386: PRODUCTION READINESS REVIEW: 
This is a detailed review of production processes.  The focus of the review is to verify that key processes are ready for production at the receiving plant.  The readiness reviews should include a run at rate verification, and an audit of key documents (work instructions, control plans, audit plans, etc.). 
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website		

Grimmer, David G: For Localization, this is startup of new equipment		Y		R		R		R		R		R		R		R																				m		m		m		m		l		m		m		m		m		m		m		m																												N

		TRUE		4.5.5		Production Validation Testing 

E0021386: PRODUCTION VALIDATION TESTING : 
Production validation testing refers to engineering tests that validate that products made from production tools and processes meet customer requirements, engineering standards and regulatory requirements. Examples include qualification (certification) testing in accordance with business specific test/regulatory requirements. Supplier production validation testing needs to be considered as appropriate.
																

Grimmer, David G: For localization this is setup and validation		Y		R		R		R		R		R		R		R																						l				m		m		m												m																												N

		FALSE		4.5.6		Packaging & "Returnables" Evaluation 

c9975693: PACKAGING EVALUATION : 
The test and evaluation of production packaging via test shipments. Test shipments and test methods are designed to assess the protection of the product from normal transportation damage and adverse environmental factors. The test and evaluation of production packaging must be certified to the appropriate ISTA Standard as determined and approved by the Business/Corporate Packaging Engineer. ISTA test methods are designed to assess the protection of the product from normal transportation damage and adverse environmental factors. Customer-specified packaging or supplier managed packaging does not preclude the project team from evaluating the packaging.  In addition, products that do not pass the 22 degree tip test simulation will be required to have a base pallet design defined by the simulation model passing the 22 degree tip test and a compliant warning label (reviewed by legal counsel) attached to the product.  (Download the latest ‘tip test’ from the SCM site – see guide column cell note.)  Other Packaging Markings for Handling of Goods will be in compliance with D5445-11a.  All drawings must  state any packaging changes must be approved by the Divisional or Corporate Packaging Engineer after proper ISTA certification.


																

Grimmer, David G: For Localization, this is procurement and setup		N		R		R		R						S		R																				m		m				m		l		m																																		Tip Test Guide

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link under Policies and Manuals to the Tip Test Protocol and Tip Angle Calculator


						Y

		FALSE		4.5.7		Supplier Readiness

e0038196: SUPPLY BASE DEVELOPMENT/READINESS : 
This activity applies to Eaton-To-Supplier and Supplier-To-Supplier moves. Development activities occur in stage 3 for the new supplier acting as the Receive Site. Process audit and PPAP approval occur in stage 4. Supply Base Development/Readiness is on-site production readiness review that includes a review of the appropriate development documentation (as shown below), witnessing the supplier production trial run, and performing a process audit.

SUPPLIER READINESS REVIEWS: 
Review session(s) with suppliers that help communicate expectations and requirements that may include: transition status, key dates, quality planning, logistics processes & provider, PPAP/FAIR documentation requirements, closure of DMRs & open corrective actions, validation testing, gauging, tooling transfers, IT processes, etc.

SUPPLIER PRODUCTION TRIAL RUN : 
The production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time (run-at-rate). The validation of the effectiveness of the manufacturing process begins with the production trial run (both internally and at supplier locations). The minimum quantity for a production trial run is usually defined by the customer, but can be exceeded to gain additional experience with the product.

SUPPLIER PRE-PRODUCTION TRIAL RUN VERIFICATION / PROCESS AUDIT : 
The determination as to whether the supplier is ready for production. A process audit may be used to determine supplier readiness as found within WISPER. The pre-production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time.

PROCESS CAPABILITY STUDY: 
The study that provides an assessment of the readiness of the process for production. Consideration of supplier processes should be included as appropriate. The evaluation is used to determine if the process is capable of statistically producing the product to the desired dimension or characteristic. The process capability study should be performed on characteristics identified in the control plan, and based on the appropriate sample size. 

MEASUREMENT SYSTEMS ANALYSIS: 
The analysis should include, at a minimum, the determination of gage linearity, accuracy, repeatability, reproducibility, and correlation for duplicate gages. (Includes supplier, Eaton and customer owned gages) 

PRODUCTION PART APPROVAL DOCUMENTATION: 
Production part approval documentation records evidence that designated customer engineering design record and specification requirements are properly understood by Eaton and that the process has the potential to produce product meeting these requirements during an actual production run. The production part approval documentation is a compilation of product-related and process-related documentation as specified by the customer. Examples are the AIAG’s PPAP process outputs and the First Article Inspection Report (FAIR). Depending on the project, “customer” could refer to a specific customer organization (external or another Eaton business unit), or in the case of products developed for distribution in the open market, it could refer to the applicable Eaton internal quality organization. Supplier Production part approval performance must be tracked via WISPER.		N		S		S				S				S		R																						m		l		m		m		m												m																				CS-02011-T		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		TRUE		4.5.8		Production Part Approval Documentation

E0021386: MOVE TYPE & CUSTOMER REQUIREMENTS CONSIDERATIONS:
This activity is performed slightly differently and with different responsibilities depending on the Move Type and Customer requirement.
1. (Eaton-To-Eaton OR Plant Closure OR Supplier-To-Eaton OR Intra-Plant) AND (Customer Contract / Approval Requirements requires Customer PPAP Approval) : This activity is lead by the Quality function and reviewed/approved by the Customer.
2.  (Eaton-To-Eaton OR Plant Closure OR Supplier-To-Eaton OR Intra-Plant) AND (No Customer Contract / Approval Requirements requiring Customer PPAP Approval) : This activity is lead by the Quality function and reviewed/approved by the Quality function.
3. (Eaton-To-Supplier OR Supplier-To-Supplier) : This activity is lead by Supplier Quality and reviewed/approved by the Supplier Quality function.

PRODUCTION PART APPROVAL DOCUMENTATION (Customer or Quality Approved) : 
Production part approval documentation records evidence that designated customer engineering design record and specification requirements are properly understood by Eaton and that the process has the potential to produce product meeting these requirements during an actual production run. The production part approval documentation is a compilation of product-related and process-related documentation as specified by the customer. Examples are the AIAG’s PPAP process outputs and the First Article Inspection Report (FAIR). Depending on the project, “customer” could refer to a specific customer organization (external or another Eaton business unit), or in the case of products developed for distribution in the open market, it could refer to the applicable Eaton internal quality organization. 

SUPPLIER Product Validation Approvals (PPAP) (Supplier Quality Approved) :
The method of qualifying a receive supplier for transition project by utilizing the Production Part Approval Process (PPAP).  The supplier production part approval documentation records evidence that designated customer engineering design records and specification requirements are properly understood by the supplier and that the process has the potential to produce product meeting these requirements during an actual production run. The Release for Production drives the supplier production part approval process and requirements. The documentation is a compilation of product-related and process-related documentation as specified by Eaton.  Depending on customer requirements, the documentation may include "material declarations" to demonstrate environmental compliance.  Examples are the AIAG’s PPAP process outputs and the First Article Inspection Report (FAIR). WISPER is the primary tool for communicating PPAP and FAIR status to the supplier.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		l												m																						EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						N

		TRUE		4.6		Receiving Location Production

		TRUE		4.6.1		Lean Initiatives Execution

E0021386: EXECUTE LEAN INITIATIVES: 
The implementation of Lean programs that are planned in stage 2 to achievement transition objectives.  It includes lean training, document standard work practices for the receiving site, PM/PTM for equipment, error proofing actions, Six Sigma tools etc…
		Y		S		S		S				S				R																								m		m		l		m		m								m		m																						ELSS Website

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website						N

		TRUE		4.6.2		Final Operator Training

E0021386: OPERATOR TRAINING: 
Training of operators must be completed prior to transition.  It is recommended that the receiving site send operators to the sending site to train in the use of the equipment.  The timing of this activity should be as close as possible to the line move so operator knowledge of the equipment / products are not forgotten.  If translation of documents are required it is recommended that this be done and reviewed with the operators prior to the line move so that all learning experience gained during the site training are properly captured.  Note: operator training should include ELS, EBS, EHS, and other critical elements offered by Eaton.
		Y		R		R		R		S		S				R																								m		m		l		m		m								m																														N

		TRUE		4.6.3		Final Production Schedule

E0021386: FINAL PRODUCTION SCHEDULE: 
The number of product units that are planned to be built in a specified period of time. Production schedules must be communicated to suppliers as needed. 
		Y		R		R		R		R		R		S		R																				m		m		m				l		m												m																												N

		TRUE		4.6.4		Ramp to Run-at-Rate

David G Grimmer: RAMP TO RUN-AT-RATE :
In stage 5, manufacturing volumes are ramped up to the level required to meet the production schedule. During ramp-up, process capability and other quality and on-time performance metrics are monitored. Performance gaps are addressed to ensure demand for the product can be met at the Receive Site to the expected manufacturing cost, quality, and on-time delivery requirements by Gate 5.
		Y		R		R		R		R		R		R		R																				m		m		m		m		l		m												m																												N

		TRUE		4.6.5		Key Process Metrics Monitoring

c9975693: KEY PROCESS METRICS MONITORING: 
The key process monitoring metrics are established in stages 2 and 3.  These metrics are in place to monitor the progress of the transition, product, process and supplier quality and productivity to ensure the project is successful.

Project metrics are transitioned into the standard business operating metrics systems (e.g., BSC, EPM, etc.)		Y		R		R		R		R		R		R		R																						m						l		m																																								N

		TRUE		4.6.6		Final Process Documentation/FMEA Review

E0021386: FINAL PROCESS DOCUMENTATION / FMEA REVIEW: 
A review of all processes, practices and procedures documentation to ensure they accurately represent the manufacturing process at the receiving site. This step includes a review and adoption of the PFMEA, which may result in additional failure modes and/or modification of the analysis by the receive site.  In addition, the review is a final confirmation that all required process controls are in place.

PROCESS VIDEO RECORDING:
Video recording should be completed prior to the line move to assist in documenting production capability, troubleshooting stations; inspection, testing, packaging, rework, setup, and other identified critical elements of the process. 

PROCESS ROUTING and INSTRUCTIONS: 
The process routing is a step-by-step listing of the flow of a part through the manufacturing process. The listing is composed of operation sequence numbers, machine identification numbers, and standard labor hours required at each operation. The process instructions (standard work instructions) are detailed operator instructions that inform the operator how to produce a part at a particular operation. These standard operating procedures should be posted, available, and be made accessible to the operators and supervisors. These instructions should include but are not limited to, set-up parameters such as machine speeds, feeds, assembly cycle times, part location, general machine operating instructions, gauging requirements, and any special instructions. Elements of the Lean Manufacturing Plan should be included, as appropriate. 

DESIGN DOCUMENTATION:
These are documents used to explicitly describe the design and the manufacture of the product.  Typically, this includes engineering drawings of components, subassembly, top assembly, test specifications, and appropriate manufacturing instructions.  Engineering drawings may include special (governmental, regulatory and safety) characteristics that may be included on the control plan.  Control or datum surfaces/locators should be clearly identified so that appropriate functional gages and equipment can be designed for ongoing controls.  Dimensions should be evaluated to assure feasibility and compatibility with industry manufacturing and measuring standards.  If appropriate, the team should assure that model data is compatible with the customer’s system for effective two-way communications.																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		Y		S		S		S		S		S		S		R																						m				m		l		m												m																												N

		TRUE		4.6.7		EHS Post-Move Assessment

Lynn, Karen R: EHS Post Move Assessment
The EHS Post Move Assessment is a review to include a walk through of the site to confirm completion of work instructions, LOTO procedures, compliant layout and emergency exits, etc.  The MoC should be reviewed for completion, and the team should look for any EHS issues that may have been missed during the planning.
		Y		R		R		R		S		S				R																												m										m		l																														N

		TRUE		4.6.8		ERP & IT Systems Post-Implementation Support Hand-Off

E0021386: ERP & IT SYSTEMS POST-IMPLEMENTATION SUPPORT HAND-OFF: 
A process of auditing the function of the target ERP system. The integration team provides any required support to the run team, and ensures a smooth transition (hand-off) to the run team.
		Y		R		R		R		R		R				R																										m		m		m						l						m																												N

		FALSE		4.6.9		Bridge Inventory Ramp Down / Transfer

E0021386: BRIDGE INVENTORY RAMP DOWN: 
Returning inventory levels to the original or optimal quantities that meet customer demand and flow of material.																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		N		S		S		S		S		S		S																						m				m		l		m														m																						CS-02036-G						Y

		TRUE		4.6.10		Formal Production Handoff to Operations

c9975693: FORMAL PRODUCTION HANDOFF: 
During stage 5 the project team and run team will together clearly define the criteria to close the project and hand off ongoing process and product responsibility to the receive site run team.  At the signing of gate 5 the receive site run teem has full responsibility for all process and products going forward.
																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m								m		m		l																												N

		TRUE		5.0		HR / Communications																																				m		m		l		m		m		l		m										m

		FALSE		5.1		HR Assessment & Strategy

E0021386: HR ASSESSMENT & SRATEGY:
An evaluation of the potential human resources issues and costs of a transition from a people perspective.  These may include staff reassignment, reduction or closure.  The assessment should include input as to estimated hiring/training costs, legal requirements, severance costs, benefit continuation costs, outplacement costs, and if the amount of reduction is significant (over 50 employees) pension/retiree medical curtailment costs.  The latter item can be obtained through WHQ Benefits Accounting team.  WHQ staff can provide detailed cost analysis assistance. Review HR Toolbox for all materials needed.
 
		N		R		R		R		R		S				R																				m		m		m		m		m		m		l		m		m		m		m		m																				See cell note

Mark Gray: HR Organizational Assessment and Design – Contact HRM or DHRM								Y

		TRUE		5.2		Organizational Change Management (OCM)

c9975693: STAGE-1
ORGANIZATIONAL CHANGE MANAGEMENT (OCM) STRATEGY:
Change Management at Eaton encompasses the process, tools and techniques to manage the people side of change to achieve the required business results.

STAGE-2
ORGANIZATIONAL CHANGE MANAGEMENT (OCM) PLAN:
Transition projects impact peoples lives.  People react differently to the change.  The process of managing the change through a structure process is a key activity for the transition.   The size and scope of the transition will indicate the level of change management needed in the project.  Eaton’s structure change management process ADKAR should be used for transitions.  The appropriate resources within Eaton should be consulted to use the tools.

STAGE-3 & 4
ORGANIZATIONAL CHANGE MANAGEMENT (OCM) EXECUTION:
Transition projects impact peoples lives.  People react differently to the change.  The process of managing the change through a structure process is a key activity for the transition.   The size and scope of the transition will indicate the level of change management needed in the project.  Eaton’s structure change management process ADKAR should be used for transitions.  The appropriate resources within Eaton should be consulted to use the tools.


		Y		R		R		S		S		S				R																				m		m		m		m		m		m		l		m		m		m		m		m																						CS-02040-G

GrimmDG: Note:  

In order to access Eaton's Organization Change Management webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/OCM/PCT_2872333
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. There are Books and worksheets available for download as well as Eaton University course reference information.						N

		TRUE		5.3		Communications Strategy to Stakeholders

E0021386: COMMUNICATIONS STRATEGY TO STAKEHOLDERS:
A detailed strategy, drafted during Stage 1, documenting the timing and means of communicating the transition plan to all affected parties. Detailed in the strategy are: the goals that will be accomplished through communications, the agreed-upon strategy/approach to communications (such as, all audiences shall learn of decisions directly from appropriate sources), the main messages to be communicated, who the key audiences are, and tactical plans (a matrix of sequential communications activities that spells out who will communicate what, to whom, by when). 
During Stage 3, the communications strategy must be refined with input from either the Group's Communications Manager or Corporate Internal Communications prior to formal transition announcements. Transition announcements, including delivery tactics for key audiences (employees, customers, suppliers, community), must be drafted in Stage 1.

		Y		R		R		R		R		S		S		R																				m		m		m		m		m		m		l		m		m		m		m		m																												N

		TRUE		5.4		Internal/External Communications

E0021386: STAGE-2
TRANSITION ANNOUNCEMENT:
Communication to all affected parties, such as employees, suppliers, community representatives, press, etc. regarding transition. Plan for announcement is part of Transition Communication Strategy (STAGE-1) and needs to be coordinated through the Group’s Communications Manager or Corporate Internal 


STAGE-2
INTERNAL / EXTERNAL COMMUNICATIONS PLAN:
Eaton’s philosophy is to communicate to our people first and then to the other stakeholders.  When a site closure is involved the most senior leadership team will have to approve the communications plans. 
Example audiences that you may need to consider in your Internal / External Communications Plan include:
• Employees (management, Send Site, Receive Site, union, contractors)
• Project team
• DGC
• Media outlets
• Government (agencies, taxing authorities, etc.)
• Communities
• Other Eaton functions that may be impacted by your function
All stakeholder communications must be aligned and coordinated to achieve clear and constant messaging. Overall communication plans will require management approval prior to execution.

STAGE-2,3,4
COORDINATE COMMUNICATIONS: 
Communications are needed for all stakeholder groups (internal, customer external, supply base external, shareholders, etc.).  Functional experts for each stakeholder group will develop specific communications.  However, the overall message and timing of communications must be coordinated.  

Eaton’s policy is to communicate to our people first and then to the other stakeholders.  All stakeholder communications must be aligned and coordinated to achieve clear and constant messaging.  Overall communication plans will require management approval prior to execution.  When a site closure is involved the most senior leadership team will have to approve the communications plans.  Eaton’s Corporate Communications Team at WHQ should be used to help craft the messages and align the content.

HUMAN RESOURCES COMMUNICATIONS:
The communications to employees, works councils, unions and, where legally required, local governmental officials advising them on the transition, its effect upon the employees and their benefits.

STAGE-5
FINAL TRANSITION ANNOUNCEMENT:
Communication to all affected parties, such as employees, suppliers, community representatives, press, etc. regarding transition. Plan for announcement is part of Transition Communication Strategy (STAGE-1) and needs to be coordinated through the Group’s Communications Manager or Corporate Internal Communications.





		Y		R		R		R		R		R		S		R																				m		m		m		m		m		m		l		m		m		m		m		m																						CS-02040-G

GrimmDG: Note:  

In order to access Eaton's Organization Change Management webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/OCM/PCT_2872333
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. There are Books and worksheets available for download as well as Eaton University course reference information.						N

		FALSE		5.5		Send Site Head Count Ramp-down

c9975693: SEND SITE HEADCOUNT RAMP DOWN:
Define the baseline send site headcount for transfer.  Track headcount ramp up at the receive site and send site using a standard tracking tool by individual names.  Establish metrics that track headcount against plan and costs verses plan.  Plan for HR resources to hire resources in the receive site.  Plan for the outplacement services for displaced employees.		N		R		R				R																										m		m		m		m		m		m		l		m		m		m		m		m																				CS-02052-T								Y

		TRUE		5.6		Job Function Transition Requirements & Gaps

E0021386: FUNCTION TRANSITION REQUIREMENTS:
Develop a list of job functions, which will transition with the product.   Include support functions such as Information Technology, EHS, Test lab techs, maintenance personnel, etc. (Obtain SPQ's)

FUNCTIONAL  SUPPORT GAP ANALYSIS:
Review of the receiving facility to identify gaps in product support activities including: production product testing capability, field return analysis capability, metallurgical analysis, customer technical support, applications training, etc.
		Y		R		R		R		R		S				R																				m		m		m		m		m		m		l		m		m		m		m		m																												N

		FALSE		5.7		Employee Policy Compliance Execution

e0038196: HR POLICY COMPLIANCE EXECUTION:
As the Transition team implements their project plan, all items related to standard HR Policy’s should be followed.  Examples include WARN notices, outplacement, relocations etc…

		N		R		R		R		R		S				R																				m		m		m		m		m		m		l		m		m		m		m		m																				CS-02006-T								Y

		FALSE		5.8		Receive Site Head Count Ramp-up

E0021386: HR RAMP UP: 
This is the process for starting up the facility or the lines transitioned to the facility, or, in a reorganization situation, the process to move the employees into full operational roles.

HEADCOUNT RAMP UP:
Hire and train receive site direct, indirect, and salary staff to the project plan.  Track headcount, associated expenses, retention rates, and wage and fringe against planned amounts.

Include relocations of transferring employees.  

HR READINESS REVIEWS:
A final review of readiness of the receive site to accept the work and all HR initiatives for the transition
		N		R		R		R								R																				m		m		m		m		m		m		l		m		m		m		m		m																				CS-02052-T								Y

		TRUE		6.0		Business Systems																																				m				m		m		m		l		l										l

		FALSE		6.1		Finance/Accounting/Tax/Legal Entity Assessment & Strategy

E0021386: FINANCE/ACCOUNTING ASSESSMENT & STRATEGY:
This assessment involves both the sending and receiving site financial systems, policies and approaches utilized to better understand how the transition will impact the transfer of assets and flow of key product information necessary for daily financial usage.  In addition, the financial staffing levels and reporting requirements will also be considered.  This assessment may also include the implications of asset transfers between separate legal entities.

TAX IMPLICATIONS & STRATEGY
Project teams shall work with finance and tax to determine all exit tax and other tax implications associated with the transition.																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		n		R		R		R		R		S		R		R																				m				m				m				m		l		m						m																												Y

		FALSE		6.2		Tax/Regulatory Assessment & Strategy

David G Grimmer: TAX REGULATORY ASSESSMENT & STRATEGY:
This assessment involves understanding the overall Eaton global/region/country tax strategy and how this STP project may be impacted. Specific activities may need to be added to the transition team’s scope to align to the Eaton tax strategy. Examples may include VAT, asset transfers, Maquiladora requirements and/or full compliance with country specific tax laws.  Project teams should work with the appropriate country tax expert to determine the implications associated with the transition.
																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		n		R		R		R		R				S		R																								m				m						l								m																												Y

		TRUE		6.3		IT Assessment & Strategy

E0021386: IT ASSESSMENT & STRATEGY:
An assessment of the sending and receiving site IT systems, including both infrastructure and software application requirements and usage.  Involves how the existing businesses processes will be mapped into the receiving location.  In addition, the assessment will include a review of IT Staffing levels, IT budgets, training and outside services.
		Y		R		R		R		S		S				R																				m		m		m		m		m		m		m		m		l		m		m		m																				CS-02003-T								N

		TRUE		6.4		IT Systems Architecture & Infrastructure

c9975693: STAGE-2
INFRASTRUCTURE SYSTEMS PLAN:
For any transition, the creation of a systems infrastructure design that will be installed in the receive site. The infrastructure  design will be based upon the systems process mapping exercise and system gap analysis.  The infrastructure to support all the IT systems should be included (ERP, MRP, financial, phone, etc.).

STAGE-3
SYSTEMS ARCHITECTURE:
For any standard transition, the creation of a systems architectural design that will physically be replicated in the target ERP system. The architectural design will be based upon the systems process mapping exercise (defined previously).

BUILD INFRASTRUCTURE:
Computer hardware,  LAN connections, Wireless systems adds, telephones, security systems, bar coding systems, RFID, server logistics.		Y		R		R		R		R		S				R																				m		m		m		m		m		m		m		m		l		m		m		m																				CS-02053-T								N

		FALSE		6.5		Operations Systems Transition Plan

E0021386: OPERATIONS SYSTEMS TRANSITION:
For any transition, a detailed process definition of the Send and Receive locations. This exercise is performed so that any target systems can be architected and setup correctly. Processes include:
a. Manufacturing / Shop Floor processes
b. Warehouse and Distribution / Logistics
c. Receiving / Goods Incoming
d. Finance
e. SRM / Supply Chain
f. Sales and Marketing
g. Customer Service
h. Order Processes
I. Engineering
j. HR / Payroll
k. IT
l. Quality


																																																																														

Lynn, Karen R: In order access the "Safeguarding Device Validation Checklists" proceed to the webpage following these steps:
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL: http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/8.0ProcessSafety/MachineGuarding/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’. The Intranet site should appear
4. Follow the links to the "Toolbox" section in order to find the document above, and any other applicable documents

In order access the "Equipment Moves Guidance" document, proceed to the webpage following these steps:
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select and copy the following URL:  http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/1.0GeneralEnvironment/Planning/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’. The Intranet site should appear
4. Follow the links to the "Toolbox" section in order to find the document above, and any other applicable documents.		n		R		R		R		R						R																				m		m		m		m		m		m		m		m		l		m		m		m																												Y

		TRUE		6.6		Master Data Validation Plan

E0021386: MASTER DATA VALIDATION PLAN:
The Master Validation Plan includes the method and resources for validating data integrity pre and post-move. Types of data to be validated typically will include:
• Engineering and Production Bill of Materials
• Item Master Data
• Customer and supplier contact information
• Supplier performance information
• PPAPs
• Certifications
• Product test information
• Warranty/part traceability information
• Equipment records, including origin, purchase date, maintenance and calibration records, etc.
• Production quality history


		Y		R		R		S		R						R																				m		m		m		m		l		m		m		m		m		m		m																								CS-02032-G						N

		FALSE		6.7		Business Systems Transition & Training 

E0021386: IT SYSTEMS TRAINING : 
For an acquisition or JV, activity involving write-up of new and existing procedures pertaining to the Target ERP system, and training sessions for users of the source location. For a product line move, the process of training employees of the target location in the changes within their day - to - day activities to accommodate the new product line.

ERP & IT SYSTEMS BUSINESS PROCESS ANALYSIS : 
For any standard transition, a detailed process definition of the Source and Target locations. This exercise is performed so that any target ERP systems can be architected and setup correctly. Processes include:
a. Manufacturing / Shop Floor processes
b. Warehouse and Distribution / Logistics
c. Receiving / Goods Incoming
d. Finance
e. SRM / Supply Chain
f. Sales and Marketing
g. Customer Service
h. Order Processes
I. Engineering
j. HR / Payroll
k. IT 
l. CAD - Computer Aided Drafting Software
m. Consider any other unique business software utilized at the send location

ERP & IT CONFERENCE ROOM PILOT: 
An exercise involving groups of employees performing a pilot test session within 1 testing room. This is to be done after employees are trained in the target ERP, or the new product, so that actual day-to-day users are ready to participate in the pilot.

ERP & IT SYSTEMS GOLDEN THREAD TEST :
An initial testing and validation exercise involving only target ERP experts, to test if an order can go through its entire course within the new setup of the ERP system (from order entry, through manufacturing, through to shipping and invoicing). This is a technical test only, to test the process in its initial run. 		n		R		R		R		S		S				S																				m		m		m		m		m		m		m		m		l		m		m		m																				CS-02017-T								Y

		FALSE		6.8		IT Business Systems Readiness Reviews

E0021386: ERP & IT SYSTEMS GO/NO-GO DECISION: 
A decision making process involving all business process owners, including the plant manager to either go forward with a systems / product cut-over or not. All decision makers must be provided with results from Business Case Validation and Conference Room Pilot so that they can make an informed decision.

ERP & IT BUSINESS CASE VALIDATION : 
An exercise involving a testing and signoff of all processes by the relevant (target for a product line move, or source for an acquisition / JV) business process owners. At this time also, an order can be taken through its entire course, but this is not only a technical test. The outputs (documents and screens) should all be reviewed and validated by process owners. A signoff is required for each output and process from the business process owner.
		n		R		R		R		S		S		S		R																				m		m		m		m		m		m		m		m		l		m		m		m																												Y

		FALSE		6.9		Data Mapping/Interfacing 

E0021386:  IT SYSTEMS DATA MAPPING, DATA CLEANUP, INTERFACING: 
For any standard transition, an exercise involving clean up of data in the source location, mapping it via interfaces to the target ERP system, and migrating static, parameter, and dynamic data to the target ERP system.  Also consider alignment of the BoM (Bill of Materials) and language translations as appropriate.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the EQMS Policy Manual 


		n		R		R		R		S		S				R																				m		m		m		m		m		m		m		m		l		m		m		m																				CS-02017-T								Y

		FALSE		6.10		Finance/Accounting System Setup & Readiness

E0021386: FINANCE/ACCOUNTING SYSTEMS SETUP:
This process is intended to ensure that the receiving location is fully prepared to accept the new (transferred) product at the location from an accounting perspective. This set-up would include the following types of activities: standard costing set-up (including review of routings), order-entry process set-up (including selling prices), vendor activation, activity center and product line activation, asset listings and values.

Include setup of Tax Structure/SwissCo

FINANCIAL ANALYSIS READINESS REVIEW: 
This is a cross- functional review of financial readiness in anticipation of accumulated projected benefits and costs as a result of the implementation of the proposed project, as well as other specific Divisional or Group required activities. Examples of the costs to be included are start-up costs, severance & benefits costs, product validation costs, equipment move expenses, training and travel costs at both the sending and receiving facilities.		n		R		R		R				S				R																				m								m						l								m																				CS-02009-T								Y

		FALSE		6.11		Item Master Data Process Validation

David G Grimmer: ITEM MASTER DATA PROCESS VALIDATION:
This is the execution of the Item Master Data plan by part (part of the overall Master Data Validation Plan developed in stage 2) which includes the Plan for Every Part (PFEP), Material Resource Planning (MRP) and item Master validation developed in stage 2.  Item Master Validation is used to ensure accuracy of item and BOM information which is required for accurate and complete routings, stable schedules and forecasts.  The goal of this step is to establish accurate and complete information to enable the materials flow readiness at the receive site prior to production start-up.

		n		R		R		R		S				S		R																								m		m		l						m																														CS-02032-G						Y

		FALSE		6.12		Finance/Accounting System Transfer

E0021386: FINANCE/ACCOUNTING SYSTEMS TRANSFER : 
This process is intended to ensure that sending location transfers all of the necessary financial information to the receiving location. The sending location should provide product history such as throughput, scrap costs, warranty costs and historical product line profitability. The sending plant will be responsible to provide an accurate listing of the fixed assets being transferred to the receiving location. In the case of a transfer between two separate legal entities, the sending location needs to work with the receiving to define the process by which the fixed assets will have their fair market value determined (typically a third party assessor). The sending location will also be responsible to work with the receiving location to determine the process (including valuation) for transferring work-in-progress and finished goods inventory.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		n		R		R		R		S		S				S																				m				m				m				m		l		m						m																												Y

		FALSE		6.13		Business Processes Readiness Review

David G Grimmer: STAGE-3
BUSINESS PROCESSES READINESS VALIDATION:
This is the execution of the other elements of the overall Master Data Validation Plan developed in stage 2 beyond Item Master Data Process Validation.  This includes validating the data integrity for all other supporting processes, including order entry, procurement, order processing, Finance/Accounting, Warranty/Returns, etc.  Completing this activity will confirm the business processes and systems readiness of the receive site to support full production.

STAGE-4
BUSINESS PROCESS TRANSFER OF RESPONSIBILITY:
This is the final step of the Master Data Validation Plan developed in stage 2. The receiving site completes the actions associated with the MRP & Scheduling Process Validation and Business Process Readiness Review in stage 3.  In addition, the send and receive sites have agreed on specific dates for a seamless cutover of responsibilities associates with customer service and supplier management.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		n		R		R		R		S		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																												Y

		TRUE		7.0		Facilities																																								m		l		l		m		m										m

		TRUE		7.1		EHS Assessment & Strategy

David G Grimmer: EHS ASSESSMENT & STRATEGY: 
An itemized review of risks and regulatory requirements related to the sending site disposition, the receiving site current and future state, and any move/transitional considerations.  Existing and new locations should consider all permitting impacts related to both type and volume of product, chemical or process to include special consideration for plating, painting, hazardous material use, and the ability of the receiving site to receive wastes, wastewaters, etc.  The plan and assessment should include production equipment, facility and infrastructure support, transport of goods, material, and intermediate products.		Y		R		R		R		R		R		R		R																						m		m				m		m								m		l																														N

		FALSE		7.2		Facilities Assessment & Strategy

E0021386: FACILITIES ASSESSMENT & STRATEGY:
Facilities Assessment identifies items for both the Send and Receive sites that are to be considered in the planning stages of a transition project. Items to be considered include:
- Real Estate – includes new property, leased property - see    template
- Receiving Site Facility requirements - evaluate potential receiving location floor space, infrastructure (electric, water, air, permitting, etc.), and understand country-specific utilities and regulations

In addition, this assessment considers any new facilities construction that may be necessary to support the transition.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link under Policies and Manuals to the Tip Test Protocol and Tip Angle Calculator


		n		R		R		R		R		R				R																												m								m		l		m		m																						CS-02050-G						Y

		FALSE		7.3		New property or Lease EHS Due Diligence

Lynn, Karen R: NEW PROPERTY OR LEASE EHS DUE DILIGENCE
Corporate real estate, legal and Corporate EHS must be notified of new leases or property purchases.  The New Facility Plan must account for EHS Due Diligence including "Stage I & 2" evaluations. Note:  "Stage I & II" are technical terms for the assessment of soil and groundwater contamination.  The Stage II is typically a follow up from a Stage I assessment based on recognized ASTM protocols.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		n		S		S		S				S				S																																				m		m		l		m																						CS-02049-G						Y

		FALSE		7.4		Site Decommission & Disposition Assessment 

E0021386: SITE DECOMMISION & DISPOSITION ASSESSMENT & STRATEGY:
Facilities Assessment identifies items that are to be considered in the planning stages of a transition project. Items to be considered include:
   *  Real Estate – includes Eaton owned property, leased property
   *  EHS Site Decommissioning Planning and budgeting

																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		n				R																																						m								m		l		m		m																						CS-02049-G						Y

		TRUE		7.5		EHS Change Management Analysis, Regulatory Approvals & Action Plans

E0021386: EHS AND REGULATORY APPROVALS:
Action items such as obtaining permits for environmental purposes must be coordinated by the receive site management with assistance from the Environmental, Health and Safety (EHS) attorneys or Group attorneys, as required. Depending upon the type of operation, a permit application or modification request may need to be filed with either the federal, state or local environmental or health and safety regulatory authority, depending upon the impact to the environment or worker health and safety (e.g. wastewater or air discharge, use of hazardous chemicals).

Consult Eaton EHS and Legal for guidance and support

EHS ASSESSMENT AND ACTION PLANS:
An assessment of the environmental impacts and/or safety and health hazards at a facility resulting from the project.  For transition projects the analysis should be managed at the receiving facility, with input from the sending facility as required.  The change management assessment will assist the facility in identifying the necessary EHS permitting requirements and Regulatory Approvals as well as ensure that appropriate environmental, health and safety (EHS) reviews are completed at the site level prior to implementing the change.

Action items from the assessment, which may include obtaining permits for environmental purposes must be coordinated by the Manufacturing or Project manager, with assistance from the local EHS manager, consulting the EHS attorneys or Chief Counsel as required.  Depending upon the type of operation, a permit application or modification request may need to be filed with either the federal, state or local environmental or health and safety regulatory authority, depending upon the impact to the environment or worker heath and safety identified in the EHS Change Management assessment (e.g., wastewater or air discharge, use of hazardous chemicals).
		Y		R		R		R		R		R		S		R																						m		m				m				m						m		l		m																				MOC Tool

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		CS-02049-G						N

		FALSE		7.6		New Facility Plan

c9975693: NEW FACILITY CONSTRUCTION:
A complete detailed construction plan must be linked, milestones and financial, to the overall transition.  In the special case of a new construction the General Contractors plan is part of the overall transition plan.

Non new construction options include lease, lease-hold improvements, etc.  Note that this is allowable only when following corporate due diligence guidelines.  All necessary permits and authorizations for the facility, infrastructure and operations should be cross referenced in this plan


																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website		n		S		S		S				S				S																												m				m		m		m		l		m		m																						CS-02049-G						Y

		FALSE		7.7		Non-Production Physical Assets Relocation Plan

c9975693: PHYSICAL ASSETS RELOCATION PLAN: 
The detailed plan to relocate physical assets (including inventory and non-machinery) should include: MRO items (usage history, Reorder points reorder quantities, lead time, last cost, supplier list), backups for any software programs (including PLC programs), PM/TPM documentation and history, removal of all fluids prior to shipment, rigging requirements, transportation requirements and costs, any boarder crossing documentation (market value, country of origin, etc.), utility requirements, documentation of current state process capabilities of the process (CPK), labor to prepare assets for relocation (disassembly if required), safety analysis (align with EHS change management) and fixes, clean paint as part of transition, installation costs (include rigging, electrical, air, water), operator training requirements, maintenance training requirements.  Also consider applicable import/export and custom regulations.  		n		R		R		S		S																														m		m		m		m				m				l		m		m																												Y

		TRUE		7.8		Receiving Site Infrastructure Plan

E0021386: FACILITY RECEIVING SITE INFRASTRUCTURE:
To prepare the receive site to accept the processes from the send site the necessary infrastructure must be in place.  Example infrastructure systems are: electrical distribution, fire suppression, water availability, air distributions systems, lighting, facility maintenance, HVAC systems, waste treatment, chemical management, etc.  detailed documentation of send site processes and equipment requirements, staffing levels, etc. is required to develop the infrastructure plan.  When moving into an existing site a facilities gap analysis with actions should be completed to facilitate preparation to receive the processes.  In addition, consider the import/export laws/processes of the countries involved when moving infrastructure.		Y		R		R		R		S		S				R																												m				m		m		m		l		m		m																												N

		FALSE		7.9		Send Site Infrastructure Disposition Plan 

c9975693: FACILITY SEND SITE INFRASTRUCTURE:
The goal of an effective Facility Plan is to prevent the destruction of value in our assets by implementing a centralized and coordinated process facilitated by experienced professionals in property management and disposition.  Critical success factors for the transition of facilities include the management of surplus properties, ensuring that best practices in facility decommission and deactivation are followed.  Corporate Real Estate has control over the disposition process as the corporate policies require, but the properties remain on the operations' ledgers and the holding costs directly paid by them.  

		n		S		R				S		S																																m				m		m		m		l		m		m																						CS-02034-G						Y

		TRUE		7.10		Site Disposition Plan

c9975693: SITE DISPOSITION PLAN:
Working in conjunction with and following the Global Real Estate (GRE) policies and procedures the plan typically includes the following elements:
• Informing GRE of pending plant/facility closure.
• Assigning a caretaker and notifying Environmental Engineering Department 
• Engaging a broker to sell or sublease
• Sell or sublease the property
		Y				R																																						m				m		m		m		l		m		m																				Site Disposition Procedure		CS-02049-G						N

		FALSE		7.11		Site Decommission Plan

c9975693: SITE DECOMMISSION:
If the send site is vacating floor space or the entire facility will no longer be used for production or is planned to be turned over to Eaton Real-estate for disposition the site will require decommission.  Eaton Legal and Real-estate should be engaged in the process of planning the decommission of the site.  Cost estimates for decommission should be included in the Expense budget.  Decommission costs include all cleaning of equipment, trenches, pits, etc. in addition to any regulatory or consulting costs.

Decommissioning should also consider security guidelines for vacated or idle properties.

		n				R																																						m				m		m		m		m		l		m																				See cell note

>: >:
Note:

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/1.0GeneralEnvironment/Planning/idcplg?IdcService=GET_FILE&RevisionSelectionMethod=LatestReleased&Rendition=Primary&dDocName=PCT_513401
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The document download dialogue box should appear
5. Download the "Facility Deactivation Protocol" documents. (Note: This is Corporate Required Template)

6. Select and Copy the following URL to access the Eaton Security Website:  http://portal.etn.com/intranet/faces/oracle/webcenter/portalapp/pages/deptsuppliers/security.jspx?_adf.ctrl-state=ifrtzqg04_521&_afrLoop=27503965378419&nsRole=Employee%2CWorkPlaceSecurity_ADD%2CWorkPlaceTravelSecurity_ADD%2CWorkPlacePersonalSecurity_ADD%2CWorkPlaceSecurityLinks_ADD%2CWorkPlaceSiteSecurity_ADD%2CWorkPlaceSecurityAlerts_ADD%2CWorkPlaceSecurityHelp_ADD

7. Under the Standards Section, download "Vacated Property Physical Security Guidelines (DOC)"


		CS-02049-G						Y

		FALSE		7.12		New Facilities Construction Completion

c9975693: NEW FACILITY CONSTRUCTION:
A complete detailed construction plan must be linked, milestones and financial, to the overall transition.  In the special case of a new construction the General Contractors plan is part of the overall transition plan.

		n		S		S		S				S				S																												m				m		m		m		l				m																												Y

		TRUE		7.13		Update Facilities Infrastructure 

e0038196: FACILITY RECEIVING SITE INFRASTRUCTURE:
To prepare the receive site to accept the processes from the send site the necessary infrastructure must be in place.  Example infrastructure systems are: electrical distribution, fire suppression, water availability, air distributions systems, lighting, facility maintenance, HVAC systems, waste treatment, chemical management, etc.  detailed documentation of send site processes and equipment requirements, staffing levels, etc. is required to develop the infrastructure plan.  When moving into an existing site a facilities gap analysis with actions should be completed to facilitate preparation to receive the processes.  Include any sub-contractor.  Include system/contracts for on going maintenance of systems.
		Y		R		R		R		S		S				R																				m								m						m		m		l		m																														N

		TRUE		7.14		Facilities Readiness Reviews

E0021386: FACILITIES READINESS REVIEW: 
A Readiness review of the facilities on the Receiving side to which a product line is being transferred is the responsibility of the MFG Operations personnel.  This role is part of the Facilities functional team for coordinating the move.  Action items such as obtaining permits for environmental purposes must be coordinated by the local MFG manager and the appropriate Environmental attorneys (i.e. EHS - Environmental Health and Safety) or Group attorneys.  Depending upon the type of operation, a permit may need to be filed with the EPA to cover different concerns (e.g. wastewater discharge, other safety precautions).

		Y		R		R		R		S		R				R																				m								m						m		m		l		m		m																												N

		FALSE		7.15		Right to Occupy Review

Lynn, Karen R: Right to Occupy Review
Right to Occupy Review is intended to ensure that all necessary permits and authorizations are received prior to occupancy and movement of equipment into a receiving site.  Such authorizations may include but are not limited to:
- Business Licenses
- Occupancy Permits
- Fire Protection Permits/Authorizations
		n		S		S		S				S				S																												m				m		m		m		l		m		m																				MOC Tool

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		CS-02034-G						Y

		FALSE		7.16		Infrastructure Asset Transfer

E0021386: INFRASTUCTURE ASSET TRANSFER : 
Transfer of assets defined in Stage 2 not directly involved with producing product. Examples would include computer mainframes, air compressors, boilers, cranes, cooling towers etc. Execute Non-Production Physical Asset Transfer Plan per MOC, Finance Policy H-4, and Sale of Fixed Assets between Eaton Legal Entities.. Reference Policy H-7 for surplus assets and disposal.

																																																																														

Mark Gray: HR Organizational Assessment and Design – Contact HRM or DHRM		n		R		R		S		S		S																								m								m						m		m		l				m																				MOC Tool

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		See cell note

>: >:
Note:

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/Corp_FinancialAccounting/FinancialPolicies/HPolicies/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. Follow the link to Finance Policies H-4 and H-7 and download. 

(Note: This is Corporate Required Template)

						Y

		TRUE		7.17		Facilities Infrastructure Pre-Production Review

E0021386: FACILITIES INFRASTRUCTURE PRE-PRODUCTION REVIEW: 
A readiness review of the transferred and/or upgraded infrastructure at the receive site prior to production trial run activities. Includes water, power, air, lighting, etc.

		Y		R		R		R		S		R				R																				m								m						m		m		l				m																												N

		FALSE		7.18		Transfer of Production Support Office Equipment

David G Grimmer: TRANSFER OF PRODUCTION SUPPORT OFFICE EQUIPMENT :

Physical transfer of production support OFFICE equipment (desks, chairs, etc.)  from the sending location.

IT equipment will typically be processed and transferred under a separate IT project.

Execute Production Physical Asset Transfer Plan per Finance Policy H-4, Sale of Fixed Assets between Eaton Legal Entities. Reference Policy H-7 for surplus assets and disposal.
																																																																																

GrimmDG: Note:  

In order to access Eaton's Organization Change Management webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/OCM/PCT_2872333
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. There are Books and worksheets available for download as well as Eaton University course reference information.		n		R		R		S		S																														m		m		m		m						m		l				m																												Y

		FALSE		7.19		Facility Modification / Decommission

E0021386: FACILITY DECOMMISSION:
The decommissioning of a facility (transfer of assets to Corporate) is handled as part of the Best Practice procedures performed by the Eaton Environmental Services personnel.  Please reference the Facilities Plan document that summarizes the processes, critical outputs, and contacts of the deactivation/decommissioning process of a surplus property.
		n		S		R						S				S																						m		m				m				m						l		m		m																						CS-02034-G						Y

		FALSE		7.20		Asset Disposition

E0021386: ASSET DISPOSITION: 
Disposition of all assets no longer required at sending location as a result of the project transfer. Includes cancellation of all leases for equipment, vehicles, etc.

																																																																																

GrimmDG: Note:  

In order to access Eaton's Organization Change Management webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/OCM/PCT_2872333
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. There are Books and worksheets available for download as well as Eaton University course reference information.		n		S		R		S		S		S																										m		m				m				m		m		m		l		m		m																						See cell note

GrimmDG: Note: 

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL: http://wcm-prod-cs.etn.com/Corp_SupplyChainManagement/CapitalMachineryandManufacturingEquipment/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. Follow the links to the appropriate tools for asset disposition.
6. Download the appropriate Tool needed
						Y

		FALSE		7.21		Facilities Contract Ramp Down

E0021386: FACILITIES CONTRACT RAMP-DOWN
Ramping down the facilities services and contracts, as appropriate, at the send site. Examples include infrastructure maintenance, utilities, grounds maintenance, security, etc.

		n		S		R		S		S		S																																m						m		m		l		m		m																												Y

		TRUE		8.0		Project Management																																				m		m		m		m		m		m		m										l

		TRUE		8.1		Initiation

		TRUE		8.1.1		Risk Assessment

E0021386: RISK ASSESSMENT WORKSHEET: 
Used to determine the Risk Classification of each project. A cross-functional team that is knowledgeable of the proposed project should complete this assessment. The categories that are considered in evaluating the level of risk for each project are:

1. Product/Process Knowledge; 
2. Transition Scope;
3. Performance Management;
4. Social/Cultural/Legal/Contractual.
		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				RAW								N

		TRUE		8.1.2		Project Charter

E0021386: PROJECT CHARTER: 
A document used to formally authorize a project to begin. The Project Charter summarizes the project scope, timing, resource requirements, cost estimates, project constraints, and assumptions. In addition, the document is used to describe the business opportunity that the project represents. In general, this is accomplished by providing a description of the affected product/processes and the business need that the project will address. Additional data may be included such as the customer impact, manufacturing and sourcing approach, overall financial benefits, and other information that would show the business advantage of undertaking the project. 

The Project Charter is developed during Initiation and is used to authorize release of resources. The Project Charter would typically be signed by the DGC at the Gate 0 gate sign-off to approve the business concept and could be used in place of the Gate Approval form to document a project's Gate 0 approval. 

		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02023-T1								N

		TRUE		8.1.3		Activity Matrix Setup

c9975693: ACTIVITY MATRIX SETUP: 
As a team, Team Scaling and Stage Sequencing need to be performed as described below.

1. Team Scaling – The PM and team may de-select individual activities in the active work packages. Activity R (Required) and S (Should) designations are provided in the Activity Matrix as a reference point to identify typical relevance of each activity depending on work package risk classification.  Activities may be deselected with proper justification by the team as well as Work Packager Approver and DGC agreement.  This applies to R activities as well.  Prior to deselecting and activity, proper evaluation and care should be used to ensure the activity truly does not apply or add value to the project.  Inappropriately deselecting an applicable or value-added activity would typically introduce considerable risk to the project that may not be realized until late in the development cycle, and may result in significant rework or even lead to project failure.

2. Stage Sequencing – Gray cells under the Stage Sequencing columns in the Activity matrix indicate in which stage activities are typically performed. The team has the ability to modify in which stages activities will actually be performed by placing an X in the applicable stage columns 0-6.  Once again, proper evaluation and care should be used when pulling ahead or delaying the start or completion of activities.  Without proper justification, analysis and planning, doing so may likewise introduce additional risk to the project that may also not be realized until late in the development cycle, and may result in significant rework or even lead to project failure.

WPA / DGC APPROVAL:
 Team Scaling & Stage Sequencing decisions made by the team must be approved by the Work Package Approvers and DGC. This is typically done in conjunction with Stage 1 Work Package Approvals and by the DGC as part of Gate 1 and reconfirmed at Gate 2. See the Work Package Approval Guide (CS-01128-G) and Decision Gate Guide (CS-01127-G) for additional information.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		8.2		Planning

		TRUE		8.2.1		Review Eaton Transition Lessons Learned

E0021386: REVIEW LESSONS LEARNED: 
A review of the listing of general Lessons Learned created by PROLaunch Stage for STP.  This document should be reviewed by the entire Transition Team to ensure understanding and avoid repeating past shortfalls.  In addition, the PROLaunch-STP Lessons Learned database should be reviewed for applicable specific lessons learned. Lastly, discussions with past Integration/Transition Leaders and team members is recommended.  

The objective of this exercise is to identify specific actions which can be taken to avoid the "pitfalls" of previous programs and replicate the best practices. Doing this activity in stage 0 supports the initiation process, which is often executed without the core team. It should be repeated again when the full core team for both send and receive are available. In addition, it should be repeated by the core team at the beginning of each stage, looking ahead to the lessons learned associated with the next stage. This stage-by-stage "look ahead" supports proactive management of risk throughout the transition project.		Y		R		R		R		R		S		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																						CS-02025-G						N

		TRUE		8.2.2		Financial Analysis

c9975693: FINANCIAL ANALYSIS: 
Cash flow analysis for the project that includes initial estimates of one time expenses, balance sheet reserves, capital investments, working capital impact and project savings.  The identified Group modeling tool should be used or the CAR model should be used.

In addition, the financial analysis includes inventory and considers the impact to both the sending/receiving location profit plan as well as the division profit plan.  Transfer pricing should be considered.

MATURITY EXPECTATIONS:
Stage 0: Rough-cut financial analysis to understand overall cost/benefits.
Stage 1: Comprehensive financial analysis to establish the financial baseline.
Stage 2-6: Update the analysis based on variances to the baseline. At gate 2, if there are significant variances to the baseline financials, re-baselining would be appropriate upon DGC approval.
		Y		R		R		R		R		S		R		R																				m		m		m		m		m		m		m		l		m		m		m		m																				CS-02055-T								N

		TRUE		8.2.3		Assign Core Team / PM / Team Roster

Chaudhari, Nilesh U: ASSIGN INITIAL TEAM (Stage0):
A team of core transition team members who begin the information gathering and analysis activities associated with the transition.  Ideally members of this initial team will become core team members of the transition and transfer knowledge obtained to all transition resources.

ASSIGN PROJECT MANAGER (Stage1):
The initial screen of a project may be completed at a strategic level by a team of people evaluating multiple projects.  After the project has been approved by the DGC to move to the Strategy Stage, Stage 1, a project manager must be assigned to the project.  The intention is the manager assigned in Stage 1 will lead the project through Stage 6.  The proposed Core project team members should be identified at this time.  The team members may not be assigned but could be asked to provide input into the project strategy development.

The project manager has overall responsibility for both send and receive sites and is accountable for the overall project success, including achieving the project financial and non-financial objectives. Both send and receive sites also have site leaders. One of the site leaders may also assume the overall transition project manager role, with a preference for it being the receive site leader. For larger transition, the project manager may be an additional role and may come from outside either the send or receive sites.
		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																						CS-02042-G						N

		TRUE		8.2.4		Assign an experienced Transition Mentor to the Project Team

c9975693: TRANSITION MENTOR:
The transition mentor is versed in the STP process and has led transition projects.  The mentor will guide the project team and the DGC through the STP process and help ensure quality of execution.  
The business leader is responsible for assigning a mentor, and for assessing the need based on the team and team leader's experience and complexity of the STP project.

		Y		S		R		S		S		S		S		S																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		8.2.5		Transition Strategy, Objectives & Business Plan

E0021386: TRANSITION STRATEGY AND OBJECTIVES:
 A high level view of the transition plan including: a vision of the post transition organization; identification of key risks and contingency plans; transition timing and budget; core team membership; and the human resource policies.  The goals of the Transition Strategy are to create a unifying vision for the transition, identify and train the Core Team, establish Human Resources policies, provide guidance in the development of the project schedule, budget and Communications Plan.
 		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																						CS-02033-G						N

		TRUE		8.2.6		Project Plan 

c9975693: PROJECT PLAN: 
Project Manager will create, formally issue, & maintain a project specific plan.
Timing: Stage 1 – Initiated, Stage 2 Baseline issued. Reviewed throughout the program, & only updated per the Project Change Management Plan.
Elements of the plan include:
• Scope
• Strategy
• Team Roster
• Work Break Down Structure & Activity Definition
• Project Cost & Budget
• Resource Plan
• Project Schedule

PROJECT COST: 
The Eaton funded project cost, excluding the cost of capital. Project costs include all costs that are associated with the project that are tracked by the performing organization. Examples of costs include: labor, material, consulting, travel, etc.)

PROJECT BUDGET: 
The target for resource expenditures for a project. Ideally the budget will be time-phased and will be subdivided for administrative convenience by functional organizations and/or cost elements (such as labor, materials, advertising, travel costs, etc.). Capital items are covered separately in the capital budget. The Project Budget is normally developed by the team and negotiated with management. Changes to the Project Budget should be controlled and should be based on changes to project scope or time requirements. The budget, actual costs, and latest projections are tracked using the budget report.

RESOURCE PLAN: 
A written estimate of the key project resources (including people, equipment, facilities, and tools) required in each phase to design, develop, validate, and produce the product. Human resources should include technical, purchasing, quality, business, sales, marketing, manufacturing, testing, and internal/external suppliers.

PROJECT SCHEDULE: 
The planned (or eventually actual) dates for project activities or milestones. The preferred form of project schedule is a networked set of activities developed using Microsoft Project or a similar software application. Project schedules are often done in layers of increasing complexity. Typical layers are Milestone Schedules (used to keep the major stakeholders informed; targets the project’s major events); Deliverable Schedules (used by the project manager and core team to monitor activities and control the project); and Task Schedules (used by deliverable leaders to manage the details of the project). Schedules should be correlated to resource plans. The initial schedules should be saved to form a baseline capturing the original targets.

WORK BREAKDOWN STRUCTURE: 
The Work Breakdown Structure (WBS) is an indentured grouping of project elements providing an organized structure and definition of the entire scope. The structure is a decomposition of the project into increasingly detailed descriptions at each successive level. The WBS identifies all the deliverables that must be finished to complete the project scope. The decomposition must contain the total project scope, while allowing work to be managed effectively within the organization. The WBS should preferably be a deliverable-oriented grouping of project work, which will facilitate tracking and control. Alternatively, the WBS may be based on phases or other principles, if this will result in better management within the organization.

SCOPE: 
The complete set of work, products, and services that pertain to a project. Scope is one of the three parts of the Triple Constraint of project management. Scope may be divided into Project Scope and Product Scope if desired. Project Scope is the work that must be done to deliver a product with the specified Product Scope or performance. Product Scope is the set of features and functions of the product being developed. Scope is captured in a Scope Statement, which is a written record that constrains the project, provides the basis for all project decisions, contains the key elements for project success, and forms the basis for agreements between the project team and the project customer.

STRATEGY: 
A high-level description of the specific and (often) unique approach for achieving the project's objectives. The definition of the project strategy should be completed prior to developing more detailed project planning elements such as the Work Breakdown Structure, activities, and Risk Log. Example project strategy components include: technology development techniques; development sequence of deliverables; top level make/buy decisions; supplier management approaches; module re-use; risk reduction methods; test methods; etc.

TEAM ROSTER: 
A list of the active team participants and their responsibilities related to the current stages of the project.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																						CS-02039-G						N

		TRUE		8.2.7		Risk Management Plan 

E0021386: RISK MANAGEMENT PLAN:
A process for identification, analysis, prioritization, response identification, tracking and monitoring the overall project risks.  Also known as the risk registers or risk response plan.  The risks and response actions are tracked on the Risk Log (template identified).   The Risk Log records the details pertaining to all identified project risks. The log fields (columns) include the risk event, probability of occurrence, impact of occurrence, overall risk priority rating, responses, risk owners, and current status. Creation and maintenance of the Risk Log are team activities driven by the Project Manager.

Any risk drivers identified during completion of the Risk Assessment Worksheet (RAW) should be used as a primary input to the Risk Management Plan.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				ENT.TM0004
Risk Mgt Log

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Risk Management Log 


								N

		TRUE		8.2.8		Change Management Plan

E0021386: PROJECT SCOPE CHANGE MANAGEMENT PLAN: 
This document describes how project scope will be managed and how scope changes will be integrated into the project. It should also include an assessment of the expected stability of the project scope (i.e., how likely is it to change, how frequently and by how much). The scope management plan should also include a clear description of how scope changes will be identified and classified.
Most change requests are result of:
-  An external event (e.g., a change to a government regulation).
-  An error or omission in defining the scope of the product (e.g. failure to include a feature in the design...).
-  An error or omission in defining the scope of the project (e.g., using a BOM instead of a WBS).
-  A value-adding change (e.g., an environmental remediation project is able to reduce costs by taking advantage of technology that was not available when the scope was originally defined.)
-  Implementing a contingency plan or workaround plan to respond to a risk.
		Y		S		S		S		S		S		S		S																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-00008-T		CS-00015-G						N

		TRUE		8.2.9		Product/Service Transition Requirements 

E0021386: PRODUCT/SERVICE TRANSITION REQUIREMENTS: 
Develop a list of requirements, which the transition project must adhere to or meet upon completion. Requirements could include items such as demand forecasts, transition project timing requirements, quality and/or customer satisfaction measures, financial measures, etc. Demand forecasts are the Identification of all known and anticipated customer orders during the transition period. This includes both OEM and Aftermarket customers. Consider past history and volume ramp-ups when forecasting anticipated orders.  In addition, consider the 'country of origin' part marking requirements for the products being moved.
		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		8.2.10		Conduct Project Planning Workshop

c9975693: PROJECT PLANNING WORKSHOP:
Facilitated working session that leads project teams through a series of steps to ensure the project is started in an organized and systematic method. Deliverables include scope, work break down structure, roles / responsibilities, constraints, risks, assumptions, communication process, team member buy in to the plan, and detailed planning schedule.

		Y		R		R		R		S		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																						PPW SharePoint						N

		TRUE		8.2.11		Capital Appropriation Request Approval

E0021386: CAPITAL REVIEW:
This is a review of the expected capital expense prior to the spending of related funds.  The review should include at a minimum the Divisional Controller, Plant Management, Supply Chain Management and Project Managers.  The review should focus on the type of spend, deprecation schedule, business impact, and other Divisional or Group specifics.  The capital spend should also be compared to the current year Strategic Plan.

CAPITAL APPROPRIATION REQUEST:
The means of requesting and getting approval to spend capital funds within Eaton (may include Eaton owned capital for suppliers). Approval of capital appropriation funds varies by the total amount requested and consists of higher-level approval authorization in the Division organization. The reader should review Eaton Financial Policy H-2 to understand the requirements for Capital Appropriations within Eaton Corporation
		Y		S		S		S		S		S		S		S																				m		m		m		m		m		m		m		m		m		m		m		l																				CARS link		See cell note

>: >:
Note:

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/Corp_FinancialAccounting/FinancialPolicies/HPolicies/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. Follow the link to Finance Policy H-2 and download. 

(Note: This is Corporate Required Template)

						N

		TRUE		8.2.12		Capital & Expense Budget 

E0021386: CAPITAL & EXPENSE BUDGETS:
A financial budget to execute the transition.  The capital budget is for both in-house and Eaton owned supplier tooling, gauging, and equipment. A capital budget has individual line items representing large individual capital requirements and groups of smaller types of capital. The budget amounts are based on preliminary and/or final quotations, historical capital purchase experience, and estimates. This information will be used to develop the Capital Appropriation Request.

The transition expenses to execute the project are divided into one time expenses that impact the P&L at the time of expenditure (e.g. project team costs, team travel, non-capital tooling, etc) and expenses booked to the balance sheet reserves at an event occurrence (e.g. severance costs, stay pay, etc.).

		Y		R		R		R		R		R		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02037-T								N

		TRUE		8.2.13		Financial Control Process Definition

c9975693: FINANCIAL CONTROL PROCESS:
The overall project spending (capital and expense) is approved as part of the financial justification.  The project justification will take different forms (i.e. CAR, Executive Presentation, Board of Directors presentation) depending on the size and scope of the project.   Once the overall project financials are approved a process must be in place for spending authorization.  Depending on the size and scope of the project different team members will have different spending authorization authority.  The process should include; Spending approval process, team forecasting process, project reporting, intercompany sales etc.

		Y		R		R		R		R		R		S		R																				m		m		m		m		m		m		m		l		m		m		m		m																												N

		TRUE		8.2.14		Transition Project Resource Plan

E0021386: RESOURCE PLAN: 
A written estimate of the key project resources (including people, equipment, facilities, and tools) required in each stage to complete the relevant activities. Human resources should include engineering, purchasing, quality, business, sales, marketing, manufacturing, testing, project management, and internal/external suppliers. A gap analysis should be performed of required vs. available resources and propose solution aligned to project schedule. Resource impacts to the business should be included in the analysis to ensure resource availability. Where applicable, all core project team members should have goals and objectives in Apex aligned to the project's requirements.		Y		R		R		R		R		R		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02038-T								N

		TRUE		8.2.15		Stage 5 Exit Criteria

David G Grimmer: STAGE 5 EXIT CRITERIA :
Stage 5 Exit Criteria are established at G4. This is a clear definition of what the team is to do in stage 5 before they can hold their G5 and is approved by the DGC at G4. The criteria is established by looking at incomplete deliverables and performance measures, including cost and quality goals, for the product and defining what specifically needs to be completed prior to receiving a G5 ‘Go’ decision.  This criteria should be established in conjunction with key stakeholders (functional and business leaders) prior to the Decision Gate.

Note: This is not the place to add scope to the project. This is simply defining clear, objective and actionable criteria that will enable the project to close.  Scope changes should be treated as an additional follow-on project once this project is completed.																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		Y		R		R		R		S		R		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02047-T								N

		TRUE		8.3		Execution & Control

		TRUE		8.3.1		Project Team & Decision Gate Committee (DGC) Training

c9975693: PROJECT TEAM & DECISION GATE COMMITTEE (DGC) TRAINING:
In many cases the Project Team and/or DGC members have not participated in transition projects and/or other PROLaunch projects.  Formal training of the Project Team and DGC is needed to prepare the members to support the project and understand their roles and responsibilities.  The training will also outline the time commitments of the DGC to support the project.

		Y		S		S		S		S		S		S		S																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		8.3.2		Project Meeting Minutes/Action Item List

c9975693: PROJECT MEETING MINUTES: 
Documents recording the information pertaining to meetings. Meeting reports include Agendas, Minutes, and sometimes meeting-specific action item lists. Agendas are used to provide structure to meetings and to inform participants of expectations. Minutes record attendance and significant decisions or discussions. Meeting action items may also be tracked on a consolidated Action Item List. A template for the Project Meeting Report and Action Items are referenced as templates.

		Y		R		R		S		S		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-00003-T								N

		TRUE		8.3.3		Project Status Report

E0021386: PROJECT STATUS REPORT:
A document, usually issued periodically (e.g., monthly), describing the position of the project relative to the plan. There may be status reports for internal team or company purposes, and also status reports that are deliverables to external customers. Typically the report describes progress relative to planned milestones, completed actions since last review, provides status of risks or issues, next period planned actions and includes the project metrics. Depending on the level of detail desired, the report might be organized into logical sections correlated to the project plan. The author is often the project manager, but team members or deliverable managers may create subsections.

		Y		S		S		S		S		S		S		S																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-00004-T								N

		TRUE		8.3.4		Project Scorecard

David G Grimmer: PROJECT SCORECARD: 
The Project Scorecard is a tool that shows the key project metrics in a one page view depicting the overall health of the program measured against the baselines. The Project Scorecard is used to report monthly project health status and proactively monitor and control the program, including identification of Return to Green (RTG) plans for each metric.  In addition, the Project Scorecard is a key document used in Decision Gates to assess the health of the project during the Decision Gate process. 		Y		R		R		S		S		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02046-T								N

		TRUE		8.3.5		Project Records Repository

c9975693: PROJECT RECORDS REPOSITORY: 
A compilation of the complete set of project information that is generated throughout the project life cycle. Typical media is a Project SharePoint. In Stage 1, the Project Manager should outline the SharePoint strategy and plan for collection, organization, access and retrieval of all key project documentation. Regardless of which media are used, the records should be current and complete, and should be readily available and accessible to team members and other project stakeholders, as required. The preferred structure of the Project Records Repository is according to the five project management process groups: Initiation, Planning, Execution, Control, and Closing, with Execution and Control information typically collected together. The records begin with such items as the title and charter, growing as the project progresses and additional items become available. The Project Records Repository must include configuration/version control management. When the project is finished, the Project Records Repository would typically transfer to the Project Records Archive. 		Y		R		R		R		R		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				SharePoint Request								N

		TRUE		8.3.6		Lessons Learned Capture

c9975693: LESSONS LEARNED:
Lessons Learned are defined as the learning gained from the process of performing the project. Lessons learned must be captured so as to become part of the historical database for future stages of the project or for use by other future projects of the performing organization. Lessons learned may be identified and captured at any point in the project, but must be captured at the end of the project for those projects with a risk classification of Major Repeater and above. Identification of lessons learned can be accomplished in a variety of ways such as reviewing:
• variations in project performance metrics, both positive and negative;
• what went well and should be continued on future projects;  
• what did not go well and should be revised or discontinued on future projects;
• and PROLaunch process issues.
Capturing lessons learned includes documenting the lesson, the corrective action taken (if applicable), the reasons for taking that course of action (if applicable), and recommendations for process changes or for future projects to consider.
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1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/1.0GeneralEnvironment/Planning/idcplg?IdcService=GET_FILE&RevisionSelectionMethod=LatestReleased&Rendition=Primary&dDocName=PCT_513401
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The document download dialogue box should appear
5. Download the "Facility Deactivation Protocol" documents. (Note: This is Corporate Required Template)

6. Select and Copy the following URL to access the Eaton Security Website:  http://portal.etn.com/intranet/faces/oracle/webcenter/portalapp/pages/deptsuppliers/security.jspx?_adf.ctrl-state=ifrtzqg04_521&_afrLoop=27503965378419&nsRole=Employee%2CWorkPlaceSecurity_ADD%2CWorkPlaceTravelSecurity_ADD%2CWorkPlacePersonalSecurity_ADD%2CWorkPlaceSecurityLinks_ADD%2CWorkPlaceSiteSecurity_ADD%2CWorkPlaceSecurityAlerts_ADD%2CWorkPlaceSecurityHelp_ADD

7. Under the Standards Section, download "Vacated Property Physical Security Guidelines (DOC)"


		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02001-T		CS-00001-G						N

		TRUE		8.3.7		Team Recognition Event

c9975693: TEAM RECOGNITION EVENT: The Project Manager organizes an event to thank the team members for their support and recognize the achievement of the team's goals.
		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		8.3.8		Implement Stage-wise Activity Completion Plan 

Chaudhari, Nilesh U: ACTIVITY COMPLETION PLAN: 
A documented plan for the completion of the issues rated Yellow / Red. This activity completion plan describes the issue(s), the background explanation for why the activity is yellow/ red, steps to be completed, who leads and dates to be completed.  Finally, this plan states the risk(s) caused by this issue and the potential impact on scope, quality, time and cost if the DGC decides to move ahead with this project.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-00014-T								N

		TRUE		8.3.9		Decision Gates

Chaudhari, Nilesh U: GATE SIGN-OFF: 
A formal review and a documented assessment (via the Activity Matrix Gate Approval form or Outlook & SharePoint) by the Decision Gate Committee that allows the project to:
• Go – Continue with the project into the next stage (acceptable minor issues may still exist).
• Redirect – The project does not receive permission to proceed to the next stage but it does receive permission to continue work. Major issues exist that require additional work, and/or incomplete work needs to be completed before proceeding to the next stage.
• Hold – The project priority is too low to proceed. The project’s activities and quality of event of the gate review is satisfactory to proceed to the next stage. However, the project’s priority is lower relative to other projects underway and the organization has insufficient resources or funding available to execute the next stage.
• Kill – Terminate the project and release all resources for other projects. A Kill signifies low confidence that the project will provide the necessary business return and competitive advantage to proceed. Reasons for Kills may be technical feasibility, lack of compelling customer need or other business reasons.																																																																														
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		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02022-T

Mark Gray: Note:
CS-02022-T0 to CS-02022-T6 are the checklists for guiding the activities associated with the Decision Gate process. This checklist defines the workflow for pre-Gate, Gate and post-Gate activities.
In addition, the checklist includes additional templates to support completion of these activities.		CS-02056-G						N

		TRUE		8.4		Closing

		TRUE		8.4.1		Final  Report

E0021386: PROJECT STATUS REPORT: 
A document, usually issued periodically (e.g., monthly), describing the position of the project relative to the plan. There may be status reports for internal team or company purposes, and also status reports that are deliverables to external customers. Typically the report describes progress relative to plans, provides status of risks or issues, and includes the project Budget Report. Depending on the level of detail desired, the report might be organized into logical sections correlated to the project plan. The author is often the project manager, but team members or deliverable managers may create subsections.
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		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-00006-T								N

		TRUE		8.4.2		Project Records Archive

E0021386: PROJECT RECORDS ARCHIVE: 
An archival set of files that preserves the project records for a completed project. Transferring the Project Records Repository into archival storage creates the archive. The purpose of the archive is to retain a formal and durable record of the project history and results. Access should be available to anyone with a need to review project history, methods, results, etc. Business or contractual requirements should be used to determine the retention time period. 
																																																																																

>: >:
Note:

In order to access this webpage, please follow these steps;
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GrimmDG: Note: 

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL: http://wcm-prod-cs.etn.com/Corp_SupplyChainManagement/CapitalMachineryandManufacturingEquipment/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. Follow the links to the appropriate tools for asset disposition.
6. Download the appropriate Tool needed
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2. Follow the link to the Risk Management Log 
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Mark Gray: Note:
CS-02022-T0 to CS-02022-T6 are the checklists for guiding the activities associated with the Decision Gate process. This checklist defines the workflow for pre-Gate, Gate and post-Gate activities.
In addition, the checklist includes additional templates to support completion of these activities.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																						Records Retention Policy
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2. Follow the link to the Records Retention Policy


						N



								Legend:

Risk Class: 
 R= Required 
 S= Should

Responsibilities: 
l =  Deliverable Leader (responsible and accountable)
m = Supporting (expected to provide input and cross-functional
       collaboration on deliverables)																																												Activity Status Recap

																																																				Total Green - G																										3

																																																				Total Yellow - Y																										3

																																																				Total Red - R																										0

																																																				Total																										6

																																																				% Green																										50%



																																																				Total Completed Late																						0

																																																				Total Completed On Time																						0

																																																				% On Time																						ERROR:#DIV/0!
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Gate Approvals



								Project Name:		PTH Bottleneck Reduction

David G Grimmer: Enter Project Name on the Roster tab. Project name is auto populated here from the Rosters tab.



								Risk Classification:		MAJOR REPEATER

c9975693: Note: This is auto populated from the RAW tab.
																														Transition Type:

Chaudhari, Nilesh U: This is auto populated field from RAW tab																		0



								Gate 0: Approval to Proceed to Stage 1 - Strategy

								WORK PACKAGE APPROVALS

								Work Package																																Approval (Functional Manager)																																Date

								 Business Plan																																0

								    Project Management																																0

								Decision Gate Committee                                                                                                                                       Gate 0 Date:

						Decision Gate Committee to check one:

		FALSE				GO - Continue to the next stage

		FALSE				GO-Conditional - Continue to the next stage, but complete the conditions as established by the DGC

		FALSE				Redirect - Not ready to proceed.  There is more work to do in the current stage

		FALSE				Hold - Do not continue at this time.  Available resources are assigned to higher priority projects

		FALSE				Kill - Perform Stage  6 and close the project

						Instructions:

								Name																																												Title

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
														Yes		No		Date

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0





								Gate 1: Approval to Proceed to Stage 2 - Detailed Planning

								WORK PACKAGE APPROVALS

								Work Package (includes Activity matrix Setup ) 																																Approval (Functional Manager)																																Date

								Sales/Marketing																																0

						ERROR:#REF!		Product Engineering																																0

						ERROR:#REF!		SCM/Logistics / Supplier Quality																																0

						ERROR:#REF!		Materials Management																																0

						ERROR:#REF!		Manufacturing Ops																																0

						ERROR:#REF!		Quality																																0

						ERROR:#REF!		Human Resources																																0

						ERROR:#REF!		Finance																																0

								Information Technology																																0

								Facilities																																0

								EHS																																0

								Business Plan																																0

								Project Manager																																0

								Decision Gate Committee                                                                                                                                       Gate 1 Date:

						Decision Gate Committee to check one:

		FALSE				GO - Continue to the next stage

		FALSE				GO-Conditional - Continue to the next stage, but complete the conditions as established by the DGC

		FALSE				Redirect - Not ready to proceed.  There is more work to do in the current stage

		FALSE				Hold - Do not continue at this time.  Available resources are assigned to higher priority projects

		FALSE				Kill - Perform Stage  6 and close the project

						Instructions:

								Name																																												Title

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
														Yes		No		Date

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0





								Gate 2: Approval to Proceed to Stage 3 - Transition Setup

								WORK PACKAGE APPROVALS

								Work Package (includes Activity matrix Setup ) 																																Approval (Functional Manager)																																Date

								Sales/Marketing																																0

						ERROR:#REF!		Product Engineering																																0

						ERROR:#REF!		SCM/Logistics / Supplier Quality																																0

						ERROR:#REF!		Materials Management																																0

						ERROR:#REF!		Manufacturing Ops																																0

						ERROR:#REF!		Quality																																0

						ERROR:#REF!		Human Resources																																0

						ERROR:#REF!		Finance																																0

								Information Technology																																0

								Facilities																																0

								EHS																																0

								Business Plan																																0

								Project Manager																																0

								Decision Gate Committee                                                                                                                                       Gate 2 Date:

						Decision Gate Committee to check one:

		FALSE				GO - Continue to the next stage

		FALSE				GO-Conditional - Continue to the next stage, but complete the conditions as established by the DGC

		FALSE				Redirect - Not ready to proceed.  There is more work to do in the current stage

		FALSE				Hold - Do not continue at this time.  Available resources are assigned to higher priority projects

		FALSE				Kill - Perform Stage  6 and close the project

						Instructions:

								Name																																												Title

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
														Yes		No		Date

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0





								Gate 3: Approval to Proceed to Stage 4 - Move & Validation

								WORK PACKAGE APPROVALS

								Work Package																																Approval (Functional Manager)																																Date

								Sales/Marketing																																0

						ERROR:#REF!		Product Engineering																																0

						ERROR:#REF!		SCM/Logistics / Supplier Quality																																0

						ERROR:#REF!		Materials Management																																0

						ERROR:#REF!		Manufacturing Ops																																0

						ERROR:#REF!		Quality																																0

						ERROR:#REF!		Human Resources																																0

								Finance																																0

								Information Technology																																0

								Facilities																																0

						ERROR:#REF!		EHS																																0

								Business Plan																																0

								Project Manager																																0

								Decision Gate Committee                                                                                                                                       Gate 3 Date:

						Decision Gate Committee to check one:

		FALSE				GO - Continue to the next stage

		FALSE				GO-Conditional - Continue to the next stage, but complete the conditions as established by the DGC

		FALSE				Redirect - Not ready to proceed.  There is more work to do in the current stage

		FALSE				Hold - Do not continue at this time.  Available resources are assigned to higher priority projects

		FALSE				Kill - Perform Stage  6 and close the project

						Instructions:

								Name																																												Title

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
														Yes		No		Date

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0





								Gate 4: Approval to Proceed to Stage 5 - Launch

								WORK PACKAGE APPROVALS

								Work Package																																Approval (Functional Manager)																																Date

								Sales/Marketing																																0

						ERROR:#REF!		Product Engineering																																0

						ERROR:#REF!		SCM/Logistics / Supplier Quality																																0

						ERROR:#REF!		Materials Management																																0

						ERROR:#REF!		Manufacturing Ops																																0

						ERROR:#REF!		Quality																																0

						ERROR:#REF!		Human Resources																																0

								Finance																																0

								Information Technology																																0

								Facilities																																0

						ERROR:#REF!		EHS																																0

								Business Plan																																0

								Project Manager																																0

								Decision Gate Committee                                                                                                                                       Gate 4 Date:

						Decision Gate Committee to check one:

		FALSE				GO - Continue to the next stage

		FALSE				GO-Conditional - Continue to the next stage, but complete the conditions as established by the DGC

		FALSE				Redirect - Not ready to proceed.  There is more work to do in the current stage

		FALSE				Hold - Do not continue at this time.  Available resources are assigned to higher priority projects

		FALSE				Kill - Perform Stage  6 and close the project

						Instructions:

								Name																																												Title

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
														Yes		No		Date

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0





								Gate 5: Approval to Proceed to Stage 6 - Project Closure

								WORK PACKAGE APPROVALS

								Work Package																																Approval (Functional Manager)																																Date

								Sales/Marketing																																0

						ERROR:#REF!		Product Engineering																																0

						ERROR:#REF!		SCM/Logistics / Supplier Quality																																0

						ERROR:#REF!		Materials Management																																0

						ERROR:#REF!		Manufacturing Ops																																0

						ERROR:#REF!		Quality																																0

						ERROR:#REF!		Human Resources																																0

						ERROR:#REF!		Finance																																0

								Information Technology																																0

								Facilities																																0

								EHS																																0

								Business Plan																																0

								Project Manager																																0

								Decision Gate Committee                                                                                                                                       Gate 5 Date:

						Decision Gate Committee to check one:

						GO - Continue to the next stage

						GO-Conditional - Continue to the next stage, but complete the conditions as established by the DGC

						Redirect - Not ready to proceed.  There is more work to do in the current stage

						Hold - Do not continue at this time.  Available resources are assigned to higher priority projects

						Kill - Perform Stage  6 and close the project

						Instructions:

								Name																																												Title

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
		

David G Grimmer: Enter Project Name on the Roster tab. Project name is auto populated here from the Rosters tab.																																										

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
		

Chaudhari, Nilesh U: This is auto populated field from RAW tab		

c9975693: Note: This is auto populated from the RAW tab.
																																																								Yes		No		Date

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0





								Gate 6: Post Launch Review

								WORK PACKAGE APPROVALS

								Work Package																																Approval (Functional Manager)																																Date

								Sales/Marketing																																0

						ERROR:#REF!		Product Engineering																																0

						ERROR:#REF!		SCM/Logistics / Supplier Quality																																0

						ERROR:#REF!		Materials Management																																0

						ERROR:#REF!		Manufacturing Ops																																0

						ERROR:#REF!		Quality																																0

						ERROR:#REF!		Human Resources																																0

								Finance																																0

								Information Technology																																0

								Facilities																																0

						ERROR:#REF!		EHS																																0

								Business Plan																																0

								Project Manager																																0

								Decision Gate Committee                                                                                                                                       Gate 6 Date:

						Decision Gate Committee to check one:

						GO - Continue to the next stage

						GO-Conditional - Continue to the next stage, but complete the conditions as established by the DGC

						Redirect - Not ready to proceed.  There is more work to do in the current stage

						Hold - Do not continue at this time.  Available resources are assigned to higher priority projects

						Kill - Perform Stage  6 and close the project

						Instructions:

								Name																																												Title

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
		

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
		

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
		

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
														Yes		No		Date

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0
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Agile PROLaunch STP Notes:

1. Agile PROLaunch-STP - Usage Indicators. Agile PROLaunch STP applies to the transitioning of
products, components, lines or cells under the following conditions:

o Manufacturing equipment, tooling or supporting infrastructure is moving from one location to
another, either interal or external to Eaton. This may be at the level of full products or
assemblies, sub-assemblies or components.

o Manufacturing lines or cells are moving within one location

Transitions may be within Eaton or may involve suppliers whether it is for in-sourcing, outsourcing or
re-sourcing projects.

[

Moving line or cell plant-to-plant? Eaton-to-Eaton, Supplier-to-Eaton, Eaton-to-Supplier. or
Supplier-to-Supplier transitions involving the movement of one or more lines, cells, equipment or
tooling. This is for Eaton-owned equipmentitooling and may be at the full product, sub-assembly or
component level

w

Product-level manufacturing res ponsibility is transitioning to another location? Eaton-to-Eaton,
Supplier-to-Eaton, Eaton-to-Supplier, or Supplier-to-Supplier transitions involving the responsibility for
manufacture and/or assembly of entire products. This is for whether equipmenttooling is moving or
not.

4. Installing new product line or cell to new location (localization) without moving existing plant
Use of Agile PROLaunch STP activity Matrix is recommended if working on localization project in
which new product line or cell or supplier is going to implement in new region or geographic location
without moving the existing plant or cell or supplier in another region or geographic location

5. RAW score for the change is a minor repeater or above? Complete the Risk Assessment
Worksheet (RAW) and determine if the score results in a risk classification of Minor Repeater or
above. If not, you may have a PROLaunch Runner project. See note 7 for further guidance.

6. Use Agile PROLaunch STP Activity Matrix. When arriving at this point in the decision tree. use of
the Agile PROLaunch STP Activity Matrix is expected. The process does scale to meet the needs of
the project. Depending on the nature and scope of the project certain activities may notapply as per
the project type and their associated Required (R) and Should (S) designations.

7. Use Agile PROLaunch STP Activity Matrix, if appropriate. A transition within an Eaton plant that
scores a Runner on the Risk Assessment Worksheet (RAW) may be managed using the Agile
PROLaunch STP Activity Matrix if it is determined to be appropriate to do so by the performing
organization. Otherwise, the core Agile PROLaunch project management planning and execution
activities should be used in lieu of the formal Activity Matrix and gates. The final decision whether or
not to manage the project using the Agile PROLaunch STP Activity Matrix should be confirmed by a
Decision Gate Committee (DGC) through a Gate 0 review.
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Project Name:

Completed By:

MAJOR REPEATER 40

Low Risk Moderate Risk High Risk

Rank

[H,M,L]

Mature full rate production

Limited Production 

Experience

New to Production or 

Products in Development

M

In production with same 

product/ customer

Some experience with 

product and/or customer

No experience with product 

or customer

L

Minimal or no Testing 

Requirements Expected

Internal Testing Requirements 

Only

High Customer Requirements / 

Significant Testing or 3rd 

Party Certification Req'd for 

Validation

L

Stable / Capable

Intermittently non-capable 

or unstable

Unknown / Non-capable

M

Available Capacity Some Capacity Flexibility No Available Capacity

L

Standard Work and Process 

Support Fully Documented 

Some Hidden Factory and 

Undocumented Processes 

Processes not 

Documented or Standard

H

Similar Processes and 

Complexity

Some New Processes and/or 

some Product/Demand 

Complexity Differences

Significant New Processes 

and/or Significant 

Product/Demand Complexity 

Differences

L

Little or No Equipment or 

Process Complexity

Moderate Equipment or 

Process Complexity

High Amount of 

Equipment or Process 

Complexity

H

40

Supplier-To-Supplier or 

Intra-Plant Move

Eaton-To-Supplier

Supplier-To-Eaton or Eaton-To-

Eaton

L

Low Number of product lines 

or products

Moderate Number of 

product lines or products

Large Number of product lines 

or products

M

One-to-one

Multiple send or Multiple 

Receive

Multiple send and Multiple 

Receive

L

Limited preparation required at 

receiving site

Moderate infrastructure 

required at receiving site

Significant infrastructure 

required at receiving site

H

Transition impacts <$20M 

top-line sales

Transition impacts between 

$20M and $100M in top-line 

sales

Transition impacts >$100M top-

line sales

L

No new import/export or 

warehouse requirements

Some increased logistical 

distance and complexity 

and/or warehouse 

requirements

New import/export 

requirements, increased 

warehouse requirements, 

significantly increased 

logistical distance

L

Same supply base

Change and qualify new 

standard component suppliers

Change and qualify new 

component suppliers

L

30

No new distribution or 

aftermarket support 

process requirements for 

receive site

Modified distribution or 

aftermarket support process 

requirements for receive site

New distribution or 

aftermarket support process 

requirements for receive site

L

Both send and receive sites 

have all green high-five 

performance measures 

Send or receive sites have 

some yellow performance 

items with favorable trends

Any red performance 

metric at Send or Receive 

sites

H

Certified with Cycles of 

Improvement at both 

Send and Receive

Either send or receive is not 

certified to a QMS Standard

Both send or receive is not 

certified to a QMS Standard

L

Complete or high 

consistency of systems 

between sending and 

receiving sites

Some consistency or 

alignment between sending / 

receiving systems

Little or no consistency of 

systems between sending 

and receiving sites

L

Fully Developed Business 

Continuity Plans at Send / 

Receive sites

Send site has a business 

continuity plan but the receive 

site does not

No Developed Business 

Continuity Plans at Send / 

Receive sites

L

30

Minimum statutory 

requirements for move, 

same legal entity, no 

leased equipment, low 

send site exit complexity

Manageable statutory 

requirements for move, 

transition between legal 

entities

Significant statutory 

requirements for move, 

transition between legal 

entities, lease exit complexity, 

Clawback potential, new 

building

L

Documented low 

environmental risk, no exit tax 

potential, favorable incentive 

conditions

Manageable 

environmental risk, 

moderate exit tax  

Remediation Potential, High 

Exit Tax Potential, Complex 

Incentive Conditions

M

Non-union, No Negative 

Response Expected 

Moderate risk of work 

productivity decline

Unionized, high risk of 

productivity decline, work 

stoppage, retention Issues

M

No Adverse Actions 

Expected

Some potential for sabotage

High potential for sabotage / 

attacks

L

Send site is willing to train and 

required skill sets available at 

receive site

Send site not willing to 

train or low availability of 

skilled resources at the 

receive site

Send site not willing to train 

and low availability of skilled 

resources at the receive site

M

need to get as many people trained on 

new machine as possible on all levels - 

engineers to operators

Resources Available / 

Sufficient Transition 

Experience

Some Resource 

Availability & Limited 

Transition Experience 

Key Resource Availability 

Gaps & Insufficient Transition 

Experience

M

Same language, high 

employee engagement, 

high EBS maturity

Different languages, moderate 

employee engagement, 

moderate EBS maturity at 

receive site

Different languages, change 

averse employees, low 

employee engagement, low 

EBS maturity

L

22

Project Risk Classification MAJOR REPEATER 40

Product/Process Knowledge

MAJOR REPEATER

40

Transition Scope

MAJOR REPEATER

30

Performance Management

MAJOR REPEATER

30

Social / Cultural / Legal / Contractual MINOR REPEATER 22

Product/Process Knowledge Score  



no standard for selective soldering.  Need to write work 

instructions when its in on start up 



Social / Cultural / Legal / Contractual Score 



MINOR REPEATER



Safety / Security

The potential for adverse actions in response to the move.

Capability of Workforce

Availability of required skill sets at the receiving site, how engaged the workforce is, and how 

supportive is the sending site's workforce. Includes project management skills.

Cultural Knowledge

What is our knowledge of cultural factors at the sending and receiving facilities, including 

language?

selective will require waste management controls of the 

solder bath

High-Five Metrics Performance

What is the current High-Five performance for both Send and Receive sites?



Total Sales Impact

Annual sales (in USD) involved in the transition and number of customers impacted by the move.

Post-move Logistics Complexity

What is the complexity of the logistics after the move? Considerations include: New import/export 

requirements, warehouse, increased distances, number of carriers, etc.

Transition Resources

The availability or resources to support the transition project and past experience with transitions.

Knowledge Transfer Requirements

Human product and process knowledge retention and amount of training needed (Including 

Manufacturing Engineering, Maintenance Knowledge, etc)

Uniqueness of Product/Process Between Send / Receive Sites

The level difference between the Send and Receive sites in terms of manufacturing process 

familiarity, product complexity and demand complexity.

Equipment/Process Complexity

The degree of complexity associated with the transition of equipment.  Complexity factors that 

represent significant start-up risk include: automation, significant disassembly required, highly 

specialized maintenance, very aged equipment, equipment support availability.

Cwmbran has very limited experience of automation. 

Need to roll out training

Potential Workforce Response

The risk that there will be negative workforce response to the transition.

will need to do adkar/ change management plan. Start 

in AHM we will trial robotic soldering on loop boards

Number of Sending/Receiving Sites

The number of sites involved in the transition project.



Receiving Facility Preparation

Describes the level of preparation needed at the receiving site to accommodate the 

product/process. 

will need to change hub area layout to make space for 

robotic. Will be process change aswell. If we choose 

selective we will need nitrogen lines & tanks

Component Resourcing Requirements

The amount of component resourcing that is required for the transition.



Transition Scope Score 



MAJOR REPEATER

Performance Management

Distribution/Aftermarket Support

What is the complexity of any new distribution/aftermarket support required?



Performance Management Score 





Regulatory/Tax Complexity

Environmental regulatory and tax complexity of the transition. 

Move Type

The type of move associated with the project.



Number of Product Lines / Products

The relative number (based on the organization's experience) of products and product line moves 

associated with the project. If the Send site is closing down, score this category high. 



MAJOR REPEATER

Social / Cultural / Legal / Contractual

Legal / Real Estate

The complexity of the legal and real estate characteristics of the transition.



Business Continuity Plans

What is the maturity of Business Continuity Plans at both Send and Receive sites?

Quality Systems Maturity

What is the lowest level of quality systems maturity of either the sending or receiving site?  

Includes TS, ISO, AS certifications 

Maturity and/or Compatibility of Management Systems

Support process maturity and compatibility at the receiving site. These processes include MRP, 

ERP, WISPER, PDM, Finance, IT, HR, ISO14000 Cert., etc

Send Site Process Capacity

The Send site's available capacity to support bridge inventory builds.

Receive Site Customer / Product Knowledge

The level of knowledge and experience the Receive Site has with the Send site's customers and 

types of products produced. 

have been making some products for 20+ years 

however somne NPIs though we have launched them 

our quality is poor due to increased complexity

Receive Site Requirements for Approval and/or Qualification

The complexity of the approval / qualification process after transition.



Transition Type:

Criteria Comments (Required)

Product/Process Knowledge

Product Maturity

The production process maturity level as measured by the experience of the sending site.

There is no prior experience of automated soldering in 

any form - robotic or selective but have experience with 

PTH and with autom. Through COBOT and SMT



Cwm Open orderbook currently $27m with hub only 

attributing to a proportion of that 



PTH Bottleneck Reduction Date:



Send Site Process Capability

The manufacturing process capability of the Send Site for the processes being transitioned.



MAJOR REPEATER

Transition Scope

Faith Over & Lee Jones Risk Class:



Alien

Stranger

MajorRepeater

MinorRepeater   

Runner

0
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30

40

50

60

70

80

90

Product/Process

Knowledge

Transition Scope Performance

Management

Social / Cultural /

Legal / Contractual
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How to Use

				Agile PROLaunch Standard Transition Process (STP) Corporate version



				Agile PROLaunch-STP (Standard Transition Process) is used to manage transitions from one manufacturing location to another, as well as moves within a plant, as appropriate. It applies to transitions of entire products as well as appropriate component or sub-assembly transitions, both internal and external to Eaton.

Plant Closings
Product Line Moves
Facility Start-ups
In-sourcing
Resourcing
Outsourcing
Localization

A major transition, such as a plant decommission, may contain several individual PROLaunch projects managed as a program

























				Work Instructions for the Agile PROLaunch STP Activity Matrix:



				1. Agile PROLaunch-STP (Standard Transition Process) replaces the previous PROLaunch-STP process.  The Agile aspects of the process are provided by including more flexible/scalable framework that allows teams to be more agile with their project plans and enable the best fit between process and project requirements.





				2. To support successful execution under this new agile framework, Agile PROLaunch STP includes the following support/control mechanisms:

						a. Redefined "When to Use STP" flow chart for better decision.
b. Added "RAW" sheet as one of the tab in activity matrix to enable automation between worksheets.
c. Added "Localization" as new transition type to support such types of projects under agile PROLaunch-STP.
d. Redesigned activity Matrix to get uniformity with respect to Agile PROLaunch NPI/VAVE.
d. New Decision Gate guides to support improved consistency and rigor of the processes related to Decision Gates. Included are guides to support the Work Package Approval process, Decision Gate process, and the Gate Meeting itself.



				3. All stages of Agile PROLaunch-STP are contained on the Activity Matrix tab.

						a. The Activity Matrix is organized by Work Packages containing the key activities to achieve the project deliverables.

						b. Each Activity has a definition in the comment box which can be viewed by hovering over the activity cell comment indicator.

						c. Some activities have a hyperlinked template and/or guide to assist in completing the activity deliverables. 



				4. The Risk Assessment Worksheet (RAW) is integrated into the Activity Matrix. The RAW computes the Risk Classification for the overall project and also Risk Classifications for each of its functional sub-categories.

						a. Enter project name (project name copies from the rosters tab), author(s), date and transition type into the BLUE fields.  Select the appropriate division (if available.)

						b. Enter the score (L,M,H) for each risk category.

						c. Enter comments to support the assumptions and reasoning for each risk category. Note: COMMENTS ARE REQUIRED.



				5. Activities can be filtered by responsibility for Leader = l ( l ), Supporting = m ( m ) or N/A ( blank).



				6. Work packages can be expanded or collapsed for ease of viewing (+ or -) in the far left column.



				7. Team Rosters, Work Package Approvers and DGC member approvers can be easily managed on the Rosters tab. (An entry in an early stage is automatically promoted to the later stages, and changes to later stages are automatically promoted to subsequent stages. Work Package Approvers and DGC Approvers are also automatically copied to the related Gate Approvals tab fields). Also, the Project Name in the BLUE fields will be copied to the Activity Matrix and Gate Approval sheets.



				8. The Decision Gate Template(s) CS-12026-T provide step -by- step directions for Preparing for the Decision Gate, Conducting the Decision Gate Meeting and post Gate actions.  Also included are additional templates for each Decision Gate and a slide presentation template.



				9. The process is executed stage-by-stage using one activity matrix worksheet. At the beginning of the stage, the dates in the Target Completion Date column are established for each of the activities applicable for that stage. As each activity is completed, the actual completion date and Completed on Time (Y/N) columns are also completed. Prior to the gate for that stage, the appropriate status in the Status column is assigned for each activity. Once the Decision Gate is held, save a copy of the worksheet and change its name to associate it with the Gate. When starting the next stage, clear out all dates and statues and restart the tracking process for the new stage.



				Note:  For all MS PowerPoint templates which are hyperlinked in the Activity Matrix, please follow these instructions:

				  1 - Click on the template, which will open the file,

				  2 - Once it is opened, select "Edit", then click on "Edit Slide",

				  3 - This will enable the edit function and you can now enter your data.
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When to Use STP

		When to use Agile PROLaunch STP- flow chart
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STP Schematic

		Agile PROLaunch STP ( Standard Transition Process )

		Stage-Gate
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Rosters

		Agile PROLaunch Standard Transition Process (STP)
Corporate Version								PROLaunch Rosters

		Project Name:		PTH Bottleneck Reduction

c9975693: Note: Enter once here and it is copied to the Activity Matrix.


		Project  #:

		Risk Classification:		MAJOR REPEATER

c9975693: Note: This is auto populated from the RAW tab.
												Transition Type:		0

Chaudhari, Nilesh U: This is auto populated field from RAW tab



				Stage 0				Stage 1				Stage 2				Stage 3				Stage 4				Stage 5				Stage 6

		Decision Gate Target Dates

		Overall Transition Project		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title

		Project Manager						0		0		0		0		0		0		0		0		0		0		0		0

		Transition Mentor						0		0		0		0		0		0		0		0		0		0		0		0



				Stage 0				Stage 1				Stage 2				Stage 3				Stage 4				Stage 5				Stage 6

		Decision Gate Target Dates		31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99

		SEND Site- Team Roster		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title

		Sales/Marketing						0		0		0		0		0		0		0		0		0		0		0		0

		Product Engineering						0		0		0		0		0		0		0		0		0		0		0		0

		SCM/Logistics / Supplier Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Materials Management:						0		0		0		0		0		0		0		0		0		0		0		0

		Manufacturing Ops						0		0		0		0		0		0		0		0		0		0		0		0

		Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Human Resources						0		0		0		0		0		0		0		0		0		0		0		0

		Finance						0		0		0		0		0		0		0		0		0		0		0		0

		Information Technology						0		0		0		0		0		0		0		0		0		0		0		0

		Facilities						0		0		0		0		0		0		0		0		0		0		0		0

		EHS						0		0		0		0		0		0		0		0		0		0		0		0

		Send Site Leader						0		0		0		0		0		0		0		0		0		0		0		0



				Stage 0				Stage 1				Stage 2				Stage 3				Stage 4				Stage 5				Stage 6

		Decision Gate Target Dates		31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99

		RECIEVE Site- Team Roster		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title

		Sales/Marketing						0		0		0		0		0		0		0		0		0		0		0		0

		Product Engineering						0		0		0		0		0		0		0		0		0		0		0		0

		SCM/Logistics / Supplier Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Materials Management						0		0		0		0		0		0		0		0		0		0		0		0

		Manufacturing Ops						0		0		0		0		0		0		0		0		0		0		0		0

		Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Human Resources						0		0		0		0		0		0		0		0		0		0		0		0

		Finance						0		0		0		0		0		0		0		0		0		0		0		0

		Information Technology						0		0		0		0		0		0		0		0		0		0		0		0

		Facilities						0		0		0		0		0		0		0		0		0		0		0		0

		EHS						0		0		0		0		0		0		0		0		0		0		0		0

		Receive Site Leader						0		0		0		0		0		0		0		0		0		0		0		0



				Stage 0				Stage 1				Stage 2				Stage 3				Stage 4				Stage 5				Stage 6

		Decision Gate Target Dates		31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99

		Work Package Approvers

c9975693: Functional Managers for these areas sign-off the work package for quality & completeness prior to the Gate Review meeting.
		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title

		Sales/Marketing						0		0		0		0		0		0		0		0		0		0		0		0

		Product Engineering						0		0		0		0		0		0		0		0		0		0		0		0

		SCM/Logistics / Supplier Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Materials Management						0		0		0		0		0		0		0		0		0		0		0		0

		Manufacturing Ops						0		0		0		0		0		0		0		0		0		0		0		0

		Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Human Resources						0		0		0		0		0		0		0		0		0		0		0		0

		Finance						0		0		0		0		0		0		0		0		0		0		0		0

		Information Technology						0		0		0		0		0		0		0		0		0		0		0		0

		Facilities						0		0		0		0		0		0		0		0		0		0		0		0

		EHS						0		0		0		0		0		0		0		0		0		0		0		0

		Business Plan						0		0		0		0		0		0		0		0		0		0		0		0

		Project Management						0		0		0		0		0		0		0		0		0		0		0		0



				Stage 0				Stage 1				Stage 2				Stage 3				Stage 4				Stage 5				Stage 6

		Decision Gate Target Dates		31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99				31-Dec-99

		DGC Members

Mark Gray: Enter according to stage and risk classification…See DGC Membership Matrix in CS-01008-G DGC Gate Review Process Guide
		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title		Name		Title

		Business Leader						0		0		0		0		0		0		0		0		0		0		0		0

		Product/Sales/Marketing						0		0		0		0		0		0		0		0		0		0		0		0

		Engineering						0		0		0		0		0		0		0		0		0		0		0		0

		Finance						0		0		0		0		0		0		0		0		0		0		0		0

		Quality						0		0		0		0		0		0		0		0		0		0		0		0

		Manufacturing						0		0		0		0		0		0		0		0		0		0		0		0

		SCM						0		0		0		0		0		0		0		0		0		0		0		0

		Program/Project Management						0		0		0		0		0		0		0		0		0		0		0		0

		Plant Manager						0		0		0		0		0		0		0		0		0		0		0		0

		Human Resources						0		0		0		0		0		0		0		0		0		0		0		0
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RAW



		Project Name:		PTH Bottleneck Reduction								Date:



		Completed By:		Faith Over & Lee Jones								Risk Class:						MAJOR REPEATER		40



												Transition Type:

Chaudhari, Nilesh U: Please select the transition type from the given drop down list.



		Criteria				DOI		Low Risk		Moderate Risk		High Risk		Rank
[H,M,L]		DOI * Score		Comments (Required)



		Product/Process Knowledge

		Product Maturity
The production process maturity level as measured by the experience of the sending site.				10%		Mature full rate production		Limited Production Experience		New to Production or Products in Development		M		3		There is no prior experience of automated soldering in any form - robotic or selective but have experience with PTH and with autom. Through COBOT and SMT

		Receive Site Customer / Product Knowledge
The level of knowledge and experience the Receive Site has with the Send site's customers and types of products produced. 				10%		In production with same product/ customer		Some experience with product and/or customer		No experience with product or customer		L		1		have been making some products for 20+ years however somne NPIs though we have launched them our quality is poor due to increased complexity																				Eaton-To-Eaton

		Receive Site Requirements for Approval and/or Qualification
The complexity of the approval / qualification process after transition.				10%		Minimal or no Testing Requirements Expected		Internal Testing Requirements Only		High Customer Requirements / Significant Testing or 3rd Party Certification Req'd for Validation		L		1																						Plant Closure

		Send Site Process Capability
The manufacturing process capability of the Send Site for the processes being transitioned.				20%		Stable / Capable		Intermittently non-capable or unstable		Unknown / Non-capable		M		6																						Supplier-To-Eaton

		Send Site Process Capacity
The Send site's available capacity to support bridge inventory builds.				10%		Available Capacity		Some Capacity Flexibility		No Available Capacity		L		1																						Eaton-To-Supplier

		Knowledge Transfer Requirements
Human product and process knowledge retention and amount of training needed (Including Manufacturing Engineering, Maintenance Knowledge, etc)				20%		Standard Work and Process Support Fully Documented 		Some Hidden Factory and Undocumented Processes 		Processes not Documented or Standard		H		18		no standard for selective soldering.  Need to write work instructions when its in on start up 																				Intra-Plant Move

		Uniqueness of Product/Process Between Send / Receive Sites
The level difference between the Send and Receive sites in terms of manufacturing process familiarity, product complexity and demand complexity.				10%		Similar Processes and Complexity		Some New Processes and/or some Product/Demand Complexity Differences		Significant New Processes and/or Significant Product/Demand Complexity Differences		L		1																						Supplier-To-Supplier

		Equipment/Process Complexity
The degree of complexity associated with the transition of equipment.  Complexity factors that represent significant start-up risk include: automation, significant disassembly required, highly specialized maintenance, very aged equipment, equipment support availability.				10%		Little or No Equipment or Process Complexity		Moderate Equipment or Process Complexity		High Amount of Equipment or Process Complexity		H		9		Cwmbran has very limited experience of automation. Need to roll out training																				Localization

		Product/Process Knowledge Score  à 												40		40		MAJOR REPEATER



		Transition Scope

		Move Type
The type of move associated with the project.				10%		Supplier-To-Supplier or Intra-Plant Move		Eaton-To-Supplier		Supplier-To-Eaton or Eaton-To-Eaton		L		1

		Number of Product Lines / Products
The relative number (based on the organization's experience) of products and product line moves associated with the project. If the Send site is closing down, score this category high. 				20%		Low Number of product lines or products		Moderate Number of product lines or products		Large Number of product lines or products		M		6

		Number of Sending/Receiving Sites
The number of sites involved in the transition project.				20%		One-to-one		Multiple send or Multiple Receive		Multiple send and Multiple Receive		L		2

		Receiving Facility Preparation
Describes the level of preparation needed at the receiving site to accommodate the product/process. 				20%		Limited preparation required at receiving site		Moderate infrastructure required at receiving site		Significant infrastructure required at receiving site		H		18		will need to change hub area layout to make space for robotic. Will be process change aswell. If we choose selective we will need nitrogen lines & tanks

		Total Sales Impact
Annual sales (in USD) involved in the transition and number of customers impacted by the move.				10%		Transition impacts <$20M top-line sales		Transition impacts between $20M and $100M in top-line sales		Transition impacts >$100M top-line sales		L		1		Cwm Open orderbook currently $27m with hub only attributing to a proportion of that 

		Post-move Logistics Complexity
What is the complexity of the logistics after the move? Considerations include: New import/export requirements, warehouse, increased distances, number of carriers, etc.				10%		No new import/export or warehouse requirements		Some increased logistical distance and complexity and/or warehouse requirements		New import/export requirements, increased warehouse requirements, significantly increased logistical distance		L		1

		Component Resourcing Requirements
The amount of component resourcing that is required for the transition.				10%		Same supply base		Change and qualify new standard component suppliers

David G Grimmer: Must be done in either stage 3 or 5. Examples: bolts, O-rings, caps (thread protectors, dust covers), etc.		Change and qualify new component suppliers

David G Grimmer: Must be done in either stage 3 or 5		

Chaudhari, Nilesh U: Please select the transition type from the given drop down list.		L		1

		Transition Scope Score à												30		30		MAJOR REPEATER



		Performance Management

		Distribution/Aftermarket Support
What is the complexity of any new distribution/aftermarket support required?				13%		No new distribution or aftermarket support process requirements for receive site		Modified distribution or aftermarket support process requirements for receive site		New distribution or aftermarket support process requirements for receive site		L		1

		High-Five Metrics Performance
What is the current High-Five performance for both Send and Receive sites?				25%		Both send and receive sites have all green high-five performance measures 		Send or receive sites have some yellow performance items with favorable trends		Any red performance metric at Send or Receive sites		H		23

		Quality Systems Maturity
What is the lowest level of quality systems maturity of either the sending or receiving site?  Includes TS, ISO, AS certifications 				25%		Certified with Cycles of Improvement at both Send and Receive		Either send or receive is not certified to a QMS Standard		Both send or receive is not certified to a QMS Standard		L		3

		Maturity and/or Compatibility of Management Systems
Support process maturity and compatibility at the receiving site. These processes include MRP, ERP, WISPER, PDM, Finance, IT, HR, ISO14000 Cert., etc				25%		Complete or high consistency of systems between sending and receiving sites		Some consistency or alignment between sending / receiving systems		Little or no consistency of systems between sending and receiving sites		L		3

		Business Continuity Plans
What is the maturity of Business Continuity Plans at both Send and Receive sites?				13%		Fully Developed Business Continuity Plans at Send / Receive sites		Send site has a business continuity plan but the receive site does not		No Developed Business Continuity Plans at Send / Receive sites		L		1

		Performance Management Score à												30		30		MAJOR REPEATER



		Social / Cultural / Legal / Contractual

		Legal / Real Estate
The complexity of the legal and real estate characteristics of the transition.				10%		Minimum statutory requirements for move, same legal entity, no leased equipment, low send site exit complexity		Manageable statutory requirements for move, transition between legal entities		Significant statutory requirements for move, transition between legal entities, lease exit complexity, Clawback potential, new building

Cowey, Sharon: Clawback potential is the requirement to repay tax or other incentives.		

David G Grimmer: Must be done in either stage 3 or 5. Examples: bolts, O-rings, caps (thread protectors, dust covers), etc.				L		1

		Regulatory/Tax Complexity
Environmental regulatory and tax complexity of the transition. 				10%		Documented low environmental risk, no exit tax potential, favorable incentive conditions		Manageable environmental risk, moderate exit tax  		Remediation Potential, High Exit Tax Potential, Complex Incentive Conditions		M		3		selective will require waste management controls of the solder bath

		Potential Workforce Response
The risk that there will be negative workforce response to the transition.				20%		Non-union, No Negative Response Expected 		Moderate risk of work productivity decline		Unionized, high risk of productivity decline, work stoppage, retention Issues		M		6		will need to do adkar/ change management plan. Start in AHM we will trial robotic soldering on loop boards

		Safety / Security
The potential for adverse actions in response to the move.				20%		No Adverse Actions Expected		Some potential for sabotage		High potential for sabotage / attacks		L		2

		Capability of Workforce
Availability of required skill sets at the receiving site, how engaged the workforce is, and how supportive is the sending site's workforce. Includes project management skills.				20%		Send site is willing to train and required skill sets available at receive site		Send site not willing to train or low availability of skilled resources at the receive site		Send site not willing to train and low availability of skilled resources at the receive site		M		6		need to get as many people trained on new machine as possible on all levels - engineers to operators

		Transition Resources
The availability or resources to support the transition project and past experience with transitions.				10%		Resources Available / Sufficient Transition Experience		Some Resource Availability & Limited Transition Experience 		Key Resource Availability Gaps & Insufficient Transition Experience		M		3

		Cultural Knowledge
What is our knowledge of cultural factors at the sending and receiving facilities, including language?				10%		Same language, high employee engagement, high EBS maturity		Different languages, moderate employee engagement, moderate EBS maturity at receive site		Different languages, change averse employees, low employee engagement, low EBS maturity		L		1

		Social / Cultural / Legal / Contractual Score à												22		22		MINOR REPEATER











				Project Risk Classification				MAJOR REPEATER		40

				Product/Process Knowledge				MAJOR REPEATER		40

				Transition Scope				MAJOR REPEATER		30

				Performance Management				MAJOR REPEATER		30

				Social / Cultural / Legal / Contractual				MINOR REPEATER		22
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Product/Process Knowledge	Transition Scope	Performance Management	Social / Cultural / Legal / Contractual	MAJOR REPEATER	MAJOR REPEATER	MAJOR REPEATER	MINOR REPEATER	40	30	30	22	

Weighting AHP

										Main		Row/col (1, 3, 5, 7, 9)



		GM		Local Weight								Product/Process Knowledge		Transition Scope		Performance Management		Social / Cultural / Legal / Contractual

		1.00		25.0%						Product/Process Knowledge		1		1		1		1

		1.00		25.0%						Transition Scope		1		1		1		1

		1.00		25.0%						Performance Management		1		1		1		1

		1.00		25.0%						Social / Cultural / Legal / Contractual		1		1		1		1

		4.00		100.0%



										Product/Process Knowledge		Row/col (1, 3, 5, 7, 9)

										25.00%

		GM		Local Weight		Global Weight						Product Maturity		Receive Site Customer / Product Knowledge		Receive Site Requirements for Approval and/or Qualification		Send Site Process Capability		Send Site Process Capacity		Knowledge Transfer Requirements		Uniqueness of Product/Process Between Send / Receive Sites		Equipment/Process Complexity

		0.84		10.0%		2.5%				Product Maturity		1		1		1		1/2		1		1/2		1		1

		0.84		10.0%		2.5%				Receive Site Customer / Product Knowledge		1		1		1		1/2		1		1/2		1		1

		0.84		10.0%		2.5%				Receive Site Requirements for Approval and/or Qualification		1		1		1		1/2		1		1/2		1		1

		1.68		20.0%		5.0%				Send Site Process Capability		2		2		2		1		2		1		2		2

		0.84		10.0%		2.5%				Send Site Process Capacity		1		1		1		1/2		1		1/2		1		1

		1.68		20.0%		5.0%				Knowledge Transfer Requirements		2		2		2		1		2		1		2		2

		0.84		10.0%		2.5%				Uniqueness of Product/Process Between Send / Receive Sites		1		1		1		1/2		1		1/2		1		1

		0.84		10.0%		2.5%				Equipment/Process Complexity		1		1		1		1/2		1		1/2		1		1

		8.41		100.0%

										Transition Scope		Row/col (1, 3, 5, 7, 9)

										25.00%

		GM		Local Weight		Global Weight						Move Type		Number of Product Lines / Products		Number of Sending/Receiving Sites		Receiving Facility Preparation		Total Sales Impact		Post-move Logistics Complexity		Component Resourcing Requirements

		0.74		10.0%		2.5%				Move Type		1		1/2		1/2		1/2		1		1		1

		1.49		20.0%		5.0%				Number of Product Lines / Products		2		1		1		1		2		2		2

		1.49		20.0%		5.0%				Number of Sending/Receiving Sites		2		1		1		1		2		2		2

		1.49		20.0%		5.0%				Receiving Facility Preparation		2		1		1		1		2		2		2

		0.74		10.0%		2.5%				Total Sales Impact		1		1/2		1/2		1/2		1		1		1

		0.74		10.0%		2.5%				Post-move Logistics Complexity		1		1/2		1/2		1/2		1		1		1

		0.74		10.0%		2.5%				Component Resourcing Requirements		1		1/2		1/2		1/2		1		1		1

		7.43		100.0%

										Performance Management		Row/col (1, 3, 5, 7, 9)

										25.00%

		GM		Local Weight		Global Weight						Distribution/Aftermarket Support		High-Five Metrics Performance		Quality Systems Maturity		Maturity and/or Compatibility of Management Systems		Business Continuity Plans

		0.59		12.5%		3.1%				Distribution/Aftermarket Support		1		1/2		1/2		1/2		1

		1.19		25.0%		6.3%				High-Five Metrics Performance		2		1		1		1		2

		1.19		25.0%		6.3%				Quality Systems Maturity		2		1		1		1		2

		1.19		25.0%		6.3%				Maturity and/or Compatibility of Management Systems		2		1		1		1		2

		0.59		12.5%		3.1%				Business Continuity Plans		1		1/2		1/2		1/2		1

		4.76		100.0%

										Social / Cultural / Legal / Contractual		Row/col (1, 3, 5, 7, 9)

										Local Weight

		GM		Local Weight		Global Weight						Legal / Real Estate
		Regulatory/Tax Complexity
		Potential Workforce Response
		Safety / Security
		Capability of Workforce		Transition Resources		Cultural Knowledge


		0.74		10.0%		2.5%				Legal / Real Estate
		1		1		1/2		1/2		1/2		1		1

		0.74		10.0%		2.5%				Regulatory/Tax Complexity
		1		1		1/2		1/2		1/2		1		1

		1.49		20.0%		5.0%				Potential Workforce Response
		2		2		1		1		1		2		2

		1.49		20.0%		5.0%				Safety / Security
		2		2		1		1		1		2		2

		1.49		20.0%		5.0%				Capability of Workforce		2		2		1		1		1		2		2

		0.74		10.0%		2.5%				Transition Resources		1		1		1/2		1/2		1/2		1		1

		0.74		10.0%		2.5%				Cultural Knowledge
		1		1		1/2		1/2		1/2		1		1

		7.43		100.0%





Activity Matrix



						Project Name:		PTH Bottleneck Reduction



						Risk Classification:

Chaudhari, Nilesh U: This is auto populated field from RAW tab
		MAJOR REPEATER												Transition Type:

Chaudhari, Nilesh U: This is auto populated field from RAW tab
												0



								

David G Grimmer: Individual activities may be deselected. See "Activity Matrix Setup" activity under the Project Management Work Package for additional information.		TRANSITION TYPE																STAGE SEQUENCING

David G Grimmer: Gray cells under the Stage Sequencing columns in the Activity matrix indicate in which stage activities are typically performed. The team has the ability to modify in which stages activities will actually be performed by placing an X in the applicable stage columns 0-6.
																RESPONSIBILITIES

Eaton Hydraulics: Suggested lead and support responsibilities are identified for each activity. 																												TIMING								STATUS

c9975693: ENTER a "G", "Y", "R", or "N" for each activity below.

G = GREEN:
The activity is 100% complete AND results support moving to the next stage.
Y = YELLOW:
Case 1:  The activity is at least 75% complete and a documented completion plan is in place AND results obtained up to this point support moving to the next stage.
Case 2:  The activity is 100% complete AND results indicate risks or concerns with moving to the next stage.
R = RED:
Case 1:  The activity is less than 75% complete.
Case 2:  The activity is at least 75% complete but there is no documented completion plan in place.
Case 3:  The activity is at least 75% complete but results indicate against moving to the next stage.
N = N/A:
There is no work for the activity in the current stage or the activity has been deselected						REFERENCE DOCUMENTS

				Activity Numbering		ACTIVITY OUTPUTS		 ACTIVITY
LEVEL
SCALING  (Yes / No)		       Eaton-To-Eaton

Dan Reynolds: EATON-TO-EATON:
A product transition involving the movement of one or more lines, cells, equipment or tooling from one Eaton location to another Eaton location. This is for Eaton-owned equipment/tooling and may be at the full product, sub-assembly or component level.   This may involve a plant closing or country where Eaton has little to no experience, or where the receiving site has no or minimal product and process knowledge.

		       Plant Closure

David G Grimmer: EATON-TO-EATON:
An Eaton-To-Eaton move that includes a plant closing.		       Supplier-To-Eaton

Dan Reynolds: SUPPLIER TO EATON:
A transition insourcing (or contracting in) is taking product design and/or manufacturing of components currently being done by an Eaton Supplier and moving this work into an Eaton owned facility.   Insourcing is a business decision that is often made to maintain control of critical production or competencies.
		       Eaton-To-Supplier

Mark Gray: EATON TO SUPPLIER:
A transition that involves taking product design and/or manufacturing of components currently produced at an Eaton facilities and contracting with a third-party manufacturer to produce the components for Eaton.  The decision to outsource is often made in the interest of lowering costs, redirecting energy at the competencies of a business or making more efficient use of land, labor, capital, technology and resources.   
		       Intra-Plant Move

Dan Reynolds: INTRA-PLANT MOVE:
A product transition involving manufacturing lines or cells moving within one location.  This does not involve a plant closing and there is some level of product and process knowledge.
		       Supplier-To-Supplier

Mark Gray: SUPPLIER TO SUPPLIER:
A transition involving taking materials or components currently produced by an Eaton supplier and moving the business to another supplier.  This transition involves a major material or component that potentially impacts multiple Eaton manufacturing locations and involves a considerable amount of supplier spend.  
		       Localization

Chaudhari, Nilesh U: Localization- Developing a new manufacturing product line or cell or supplier for the region or geographic location without moving existing plant or cell or supplier which is already exist in another region or geographic location. This is only for existing Product.				0		1		2		3		4		5		6				       Sales/Marketing		       Product Engineering		       SCM/Logistic/Supplier Quality		       Materials Management		       Operations		       Quality		       Human Resources		       Finance		       Information Technology		       Facilities		       EHS		       Project Manager

c9975693: Project Manager:
This role may be fulfilled by a formal project/program manager. In cases where this function is not available to the team,  this role will be served by another team member designated as the project lead. 
		ACTIVITY LEAD				       Target Completion Date

MOOTSJC: Targets are established at the beginning of the project (or stage).  Actuals are reflected for status or gate reviews.		       Actual Completion Date

Eaton Hydraulics: Targets are established at the beginning of the project (or stage).  Actuals are reflected for status or gate reviews.		       Completed on Time (y / n)

Eaton Hydraulics: Enter a Y  if the Actual Date is  Equal to or Earlier than the Target Date. Enter an N if the Actual date is After the Target Date.				N
		COMMENTS				TEMPLATES

c9975693: Templates are available to assist in completing the activity deliverables. These templates can be modified to meet business needs. However,
Red boxed Red font templates cannot be modified or replaced. They must be used as provided for completing the indicated activity deliverables.		 GUIDES   

c9975693: Guidelines, examples, sample documents, policies, procedures, methods, industry standards and work instructions to assist in completing the activity.
		FILE LOCATION				Deselected?

				1.0		Sales, Marketing & Voice of Customer				TRUE		TRUE		TRUE		TRUE		TRUE		TRUE		TRUE																				m		l		l		m		m		m		l										m

		FALSE		1.1		Customer Identification & Informal Customer Discussion

E0021386: CUSTOMER IDENTIFICATION:
The process of ensuring that complete customer contact information exists prior to the  move.  This would include all current customers: OEMs, end customers & distributors.  Common customers between various brand lines should also be identified and addressed with one customer service contact wherever possible. 

CUSTOMER DISCUSSIONS: 
Dialogue with customers regarding the timing of the transition & the timelines for customer approvals.  This activity could involve creation of multi-functional transition teams which include key customer personnel. Discussions should include all customer issues related to the transition such as existing customer contracts, tier one customer communication plan, customer approvals required (including end Customer level), etc.  These discussions should be held in the initial stages of the project, before the actual move of product and/or service. Consider confidentially considerations with all stakeholders including employees, suppliers, community, etc. when deciding when to initiate customer discussions. 						

David G Grimmer: EATON-TO-EATON:
An Eaton-To-Eaton move that includes a plant closing.		N		R		R		R		R		S		S		R																				l		m						m		m												m																												Y

		FALSE		1.2		Contract/Legal/Regulatory Review

c9975693: CONTRACT/LEGAL/REGULATORY REVIEW:
Review all customer contracts for requirements and restrictions.  Also, government regulations impacting the transition should be reviewed.

														

Chaudhari, Nilesh U: This is auto populated field from RAW tab
		

Dan Reynolds: SUPPLIER TO EATON:
A transition insourcing (or contracting in) is taking product design and/or manufacturing of components currently being done by an Eaton Supplier and moving this work into an Eaton owned facility.   Insourcing is a business decision that is often made to maintain control of critical production or competencies.
		n		R		R		R		R		S		R		R																				l		m				m		m		m										m		m																												Y

		FALSE		1.3		Sales/Marketing Assessment / Product Rationalization & Strategy

E0021386: SALES/MARKETING ASSESSMENT & STRATEGY:
A process to determine the current state of sales & marketing personnel, systems, programs, etc. for products involved in transition.  This would include sales channels, distributor programs, trade show assets/strategy, literature, promotional items, websites, mailing lists of customers, sales incentive programs, IT requirements, etc. This assessment should highlight activities necessary to develop branding, channel, literature, supporting material, and customer communications strategies with implementation timelines.  It should also lead to development of a sales & marketing budget for the transition.

The assessment should include a forecast of future demand for the product that would be used as an input for capacity planning and SIOP.

PRODUCT LINE RATIONALIZATION & STRATEGY:
Rationalizing existing product lines to eliminate or outsource products and product variations that are problem prone, don’t "fit" into a flexible environment, have low sales, have excessive overhead demands, are not really appreciated by customers, have limited future potential, may really be losing money.
										

Mark Gray: EATON TO SUPPLIER:
A transition that involves taking product design and/or manufacturing of components currently produced at an Eaton facilities and contracting with a third-party manufacturer to produce the components for Eaton.  The decision to outsource is often made in the interest of lowering costs, redirecting energy at the competencies of a business or making more efficient use of land, labor, capital, technology and resources.   
		n		R		R		R		S				S		S																				l		m		m				m								m		m				m																				Product Naming Approval Form

David G Grimmer: In order to access this form, please follow these steps;
1. Click link to access the Communications and Brand Center
2. Search the site for Product Naming Standards and Product Naming Form

(Note: This is Corporate Required Form)								Y

		FALSE		1.4		Customer Protection Strategy and Plan

David G Grimmer: STAGE-1
CUSTOMER PROTECTION STRATEGY
A process to understand the potential customers that will be impacted by the transition and put in place a strategy to help ensure continuity of supply during the transition.  Use the outputs from the Customer Identification and Contract/Legal /Regulatory reviews to prioritize customers for the strategy considering customer  contractual obligations.  Use the Risk Management plan to understand the potential for disruption of supply at the send site. 

Review recent send site production output and capacity to determine speed at which customer protection inventory could be built.  Review site Business Continuity Management (BCM) plan to understand where dual capability exists for the products.  If a site BCM plan does not exist, determine where potential dual capability exists for manufacturing.

Based on customer priority  and risk of disruption, determine the amount of customer protection inventory that should begin to be built.  Determine if alternate storage location / capacity is needed for the added inventory.  Determine if dual capability /  capacity for product should be developed and executed in stage 1.

If customer protection inventory or dual capability is warranted, then begin building inventory or development of dual capability / capacity. 

STAGE-2
Customer Protection Plan
A Customer Protection Plan defines the methods the team will use to achieve a required high degree of customer satisfaction during  the transition. The following are typical components of a Customer Protection Plan:
• Continuous achievement of customer delivery schedule
      - Evaluate risk of production slowdown or work stoppage at send site when an announcement is made, or if the project is working towards an accelerated execution schedule and bridge inventory builds needed to get started early
      - Based on risk, begin building customer protection inventory, evaluating increases in safety stock, in order to increase the inventory
      - Considerations often have to be made for special storage locations of this additional stock
      - Develop a communications plan for how to describe what is being done in order to satisfy concerns while maintaining required confidentiality
• Customer service and warranty returns provided in the same or equivalent manner before, during and after the transition
• Quality performance level at receive site is equal to or better than the send site
• Identification of the any customer validation requirements due to the proposed transition
• Meeting the contractual requirements (communication, approval and PPAP)
• Compliant to government regulations and laws
												

Dan Reynolds: INTRA-PLANT MOVE:
A product transition involving manufacturing lines or cells moving within one location.  This does not involve a plant closing and there is some level of product and process knowledge.
		n		R		R		R		R		R		R		R																				m		m		m		m		l		m												m																												Y

		FALSE		1.5		Customer Communications  Plan

c9975693: CUSTOMER COMMUNICATIONS PLAN:
The plan to communicate with the customers (internal and external) affected by the transition. The plan describes the information to be communicated, why it is needed, who needs it, who does it, when it is needed, and how it will be distributed. 

														

Mark Gray: SUPPLIER TO SUPPLIER:
A transition involving taking materials or components currently produced by an Eaton supplier and moving the business to another supplier.  This transition involves a major material or component that potentially impacts multiple Eaton manufacturing locations and involves a considerable amount of supplier spend.  
		n		R		R		R		R		S		S		R																				l				m		m		m		m												m																				CS-06007-T								Y

		FALSE		1.6		Product Line Rationalization Plan and Execution

E0021386: PRODUCT LINE RATIONALIZATION PLAN:
Rationalizing existing product lines to eliminate or outsource products and product variations that are problem prone, don’t "fit" into a flexible environment, have low sales, have excessive overhead demands, are not really appreciated by customers, have limited future potential, may really be losing money.

																

Chaudhari, Nilesh U: Localization- Developing a new manufacturing product line or cell or supplier for the region or geographic location without moving existing plant or cell or supplier which is already exist in another region or geographic location. This is only for existing Product.		n		S		S		S		S																										l		m				m		m		m												m																												Y

		FALSE		1.7		Sales / Customer Service Plan and Readiness Reviews

E0021386: STAGE-2
SALES / CUSTOMER SERVICE PLAN:
Plan for training customer service, field sales, product managers and other relevant sales & marketing personnel on products affected by the transition.  It should include customer shipping notification systems, order management systems, Eaton preferred terms, & warranty procedures.  

STAGE-3
CUSTOMER SERVICE READINESS REVIEW:
This is a cross- functional review of customer service readiness in anticipation of quality or delivery concerns from the customer as well as other specific Divisional or Group required activities.  The review is typically a one-day exercise to test the customer service reaction plans for customers, supply chain or internal concerns.  The test should include at a minimum customer service response time, review of training completed by each of the customer service representatives, the procedures, paper or paper less systems to address concerns, and follow up actions plans.

SALES & CUSTOMER SERVICE:
Execute the plan for customer service, field sales, product managers and other relevant sales & marketing on products affected by the transition.  It should include customer shipping notification systems, order management systems, Eaton preferred terms, & warranty procedures.  
																				

David G Grimmer: Gray cells under the Stage Sequencing columns in the Activity matrix indicate in which stage activities are typically performed. The team has the ability to modify in which stages activities will actually be performed by placing an X in the applicable stage columns 0-6.
		n		R		R		S		S				S		R																				l				m				m		m						m		m				m																												Y

		FALSE		1.8		Customer Contracts, Approval Requirements & Visit

E0021386: STAGE-2
INITIAL CUSTOMER APPROVAL REQUIREMENTS / COMMUNICATIONS:
These could include customer specific approvals such as PPAPs, First Article Inspections, as well as standards approvals/certifications such as ISO, CSA, UL etc…  These requirements are an input to the development of the detailed plan and may require long lead times to complete.  Any customer contractual requirements need to be addressed in our planning.

STAGE-3
CONTRACT/LEGAL/REGULATORY REVIEW:
Review all customer contracts for requirements and restrictions.  Also, government regulations impacting the transition should be reviewed.  Negotiate potential changes to the contracts to mitigate risk associated with the transition and finalize all go forward contracts.

FINALISE CUSTOMER APPROVAL REQUIREMENTS / COMMUNICATIONS:
These could include customer specific approvals such as PPAPs, First Article Inspections, as well as standards approvals/certifications such as ISO, CSA, UL etc…  These requirements are an input to the development of the detailed plan.

STAGE-4
CUSTOMER VISITS: 
This includes planning, scheduling, coordinating and gathering feedback from requested and required customer visits of the receiving site.  Customers may require testing/verification of limited production runs to assess quality. This should be aligned to any customer contractual requirements outlined in stage 3.		n		R		R		R		R		R		R		R																				l		m				m		m		m												m																												Y

		FALSE		1.9		Customer Satisfaction & Performance Monitoring

David G Grimmer: CUSTOMER SATISFACTION & PERFORMANCE MONITORING: 
Customer Satisfaction is broadly defined as the degree to which customer expectations are met or exceeded with respect to performance of the project.  Given that a fundamental objective of any transition project is to make the transition appear seamless to the customer, customer satisfaction is directly tied to operational performance measures of OTD and quality (Customer DPPM, Scrap/Rework).  These performance measures are baselined on the Project Scorecard for the sending site at Gate 2, captured as an objective in the Project Scorecard for Gate 5, and their attainment confirmed at Gate 5.  Any variances at the receiving site from the baseline performance of the sending site shall be analyzed using the organization’s Corrective Action processes and tools in accordance with EQS Policy MAI-15: Corrective & Preventive Action.  In addition to performance measurement, the Customer Satisfaction Survey template is used to measure the overall customer satisfaction in Stage 5.  These survey-based Customer Satisfaction results are reported on the Project Status at Gate 5. 		n		R		R		R		R		S		S		R																				l		m						m		m												m																				CS-02028-T		CS-02029-G						Y

		FALSE		1.10		Customer Communication(s)/ Notification(s) and Feedback

E0021386: CUSTOMER NOTIFICATION: 
The notification should include changes in customer contacts such as customer service, pricing, accounts receivable, field sales, technical support, warranty, supplier codes.  It is also important to communicate what would not change in key areas such as Channel, Brand names, plant operation etc.  The notification channels such as telephone, email, websites, distributor meetings etc. as well as notification schedule & responsible personnel should be defined.

CUSTOMER COMMUNICATIONS:
This activity includes all the necessary customer communications regarding the transition timeline/progress as well as any updates to customer product demand for inventory planning purposes.  Customer concerns and risk should be captured and communicated to the project team.
		n		R		R		R		R		S		S		R																				l		m						m		m												m																												Y

		TRUE		2.0		Materials Mgmt/Suppliers/Logistics																																				m		l		l		m		m		m		l										m

		FALSE		2.1		Logistics (Inbound & Outbound) Assessment & Strategy

David G Grimmer: LOGISTICS (INBOUND & OUTBOUND) ASSESSMENT & STRATEGY
This element is intended to review the impact of the project on logistics, including cost and transit time for inbound and outbound shipments, as well as to determine any changes or adjustments to the logistics strategy.  This might include adjustments to the distribution strategy based on a change in location.  Corporate or Sector level logistics may be able to provide assistance in modeling the changes in logistics costs and transit time based on location changes.  They may also be able to assist with evaluating changes to the logistics strategy to help support the transition process.  An example of a change to logistics strategy would be the development of the Pharr , TX warehouse that supports the Reynosa, Mexico facility.  This facility enables the Reynosa Plant to provide suppliers a US address for inbound supplier shipments, which can then be consolidated for the short transit to the plant.  Similarly, outbound shipments can cross the border on a consolidated basis to the warehouse, and can then be shipped as domestic shipments to US customers. 
		N		R		R		R		S				S		R																						m		l		m		m		m				m								m																												Y

		FALSE		2.2		Supply Chain Mgmt Assessment & Strategy

E0021386: SCM ASSESSMENT & STRATEGY:
An itemized review that helps determine potential elements of concern which must be addressed prior to the completion of the transition project.  The assessment should be conducted by the Supply Chain representative from the sending facility.  The gaps identified will assist in the selection of the transition team members, identify capital, expense needs, future supply base needs, logistics plan, etc.  It is recommended that a cross functional team be used to conduct the assessments.

		n		R		R		R		R		S		R		R																						m		l		m		m		m				m						m		m																												Y

		FALSE		2.3		Materials Management Assessment & Strategy

c9975693: MATERIALS MANAGEMENT ASSESSMENT & STRATEGY: 
An evaluation of business inventory (finished goods, WIP and raw) designed to optimize inventory turns / working capital.  Includes a review of current initiatives to meet or exceed the inventory reduction targets established in the profit plan.  Also includes a review of existing tools to track inventory performance, identified actions and results.  This evaluation involves working closely with Demand Management, Mfg operations and suppliers.

		N		R		R		R		R		S		S		R																						m		m		l		m												m		m																												Y

		FALSE		2.4		Capacity Plan-External 

E0021386: CAPACITY PLAN – EXTERNAL:
This is an analysis of the ability of an Eaton supplier (external) to meet estimated customer demand. The capacity plan would identify the ability of the facility to purchase materials, and suppliers to produce components, sub-assemble components, and/or assemble full assemblies at some estimated number of units per day. Capacity analysis must take into account employee holidays and vacations, scrap and rework rates, and current and expected overall volume of business (Eaton and other customer requirements).  The plan should take into account any planned bridge inventory builds and be aligned to the internal capacity plan.

																																				

Eaton Hydraulics: Suggested lead and support responsibilities are identified for each activity. 		N		R		R		R		R		S		R		R																				m				m		l		m										m																																Y

		FALSE		2.5		Logistics Plan (Finished Goods/Inbound/Outbound/Equipment)

E0021386: LOGISTICS PLAN (INBOUND & OUTBOUND):
This plan includes logistical information relative to physical transition (equipment transfer), interim inbound and outbound during transition, and final production inbound and outbound logistics.  What are the financial impact on logistics from the transition.  
		N		R		R		R		S				S		R																								l		m		m		m								m		m																														Y

		FALSE		2.6		Sourcing Plan - Direct & Indirect

E0021386: SOURCING PLAN:
Plan that includes suppliers that will be retained and the identification of any new sourcing requirements. Includes re-negotiated terms (as required).

Any changes in the supply base must not take place during the transition of the internal manufacturing processes.  Existing supplier components must be used prior to the transition and to verify production at the receiving site.  A supplier change can occur prior to the transition so long as the supplier has reached a steady state of production at the send site prior to transition.

In addition, it may be necessary to consider the multiple levels of suppliers that exist.  i.e. the suppliers to our suppliers 

The plan includes a gap analysis, which is a comprehensive review of the future supplier requirements compared to current suppliers.  Creation of identified gaps and development of action plans to close the gaps.

		N		S		S		S		S				S		R																								l		m		m		m																																Procurement Excellence

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Procurement Excellence site and associated processes and tools


		CS-02044-G						Y

		FALSE		2.7		Materials Plan (Send & Receive Site Schedules)

c9975693: MATERIAL PLAN:
A plan that describes the strategies for making material available for product manufacturing. This plan includes material scheduling approaches (such as MRP/ERP, and Pull System (Kanban) techniques), and inventory management options.  Includes scheduling materials from the supply base as well as scheduling within the shop floor.   The order and forecasting processes should also be included.

Include knowledge transfer to receive site.  Document processes and “Hidden Factory” and establish standardized work at the send site prior to transition.  Define a training plan for receiving site.
		n		R		R		R		R		R		R		R																				m				m		l		m		m												m																												Y

		FALSE		2.8		Supply Base Communications

E0021386: SUPPLY BASE COMMUNICATIONS PLAN:
Plan for communicating and training Supplier requirements to employees and the development of routings instructions to suppliers.  (Includes all Logistics)



		N		R		R		R		R				S		R																								l		m		m		m												m																				CS-06007-T								Y

		FALSE		2.9		Inventory Management Plan, Execution & Materials Scheduling 

c9975693: STAGE-2
INVENTORY MANAGEMENT PLAN:
The impact to inventory should be considered and planned for every transition.  How will inventory change as part of the transition.  Will point of use inventory, “Water Spider” delivery system , and/or pull systems be used?

BRIDGE INVENTORY PLAN
A bridge build plan should be defined based on the risk associated with the transition.  Need to understand the production capability during the transition: no production capability, limited capability, dual capacity build in advance of transition.  What is the planned down time for production?  Need to understand supplier capacity and production capacity to build bridge.  Define a bridge build and burn down schedule (units and $).  Estimate the premium cost to build bridge and planned DOH impact.  Based on capacity during transition the plan should consider building “A” items for bridge and build “C” items on demand to minimize risk of excess inventory at the completion of the project. The plan should consider the risk assessment of re-startup problems. Relying on bridge inventory represents risk. Consider the possibility of minimizing reliance on bridge inventory by creating dual capacity at receive site. Get the new capacity up and running at the receive site pre-move, then transition "A" items to the new capacity. As equipment is freed up at receive site, transfer the equipment to support the transition of "B" and "C" items.

For transitions to a new location, the impact on inventory if the supply chain is stretched.  Consider border crossing requirements and time.  Understand the impact of demand variability on longer supply chain.  Define the warehousing plan for production parts.  Consider obsolescence / internal and external warehousing of materials / special application of imported material i.e. manage inventory through 3rd party logistics. 

STAGE-3
EXECUTE INVENTORY MANAGEMENT:
Inventory Control, Reorder points, reorder quantities, part storage in receive site (including racking strategy, point of use inventory, internal kanbans, etc.), Bridge build execution, bridge storage, etc.

EXECUTE SCHEDULING OF MATERIALS:
Includes scheduling materials from the supply base as well as scheduling within the shop floor.  Including knowledge transfer to the receiving site.  This includes a MATERIAL PROCUREMENT PLAN: A plan that describes the strategies for making material available for product manufacturing. This plan includes material scheduling approaches (such as MRP/ERP, and Pull System (Kanban) techniques), and inventory management options.

SALES ORDER MONITORING & RESPONSE PLANS:
Monitoring and looking for abnormal demand from the customer in anticipation of the transition. Responses include:
- Customer communication to understand what is driving the change
- Forecasting customer requirements vs. bridge inventory plans
- Communicating with suppliers and all stakeholders
- Understanding capacity availability during the move 		N		R		R		R		R		S		S		R																				m				m		l		m		m												m																						CS-02036-G						Y

		FALSE		2.10		Import / Export Action Plan and Regulatory Compliance Completion

c9975693: STAGE - 2
IMPORT/EXPORT PROCESS PLAN:  
The import/export process must be defined for production components/inventory and any equipment that will cross country borders.  [For those transitions involving moving production to Mexico, recent law changes in 2016 require rigorous traceability of temporary inventory to minimize VAT payments.  Full deployment of the GTM Standard Work (20-Step Process) is required as part of the transition project scope.]  The country of origin and final destinations should be known for components and equipment.  The process must take into account logistics plan, warehouse plan, inventory impact (where temporary inventory management is required, bill of materials must be reviewed to ensure accuracy to agreed upon production processes i.e. using production order BOM’s), existing component transfers and supplier shipments, equipment transfers for project, paperwork requirements (equipment and parts), customs broker requirements, tariff/duty estimates, import regulations, fixed asset and component inventory valuations, part marking requirements (e.g. made in Mexico), packing requirements (including pallet material, etc.),  GTM (Global Trade Management) Legal and EHS should be consulted to ensure full compliance.

STAGE - 3 & 4
IMPORT/EXPORT ACTION PLAN and REGULATORY COMPLIANCE COMPLETION: 
The site has completed the plan & action items and is in full compliance with applicable laws related to both origin and final destinations countries.  The country of origin should be known for all components and equipment.   For transitions to Mexico, Fixed Asset Recordkeeping to prove ownership of fixed assets to the Mexican government must be maintained and reconciled to a related pedimento and invoice (this applies to component inventory as well).  In addition, Mexico transitions must deploy and ensure deployment of the Vastera temporary inventory management system.  To ensure VAT payments are accurate, the site must have fully deployed the GTM (Global Trade Management) Standard Work (20-Step Process) and embedded these process steps in the Plant operating system.  Consult the GTM (Global Trade Management) Team for additional guidance regarding local laws. 		N		S		S		S		S				S		S																								l		m		m												m		m																						CS-02043-G						Y

		FALSE		2.11		Supply Base Transition  Preparation

E0021386: PREPARE SUPPLY BASE FOR TRANSITION:
This activity includes all steps needed to ensure a smooth and reliable shift in production to a new location.

SUPPLIER CONTACT LIST:
Current key supplier contact names and titles (e.g. Plant Manager, Quality Manager, Production Manager, etc.) that includes contact information including phone & fax numbers, email addresses, etc. that are provided by the supplier via the Supplier Profile module of WISPER. 

		N		R		R		R		R				R		R																						m		l				m		m												m																												Y

		TRUE		2.12		Production Schedule

E0021386: PRODUCTION SCHEDULE: 
The number of product units that are planned to be built in a specified period of time. Production schedules must be communicated to suppliers as needed.

		Y		R		R		R		R		R		S		R																				m		m		m		l		m								m		m				m																												N

		FALSE		2.13		Bridge Inventory Builds & Management

E0021386: BRIDGE INVENTORY:
The quantity of finished goods needed in inventory prior to a transition of a product line.  The bank size should be determined based on the time required to move the line, set the line up again and the time required to get approval from customers. The bank in most cases will be scheduled and tracked by the logistics organization during the transition.  It is necessary to involve Supply Chain Management (Purchasing) so all suppliers are notified of the increase in demand and the transition of product to a new or existing facility.
		N		S		S		S		S		S		S																						m				m		m		l		m												m																						CS-02036-G						Y

		FALSE		2.14		Materials Management & Procurement Responsibility Cutover

E0021386: MATERIAL PROCUREMENT:
Execute the plan for making material available for product manufacturing. This plan includes material scheduling approaches (such as MRP/ERP, and Pull System (Kanban) techniques), and inventory management options.
		N		R		R		R		R				S		R																								m		l		m														m																												Y

		FALSE		2.15		Supplier Monitoring & Control 

E0021386: SUPPLIER MONITORING AND CONTROL: 
Supplier Monitoring and Control includes supplier delivery, performance and process monitoring.  Process monitoring provides an assessment of the ongoing consistency of the process for production. The monitoring is used to determine if the process is capable of statistically producing the product to the desired dimension or characteristic. The process capability monitoring should be performed on characteristics identified in the control plan, and based on the appropriate sample size. This should be used as a continuous improvement tool both in-house and as required by suppliers.		N		R		R		R		R				R		R																								m		l		m														m																						EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		FALSE		3.0		Supplier Resourcing - Pre-Move

David G Grimmer: These activities apply to Eaton-To-Eaton, Plant Closure, and Supplier-To-Eaton moves where there are plans for supplier re-souring of supplied components prior to the move. In these cases, all supplier resourcing activities are accomplished prior to the move that will occur in stage 4. Alternatively, required supplier re-sourcing of components can be accomplished in stage 5 after the move.																																																												

Grimmer, David G: The Activity Lead column is an optional use column that can be used to identify one or more specific individuals, or project / business specific lead functional roles, who have responsibility for executing the activity.		

c9975693: Project Manager:
This role may be fulfilled by a formal project/program manager. In cases where this function is not available to the team,  this role will be served by another team member designated as the project lead. 
		N																																		m		l		l		m		m		m		l										m

		FALSE		3.1		Supplier Sourcing - Supplier Site Assessment (SSA)

E0021386: SUPPLIER SOURCING - SUPPLIER SYSTEMS ASSESSMENT (SSA):
The process of selecting external suppliers for direct and indirect materials and services. This process is based on reviewing past and recent supplier performance on quality, on time delivery, service, and process improvement as well as approved supplier lists (ASL) and strategic sourcing considerations. In addition, consideration of present and future production capacity will lead to value-added supplier alternatives.

Following the SCM Standard Sourcing Process will mitigate risks and improve consistency of sourcing performance.

A Supplier Systems Assessment (SSA) should be completed by the Supplier to confirm that an effective quality management system has been implemented.  If the Supplier has completed an SSA within the last three years, the PROLaunch team should consider if the planned changes associated with the project are complex enough to warrant another SSA.  Factors of complexity to be considered for the supplier include:  significant business growth that will require addition of resources, introduction of new manufacturing processes, changes in leadership since the previous SSA, etc.		N		R		R		R								R																						m		l		m		m		m												m																				Global SSA								Y

		FALSE		3.2		Design and Specification Review

Henderson, Stephen A: DESIGN AND SPECIFICATION REVIEW:
The process of reviewing design specifications with suppliers. Design specifications include: drawings, notes, materials, referenced specifications, and special characteristics with accompanying ongoing quality requirements.  Where appropriate, the reviews may also cover design applications, customer touch points, design validation and testing requirements, key elements of DFMEA such as design failure modes, effects, and severity rankings, packaging requirements, advanced product quality planning (APQP) and production part approval process (PPAP) requirements.  In cases where the supplier has design responsibility, the reviews should cover all design requirements and APQP/ PPAP requirements, including validation/testing requirements.

The primary objectives of Supplier Design/Print Review are to leverage supplier expertise to improve the Eaton design and to ensure the supplier clearly understands all requirements and has the capability to meet them.  Reviews may be more effective with cross-functional support from both Eaton and the supplier.  Eaton cross-functional participation may include Engineering, Operations, Procurement, and Quality.  Supplier cross-functional participation should go beyond Sales, to include Engineering, Operations and Quality. For critical items, reviews may be as involved as multiple on-site meetings.  For less critical items, the reviews may be remote meetings via web-conference or may simply involve providing the requirements to the supplier and requesting written feedback.

Early supplier engagement is essential to leverage supplier expertise, later supplier reviews may focus more on supplier understanding of requirements, and capability to meet them.
		N		S		S		S								S																						m		l		m		m		m												m																				APQP/PPAP 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


								Y

		FALSE		3.3		Define Supplier PPAP Requirements

E0021386: DEFINE SUPPLIER PRODUCTION PART APPROVAL PROCESS (PPAP) REQUIREMENTS:
The requirements for PPAP submission should be defined based on guidelines in the AIAG PPAP Manual and the expectations should be communicated to the supplier in a PPAP Request letter.  
This is the method of validating product supplied by new suppliers introduced as part of the transition project.  

																																																																

MOOTSJC: Targets are established at the beginning of the project (or stage).  Actuals are reflected for status or gate reviews.		N		R		R		R								R																						m		l		m		m		m												m																				APQP/PPAP 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		FALSE		3.4		Supplier Readiness Review Checklist

E0021386: NEW SUPPLIER READINESS CHECKLIST: 
Supplier readiness checklist including system transitions, receiving inspection, and supplier communications (communications to the supply base what they need to know to be successful).  Any other special considerations should be included.
																																																																		

Eaton Hydraulics: Targets are established at the beginning of the project (or stage).  Actuals are reflected for status or gate reviews.		N		R		R		R								R																						m		l				m		m												m																				CS-02011-T								Y

		FALSE		3.5		Supply Base Development/Readiness

e0038196: SUPPLY BASE DEVELOPMENT/READINESS : 
Supply Base Development/Readiness is on-site production readiness review that includes a review of the appropriate development documentation (as shown below), witnessing the supplier production trial run, and performing a process audit.

SUPPLIER READINESS REVIEWS: 
Review session(s) with suppliers that help communicate expectations and requirements that may include: transition status, key dates, quality planning, logistics processes & provider, PPAP/FAIR documentation requirements, closure of DMRs & open corrective actions, validation testing, gauging, tooling transfers, IT processes, etc.

SUPPLIER PRODUCTION TRIAL RUN : 
The production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time (run-at-rate). The validation of the effectiveness of the manufacturing process begins with the production trial run (both internally and at supplier locations). The minimum quantity for a production trial run is usually defined by the customer, but can be exceeded to gain additional experience with the product.

SUPPLIER PRE-PRODUCTION TRIAL RUN VERIFICATION / PROCESS AUDIT : 
The determination as to whether the supplier is ready for production. A process audit may be used to determine supplier readiness as found within WISPER. The pre-production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time.

PROCESS CAPABILITY STUDY: 
The study that provides an assessment of the readiness of the process for production. Consideration of supplier processes should be included as appropriate. The evaluation is used to determine if the process is capable of statistically producing the product to the desired dimension or characteristic. The process capability study should be performed on characteristics identified in the control plan, and based on the appropriate sample size. 

MEASUREMENT SYSTEMS ANALYSIS: 
The analysis should include, at a minimum, the determination of gage linearity, accuracy, repeatability, reproducibility, and correlation for duplicate gages. (Includes supplier, Eaton and customer owned gages) 

PRODUCTION PART APPROVAL DOCUMENTATION: 
Production part approval documentation records evidence that designated customer engineering design record and specification requirements are properly understood by Eaton and that the process has the potential to produce product meeting these requirements during an actual production run. The production part approval documentation is a compilation of product-related and process-related documentation as specified by the customer. Examples are the AIAG’s PPAP process outputs and the First Article Inspection Report (FAIR). Depending on the project, “customer” could refer to a specific customer organization (external or another Eaton business unit), or in the case of products developed for distribution in the open market, it could refer to the applicable Eaton internal quality organization. Supplier Production part approval performance must be tracked via WISPER.																																																																				

Eaton Hydraulics: Enter a Y  if the Actual Date is  Equal to or Earlier than the Target Date. Enter an N if the Actual date is After the Target Date.		N		S		S		S								S																						m		l		m		m		m												m																				CS-02011-T		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		FALSE		3.6		Supplier Production Validation (PPAP)

E0021386: SUPPLIER PRODUCTION VALIDATION (PPAP) :
The method of qualifying new suppliers introduced as part of the transition project by utilizing the Production Part Approval Process (PPAP).  The supplier production part approval documentation records evidence that designated customer engineering design records and specification requirements are properly understood by the supplier and that the process has the potential to produce product meeting these requirements during an actual production run. The Release for Production drives the supplier production part approval process and requirements. The documentation is a compilation of product-related and process-related documentation as specified by Eaton.  Depending on customer requirements, the documentation may include "material declarations" to demonstrate environmental compliance.  Examples are the AIAG’s PPAP process outputs and the First Article Inspection Report (FAIR). WISPER is the primary tool for communicating PPAP and FAIR status to the supplier.

																																																																								

c9975693: ENTER a "G", "Y", "R", or "N" for each activity below.

G = GREEN:
The activity is 100% complete AND results support moving to the next stage.
Y = YELLOW:
Case 1:  The activity is at least 75% complete and a documented completion plan is in place AND results obtained up to this point support moving to the next stage.
Case 2:  The activity is 100% complete AND results indicate risks or concerns with moving to the next stage.
R = RED:
Case 1:  The activity is less than 75% complete.
Case 2:  The activity is at least 75% complete but there is no documented completion plan in place.
Case 3:  The activity is at least 75% complete but results indicate against moving to the next stage.
N = N/A:
There is no work for the activity in the current stage or the activity has been deselected		N		R		R		R								R																						m		l		m		m		m												m																				APQP/PPAP 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		TRUE		4.0		Manufacturing & Operations																																				m		m		l		l		m		m		l										m

		TRUE		4.1		Strategy & Plans

		FALSE		4.1.1		Product Engineering Assessment & Strategy

e0045542: ENGINEERING ASSESSMENT & STRATEGY:
A detailed assessment of the engineering status of the products/processes that are being targeted for transition. The assessment should be conducted by the Engineering representative from the sending facility.  The result of the assessment should help identify key engineering areas of focus prior, during and after transition. The assessment should include but is not limited to:
- product design changes in process and proposed
- engineering documentation updates
- testing requirements		N		R		R		R		R		S		S		R																						l		m		m		m		m				m						m		m																												Y

		TRUE		4.1.2		Operations / ELSS Assessment & Strategy

E0021386: OPERATIONS / ELSS ASSESSMENT & STRATEGY:
An itemized review of current practices to help determine potential elements of concern which must be addressed prior to the completion of the transition project.  The Operations or Manufacturing representative from the sending facility should conduct the assessment.  The gaps identified will assist in the selection of the transition team members, identify capital and expense needs.  It is recommended that a cross functional team be used to conduct the assessments.																																																																														

c9975693: Templates are available to assist in completing the activity deliverables. These templates can be modified to meet business needs. However,
Red boxed Red font templates cannot be modified or replaced. They must be used as provided for completing the indicated activity deliverables.		Y		R		R		R		R		R		S		R																						m		m		m		l		m		m		m		m		m		m		m																				CS-02004-T		ELSS Website

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website						N

		TRUE		4.1.3		Process Documentation Preliminary Gap Analysis

E0021386: PROCESS DOCUMENTATION GAP ANALYSIS:
A comprehensive review of the sending location documentation needed at the receiving location.  A cross-functional team will look for any ‘hidden factory’ processes at the sending location that will need to be document.  A check sheet will be created to include the following items to be reviewed from the sending location: Current and Future State Value Stream Map [ELS], Process Flow Chart, Special / Pass Through Characteristics Lists (Product & Process), Process FMEA(s), Error Proofing Plan(s), Control Plans, Measurement Systems Analysis, Work Instructions /Routings, Handling / Packaging / Labeling Requirements, Logistics Plan, Production Schedule, and Supplier Production Part Approval Status.  Also consideration will be given to any documentation requiring translation for the receiving location.  The sending location team to ensure documentation is properly transitioned should address any gaps.

																																																																																		

David G Grimmer: Reference and link to where project documents are stored related to this activity.		

c9975693: Guidelines, examples, sample documents, policies, procedures, methods, industry standards and work instructions to assist in completing the activity.
		Y		R		R		R		R		S		R		R																						m						l		m						m		m				m																												N

		TRUE		4.1.4		Quality Assessment & Strategy

E0021386: QUALITY ASSESSMENT & STRATEGY:
The result of the assessment should help identify key areas of focus prior, during and after transition. Plans should be developed to minimize the likelihood of quality problems. The assessment should include but is not limited to:
- Current quality problems (external and internal)
- Special measures to protect the customer
-  Full layout of the product and exit PPAP before move 
-  Line effectiveness - Cycle rate study (Run-at-rate) 
-  Review of any customer/internal deviations records
-  Process capability data (or study conducted if not currently being done) for key characteristics		Y		R		R		R		R		R		R		R																						m		m		m		m		l																																CS-02051-T								N

		FALSE		4.1.5		Plan & Disposition of all ECNs 

E0021386: PLAN AND DISPOSITION OF All ECNs:
In PROLaunch, design changes are considered to be changes that affect form, fit, or function.  These changes could include product, process, and supplier driven changes.  Following engineering release, these changes are typically tracked through the organization’s ECN process. 

The status of Project & Product Changes are reviewed in a report that identifies and compiles all prior changes, and the status of those in process, for all products being transitioned in the project.  No design changes should occur during the transition of a product.  As part of detailed planning, the timing of placing project,  product,  and process changes on hold will be defined.  The project, product and processes must be stable and documented prior to moving to reduce project risk.  Engineering changes can resume after the process is stable in the receiving site.

																																																																																						

David G Grimmer: Optionally, the autofilter in this column can be used to hide work packages and activities that have been deselected.		N		R		R		S		S		S		S		S																						l				m		m		m												m																												Y

		FALSE		4.1.6		Packaging/Labeling Specifications Review

E0021386: PACKAGING SPECIFICATIONS:
The documentation describing the requirements, design, configuration, and materials used to package the product. Packaging is designed to ensure that the product performance and characteristics will remain unchanged during packing, transit, and unpacking. In addition, packaging is designed to have compatibility with all material handling equipment, including robots, and minimize negative impact on environment. Customer and supplier packaging must be reviewed and a determination made for any required actions. Move type (i.e., domestic to international) may drive special considerations.

																																																																														

David G Grimmer: In order to access this form, please follow these steps;
1. Click link to access the Communications and Brand Center
2. Search the site for Product Naming Standards and Product Naming Form

(Note: This is Corporate Required Form)		N		S		S		S		S						S																				m		m		m		m		l		m												m																												Y

		TRUE		4.1.7		Capacity Plan - Internal

c9975693: CAPACITY PLAN – INTERNAL:
This is an analysis of the ability of Eaton to meet estimated customer demand.  Define the capacity based on equipment cycle time, changeover frequency and change overtime.  The process capacity will be based on the constraint process.  The current process staffing and training time to add staffing should be considered.

Capacity analysis must take into account employee holidays and vacations, scrap and rework rates, and current and expected overall volume of business (Eaton and other customer requirements).  

The capacity analysis will be used in conjunction with the inventory plan. 
		Y		R		R		R		S		S				R																				m				m		m		l																												y														N

		TRUE		4.1.8		Product & Process Documentation Transition Plan including Hidden factory knowledge

c9975693: PRODUCT & PROCESS DOCUMENTATION TRANSITION:
Document the knowledge required to complete the product & processes being transferred.  This applies to production processes (direct and indirect shop floor processes) and support (office) processes.  The documentation is also known as documentation of the Hidden Factory.  Lean tools should be used in the documentation (VSM, standardized work, BPI, etc.).  Capture critical process and procedures: Video, pictures, visual aids etc.  Document support process functions: Maintenance, Machine Shop, Facilities, Supplies Stores (Crib), Warehouse, Material Handling etc.  In some cases documentation may not exist on current products/processes and will need to be created for the transition.
		Y		R		R		R		R		R		R		R																								m		m		l		m										m				NEED MAINT PLAN												y														N

		TRUE		4.1.9		Comprehensive Knowledge Transfer & Training Plan

e0038196: COMPREHENSIVE KNOWLEDGE MANAGEMENT TRANSFER: 
Understand, document and transfer the unwritten knowledge of the send site to the receive site (“Hidden factory,” “Tribal Knowledge,” etc.)  The knowledge transfer applies to factory floor direct and indirect processes, support process (e.g. maintenance) and office support processes.  This activity is to check to ensure all the transferring processes have been reviewed and a plan in place to transfer the knowledge required for completing the processes.

Plans for training of specific individuals at the receiving facilities. The plans should focus on the cross functional needs of the transition, operators, quality inspection, WISPER, Lean, receiving inspection, test lab, materials, logistics and safety. The training plans can also include outside suppliers such as electricians, rework suppliers, temporary services, logistics services, etc..... A special factor to consider for the plan is in the area of international travel, such as visa requirements and higher travel costs.
		Y		R		R		R		R		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		4.1.10		Machine Guarding Plan & Quote

Lynn, Karen R: MACHINE GUARDING PLAN AND QUOTE: 
Any equipment deemed to have insufficient guarding/protection shall not be placed into service until regulatory compliant controls are implemented. This does not mean that all enhanced controls (Omron, Rockwell, Pilz, etc. recommended) must be completely installed but some type of protection must be put into place to prevent operators from contacting point of operation (US) or compliance with NR- 12 (Brazil). The decision to limit operation of equipment following a transfer and installation with or without enhanced safeguarding may be left to the business operation, however, the equipment must still be remediated per the original machine safeguarding plan.

In many instances, movement of equipment may compromise the effectiveness of existing controls.  A complete machine guarding plan should be in place with costs identified to address the requirement above.
		Y		R		R		R		R		S		S		R																												l										m		m																g						Machine Guarding

Lynn, Karen R: 
In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Machine Guarding Website
3. Follow the links to the documents below in the "Toolbox" section

Resource Documents In the Tool Box Include:
- Machine Specifications for Safeguarding of Equipment
- Machine Safeguarding Project Management Handbook
- Transfer or Sale of Surplus Equipment
								N

		TRUE		4.1.11		Tooling & Equipment Plan & Quote

e0038196: TOOLING AND EQUIPMENT PLAN & QUOTE: 
This activity begins with a  review of the condition of the equipment and tooling used to produce the product at the sending location, and their current process capabilities.  In accordance to the requirement to transfer only stable and capable processes (EQS MAI-12) and the requirement for proper machine safeguarding to be in place (MESH 8.0 – Machine Safeguarding) prior to transition, the output of the review is the plan for required upgrades, refurbishment and/or replacement of production equipment and tooling in order to meet that requirement.  In addition, based on the analyses conducted under the INVENTORY MANAGEMENT PLAN  and CAPACITY PLAN - INTERNAL activities, the plan will include new tooling and equipment necessary to support requirements for additional capacity and/or dual capacity during or after the transition.  All new and required refurbishments of equipment and tooling are quoted, and suppliers selected, as part of the plan.  Supplier management activities during refurbishment, procurement and qualification of tooling and equipment are included in the plan. In addition plans for machine run-off and final validation for production readiness are included, as required. Quotes for new and/or refurbished tooling and equipment obtained during this activity are an input to the CAPITAL APPROPRIATION REQUEST APPROVAL and CAPITAL & EXPENSE BUDGET activities.		Y		R		R		R		R		S		S		R																						m		m		m		l		m										m																g														N

		TRUE		4.1.12		Lean Transition & Layout Plan

e0038196: LEAN TRANSITION: 
To develop a lean transition plan the current state of the send site must be documented and the future state of the receive site defined.  This documentation should include a current state & future state value stream maps, review current standardized work, documentation of “Hidden Factory” and identification of process wastes.  Use the review of the current state to develop a gap analysis and action plan for required actions prior to the transition.  The timing of operation changes must take into account only moving stable known processes.  The transition planning should cover manufacturing processes, support processes and office processes.  The future state of the receive site should be defined.  

The overriding principle of the transition is to only transition stable proven processes.  The process should not be changed during the transition.  If a process needs to be changed prior to the transition then the process must be changed, documented, approved and stabilized prior to the transition.

The ELSS tools should be used to address identified gaps, document the “Hidden factory,” and help achieve the project results.

The ELSS tools are;  Value Stream maps, Standardized Work, 5S, Continuous Flow manufacturing, Pull Systems, Error Proofing, Setup reduction, Total Productive Maintenance, Six Sigma tools, Business Process Improvement events, etc.

FLOOR PLAN LAYOUT:
A document that describes the type and location of all equipment, material, workstations, stock transactions, and quality control tools required to manufacture the product. The floor plan should be developed and reviewed to determine the acceptability of inspection points, control chart location, applicability of visual aids, interim repair stations, and storage areas to contain defective material. All material flow should be keyed to the process flow chart and control plan. The layout would include items identified in the Lean Manufacturing Plan, as appropriate.		Y		R		R		R		S		R				R																								m		m		l		m										m		m																						ELSS Website

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website						N

		TRUE		4.1.13		Production Physical Assets Relocation Plan

c9975693: PHYSICAL ASSETS RELOCATION PLAN: 
The detailed plan to relocate physical assets should include: 
- MRO items (usage history, Reorder points reorder quantities, lead time, last cost, supplier list), backups for any software programs (including PLC programs), PM/TPM documentation and history, removal of all fluids prior to shipment, rigging requirements, transportation requirements and costs, any boarder crossing documentation (market value, country of origin, etc.), utility requirements, documentation of current state process capabilities of the process (CPK), labor to prepare assets for relocation (disassembly if required), safety analysis (align with EHS Management of Change and all other Eaton EHS requirements, including the Guidelines for Moving Equipment and Machinery, Life Saving Rules, etc.) and fixes, clean paint as part of transition, installation costs (include rigging, electrical, air, water), operator training requirements, maintenance training requirements.  Also consider applicable import/export and custom regulations.  

Any inventory associated with the cell typically gets moved with the cell. Consider country-specific tax regulations.

Transfers of equipment and inventory between legal entities has special considerations. The team should seek Legal and Tax support prior to the move.		Y		R		R		R		R		R		R																										m		m		l		m				m				m		m		m																												N

		TRUE		4.1.14		Quality Systems Plan 

c9975693: QUALITY SYSTEMS:  
The plan for certification of the quality systems (i.e. AS9000, ISO9001 etc...) of the receive site.  Understand the customer requirements, approval process and interim approvals.  Document send site processes.  Identify the third party certification services for the receive site.   Plan process implementation prior to transfer of manufacturing.

Review quality performance gaps vs. EQS requirements and develop an improvement plan, as appropriate. EQS requires only stable and fully capable equipment can be transitioned.		Y		R		R		R		R		S		R		R																												m		l																																CS-02051-T								N

		FALSE		4.1.15		Product Validation Test Plan 

E0021386: TEST PLAN (VALIDATION):
Defines the testing necessary to validate the product after the transition has been completed.  This includes the types of tests that are to be conducted as part of product validation. The design test plan details the types and numbers of tests to be conducted, length of tests, pass/fail criteria, the number of sample units and test equipment required. Test plans for larger projects are usually subjected to peer review. The plan should consider baseline testing of products prior to transition to verify baseline performance. 		N		R		R		R		R		S		R		R																				m		l		m		m		m		m												m																												Y

		TRUE		4.1.16		Process Validation Plan 

c9975693: PRODUCT PERFORMANCE VERIFICATION:  
Define required performance verification required to transition products.  Align to customer requirements (e.g. Fai, FAIR, PPAP, etc).  Define required approvals.  Resources to complete verification inspection.  Plan to complete last articles.  Plan for first articles product verification.  Government approvals as required (FAA, DOD, etc). Exit PPAP/FAIR are required in Stage 3. EQS requires only stable and capable equipment and processes can be transferred with a Cpk minimum od 1.33.
		Y		R		R		R		R		S		R		R																						m						m		l												m														y														N

		TRUE		4.2		Sending Location Preparations																																				m		m		l		l		m		m		l										m

		FALSE		4.2.1		Processes, Procedures, and Work Practices Documentation

e0038196: DOCUMENT PROCESSES, PROCEDURES AND WORK PRACTICES:
This activity includes reviewing and updating all process documentation including PFMEA, Control Plans, Work Instructions, etc.. It may include document translation to other languages as well as developing plans for hands-on training for receive site workers at the sending site.  Also, in-process measures are identified and documented, i.e. weld in/min standard. The receive site should participate in this review.

PROCESS VIDEO RECORDING:
Video recording should be completed prior to the line move to assist in documenting production capability, troubleshooting stations; inspection, testing, packaging, rework, setup, and other identified critical elements of the process. 

PROCESS ROUTING and INSTRUCTIONS: 
The process routing is a step-by-step listing of the flow of a part through the manufacturing process. The listing is composed of operation sequence numbers, machine identification numbers, and standard labor hours required at each operation. The process instructions (standard work instructions) are detailed operator instructions that inform the operator how to produce a part at a particular operation. These standard operating procedures should be posted, available, and be made accessible to the operators and supervisors. These instructions should include but are not limited to, set-up parameters such as machine speeds, feeds, assembly cycle times, part location, general machine operating instructions, gauging requirements, and any special instructions. . Elements of the Lean Manufacturing Plan should be included, as appropriate. 

DESIGN DOCUMENTATION:
These are documents used to explicitly describe the design and the manufacture of the product.  Typically, this includes engineering drawings of components, subassembly, top assembly, test specifications, and appropriate manufacturing instructions.  Engineering drawings may include special (governmental, regulatory and safety) characteristics that may be included on the control plan.  Control or datum surfaces/locators should be clearly identified so that appropriate functional gages and equipment can be designed for ongoing controls.  Dimensions should be evaluated to assure feasibility and compatibility with industry manufacturing and measuring standards.  If appropriate, the team should assure that model data is compatible with the customer’s system for effective two-way communications.
		N		R		R		R		R		S		S		R																												l		m										m		m																						CS-02057-G						Y

		FALSE		4.2.2		Equipment and Tooling Maintenance and Repair Documentation and Spares

e0038196: EQUIPMENT AND TOOLING MAINTENANCE:
This activity includes understanding, documenting and preparing all tooling and repair items for the transition.  Items included; manuals, spare parts, PM schedules and equipment cleaning and painting as part of transition (Step one of TPM).  Receive site to have defined TPM activities.

		N		R		R		R		R		S		S																														l		m																																								Y

		FALSE		4.2.3		Execute Machine Guarding Plan

Lynn, Karen R: MACHINE GUARDING PLAN AND QUOTE: 
Any equipment deemed to have insufficient guarding/protection shall not be placed into service until regulatory compliant controls are implemented. This does not mean that all enhanced controls (Omron, Rockwell, Pilz, etc. recommended) must be completely installed but some type of protection must be put into place to prevent operators from contacting point of operation (US) or compliance with NR- 12 (Brazil). The decision to limit operation of equipment following a transfer and installation with or without enhanced safeguarding may be left to the business operation, however, the equipment must still be remediated per the original machine safeguarding plan.

In many instances, movement of equipment may compromise the effectiveness of existing controls.  A complete machine guarding plan should be in place with costs identified to address the requirement above.
																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Procurement Excellence site and associated processes and tools


		N		R		R		R		R		S		S		R

Grimmer, David G: Applies to Receive site for localizations																												l										m		m																														Y

		FALSE		4.2.4		Execute Tooling & Equipment Refurbishment Plan

e0038196: TOOLING AND EQUIPMENT REFURBISHMENT: 
The equipment, tooling and process capability must be understood and documented prior to sending parts to the receive site.  Appropriate analysis methods (e.g. CPK, Gage R&R, Exit PPAP, etc.) should be used to document the send site processes.  If a send site process is not capable the process must be fixed and verified prior to sending to the receive site. Ensure to check against machine guarding requirements under MESH 8.0		N		R		R		R		R		S		S																								m		m		m		l		m																																								Y

		FALSE		4.2.5		Pre-Move Production Validation Testing

E0021386: PRODUCTION VALIDATION TESTING:
Production validation testing refers to engineering tests that validate that products made from production tools and processes meet customer requirements, engineering standards and regulatory requirements. Examples include qualification (certification) testing in accordance with business specific test/regulatory requirements. Supplier production validation testing needs to be considered as appropriate.

		N		S		S		S		S		S		S		S																						l				m		m		m																																								Y

		FALSE		4.2.6		Exit Product Quality Approvals, Process Capability & MSA Baselines

E0021386: PRODUCT QUALITY APPROVALS:
This activity involves documenting the baseline product quality with existing processes.  e.g. EXIT FAIR (First Article Inspection Report) or PPAP: Full Production Part Approval Process for products/processes being targeted for transition. Ensure relevant process capability has been established for all production equipment processes to be moved or transferred, per EQS policy.  In addition, MSA baselines should be established for all gauges. This should include a compilation and review of open 8Ds, quality alerts, deviations, etc. It may also include a PPAP of critical component suppliers. This should be complete prior to beginning the physical transfer.  The purpose is to determine if all customer engineering design record and specification requirements are properly understood and that the process has the potential to produce product consistently meeting these requirements during an actual production run.

		N		R		R		R		R		S		R		R																				m				m		m		m		l												m																				CS-02051-T		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		FALSE		4.2.7		Transition/Transfer Support

David G Grimmer: TRANSITON/TRANSFER SUPPORT :
Supporting activities related to the transition and transfer to the receive site. Activities may include:
- Disconnection/Reconnection
- Training/Maintenance
- Ensuring process understanding
- Providing technical expertise
- Management of hazardous material, treatment
- Supporting inventory bridge management / filling orders
- Etc.
		N		R		R		S		S						S																														l		m						m		m																														Y

		TRUE		4.3		Receive Supplier Selection / Preparation

David G Grimmer: These activities apply to Eaton-To-Supplier and Supplier-To-Supplier moves. Development activities occur in stage 3 for the new supplier acting as the Receive Site. Process audit and PPAP approval occur in stage 4.																																				m		m		l		l		m		m		l										m

		TRUE		4.3.1		Supplier Selection

E0021386: SUPPLIER SELECTION:
The process of selecting external suppliers for direct and indirect materials and services. This process is based on reviewing past and recent supplier performance on quality, on time delivery, service, and process improvement as well as approved supplier lists (ASL) and strategic sourcing considerations. In addition, consideration of present and future production capacity will lead to value-added supplier alternatives.

Following the SCM Standard Sourcing Process will mitigate risks and improve consistency of sourcing performance.

A Supplier Systems Assessment (SSA) should be completed by the Supplier to confirm that an effective quality management system has been implemented.  If the Supplier has completed an SSA within the last three years, the PROLaunch team should consider if the planned changes associated with the project are complex enough to warrant another SSA.  Factors of complexity to be considered for the supplier include:  significant business growth that will require addition of resources, introduction of new manufacturing processes, changes in leadership since the previous SSA, etc.

		Y								R				R																								m		l		m		m		m										m																g														N

		TRUE		4.3.2		Design and Specification Review

Henderson, Stephen A: DESIGN AND SPECIFICATION REVIEW:
The process of reviewing design specifications with suppliers. Design specifications include: drawings, notes, materials, referenced specifications, and special characteristics with accompanying ongoing quality requirements.  Where appropriate, the reviews may also cover design applications, customer touch points, design validation and testing requirements, key elements of DFMEA such as design failure modes, effects, and severity rankings, packaging requirements, advanced product quality planning (APQP) and production part approval process (PPAP) requirements.  In cases where the supplier has design responsibility, the reviews should cover all design requirements and APQP/ PPAP requirements, including validation/testing requirements.

The primary objectives of Supplier Design/Print Review are to leverage supplier expertise to improve the Eaton design and to ensure the supplier clearly understands all requirements and has the capability to meet them.  Reviews may be more effective with cross-functional support from both Eaton and the supplier.  Eaton cross-functional participation may include Engineering, Operations, Procurement, and Quality.  Supplier cross-functional participation should go beyond Sales, to include Engineering, Operations and Quality. For critical items, reviews may be as involved as multiple on-site meetings.  For less critical items, the reviews may be remote meetings via web-conference or may simply involve providing the requirements to the supplier and requesting written feedback.

Early supplier engagement is essential to leverage supplier expertise, later supplier reviews may focus more on supplier understanding of requirements, and capability to meet them.
																

Grimmer, David G: Applies to Receive site for localizations		Y								S				S																								m		l				m		m										m																						APQP/PPAP 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


								N

		FALSE		4.3.3		Define Supplier PPAP Requirements

E0021386: DEFINE SUPPLIER PRODUCTION PART APPROVAL PROCESS (PPAP) REQUIREMENTS:
In Stage 3, the requirements for PPAP submission during Stage 4 should be defined based on guidelines in the AIAG PPAP Manual and the expectations should be communicated to the supplier in a PPAP Request letter.  
This is the method of validating product supplied by new suppliers introduced as part of the transition project.  

		N								R				R																								m		l		m		m		m										m																						APQP/PPAP 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		FALSE		4.3.4		Supplier Readiness Review Checklist

E0021386: NEW SUPPLIER READINESS CHECKLIST: 
Supplier readiness checklist including system transitions, receiving inspection, and supplier communications (communications to the supply base what they need to know to be successful).  Any other special considerations should be included.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		N								S				S																								m		l				m		m										m																						CS-02011-T								Y

		TRUE		4.4		Receiving Location Preparation																																				m		m		l		l		m		m		l										m

		TRUE		4.4.1		Lean Transition & Layout Plan Execution

e0038196: EXECUTE ELSS INITIATIVES:
The implementation of Lean programs to achievement transition objectives.  It includes lean training, document standard work practices for the receiving site, PM/PTM for equipment, error proofing actions, Six Sigma tools etc…

FLOOR PLAN LAYOUT:
A document that describes the type and location of all equipment, material, workstations, stock transactions, and quality control tools required to manufacture the product. The floor plan should be developed and reviewed to determine the acceptability of inspection points, control chart location, applicability of visual aids, interim repair stations, and storage areas to contain defective material. All material flow should be keyed to the process flow chart and control plan. The layout would include items identified in the Lean Manufacturing Plan, as appropriate.		Y		R		R		R		S		R				R																								m		m		l		m												m																												N

		TRUE		4.4.2		Update Product Cost Analysis

E0021386: COST ANALYSIS:
This is the process of assessing the different elements of product cost by requesting and/or completing a cost estimate to manufacture a component, subassembly, and/or assembly. An estimate of product cost should include capital tooling and gauging costs based on past practices or quotations to produce a new product or a change to an existing product. Internal cost estimates should also include material; direct labor; manufacturing overhead; and Selling, General, and Administrative (SG&A) costs (only if used by the Eaton Division). Unit cost estimates should include allowances for scrap, rework, customer returns, production efficiency, and equipment utilization factors. Manufacturing overhead costs should include indirect labor, supervision, department or work-center allocated overhead, and current/added depreciation expense. External costs should include external purchase costs, packaging costs, and inbound freight.
																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		Y		R		R		R		R		S		R		R																						m		m				l														m																												N

		TRUE		4.4.3		Processes, Procedures, and Work Practices Setup

e0038196: PROCESS, PROCEDURES AND WORK PRACTICES SETUP: 
The current processes, practices and procedures were documented at the send site (Video, Hidden Factory/tribal Knowledge documentation, PFMEA, Control Plan, design documentation, etc.).  The processes and procedures, when verified to meet product quality, are transferred and setup at the receive site.  The receive team must consider document translation and receive site people travel and training at send site.  Include in process measures: e.g. weld in/min.  Ensure the same process will be installed in the receive site that was used in the send site.  Do not change the process during transition.

PROCESS VIDEO RECORDING: Video recording should be completed prior to the line move to assist in documenting production capability, troubleshooting stations, inspection, testing, packaging, rework, setup, and other identified critical elements of the process. The video recording should be completed by the sending facility in cooperation with the receiving facility to ensure language / translations are correct and the use of the proper video format. It is recommended that a list of critical elements of the process/maintenance/quality/logistic be determined prior to the videotaping.

PROCESS ROUTING and INSTRUCTIONS: 
The process routing is a step-by-step listing of the flow of a part through the manufacturing process. The listing is composed of operation sequence numbers, machine identification numbers, and standard labor hours required at each operation. The process instructions (standard work instructions) are detailed operator instructions that inform the operator how to produce a part at a particular operation. These standard operating procedures should be posted, available, and be made accessible to the operators and supervisors. These instructions should include but are not limited to, set-up parameters such as machine speeds, feeds, assembly cycle times, part location, general machine operating instructions, gauging requirements, and any special instructions. . Elements of the Lean Manufacturing Plan should be included, as appropriate. 

DESIGN DOCUMENTATION : 
These are documents used to explicitly describe the design and the manufacture of the product.  Typically, this includes engineering drawings of components, subassembly, top assembly, test specifications, and appropriate manufacturing instructions.  Engineering drawings may include special (governmental, regulatory and safety) characteristics that may be included on the control plan.  Control or datum surfaces/locators should be clearly identified so that appropriate functional gages and equipment can be designed for ongoing controls.  Dimensions should be evaluated to assure feasibility and compatibility with industry manufacturing and measuring standards.  If appropriate, the team should assure that model data is compatible with the customer’s system for effective two-way communications.																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		Y		R		R		R		S		R		S		R																						m		m		m		l		m												m																												N

		TRUE		4.4.4		Capital Equipment/Tooling Purchase & Installation

e0038196: CAPITAL EQUIPMENT/TOOLING PURCHASE & INSTALLATION:  SCM should be involved with the negotiation of terms during quoting.  This activity is the summary of all the tasks to purchase, runoff, install, and release for use in production of capital equipment and durable tooling.  The activity included properly tagging and reporting to finance for tracking of the assets once in production.																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		Y		R		R		R		S		S		S		R																						m		m		m		l		m												m																												N

		TRUE		4.4.5		Equipment Transfer Logistics

e0038196: EQUIPMENT TRANSFER LOGISTICS: 
Arrangements for the disassembly, rigging, transport, importation/boarder crossing (if required), and rigging at receive site and installation of the equipment.  The receive site maintenance to participate in disconnection and installation of equipment.  The effort is lead by the receive site for coordination.  Eaton preferred suppliers should be used to support the effort. The recommended approach is to use the same team for disconnection/disassembly/rigging and rigging/reassembly/reconnection. All moves to be completed in accordance to Eaton Equipment Guidance document (reference MESH planning).		Y		R		R		R		S				S																								m		m		m		l		m												m																												N

		TRUE		4.4.6		Operations Training & Safety

E0021386: OPERATIONS PLANS: 
Training of operators must be completed prior to transition.  It is recommended that the receiving site send operators to the sending site to train in the use of the equipment.  The timing of this activity should be as close as possible to the line move so operator knowledge of the equipment / products are not forgotten.  If translation of documents are required it is recommended that this be done and reviewed with the operators prior to the line move so that all learning experience gained during the site training are properly captured.  Note: operator training should include ELS, EBS, EHS, and other critical elements offered by Eaton.

Include Operators, maintenance staff, supervisors, quality, shipping, receiving, buyer/planners, process eng, accounting, EHS, etc.  This includes the office support functions that are transferring.  Should have as many as feasible travel to site  to train prior to process relocation.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		Y		R		R		R		S		S				R																								m		m		l		m		m								m		m																												N

		FALSE		4.4.7		Required Import/Export Documentation Completion

e0038196: EXPORT DOCUMENTATION:
If it is an international transition then specific permits/documentation will be needed to move equipment.  Could require country of origin information, fair market value analysis, export paperwork, etc.

Note: this is a critical activity that needs to be well understood prior to moving equipment. Machines could be held up at border for months if paperwork is not right. Review additional guidance provided under the "Import / Export Action Plan and Regulatory Compliance Completion" activity under the Materials Mgmt/Suppliers/Logistics work package.																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		N		S		S		S		S				S																														l		m																																								Y

		TRUE		4.4.8		Update Quality Assurance Processes and Procedures Documentation

David G Grimmer: UPDATE QUALITY ASSURANCE PROCESSES AND PROCEDURES DOCUMENTATION
Review and update the Quality Assurance documentation to ensure their accuracy and validity for the products and processes being transitioned. Elements that must be reviewed include:
• CHARACTERISTICS MATRIX
• FMEA
• CONTROL PLAN
• SPECIAL CHARACTERISTICS
• PASS THROUGH CHARACTERISTIC
• TEST PLAN (PRODUCTION)
• MEASUREMENT SYSTEMS ANALYSIS PLAN
• PRODUCTION CONTROL PLAN

Early Production Containment (EPC) Plan
Product quality at launch at receive site is critical to success. A key quality assurance measure is to create an Early Production Containment (EPC) Plan. The plan typically defines an expanded set of controls to include increased inspection (either frequency OR sample size, usually both) for a period of time after PPAP submission and approval, to ensure that the process is as stable. The EPC is a significant enhancement to the production control plan and raises the confidence level to ensure that all products shipped will meet customer requirements. The EPC will also serve to validate the production control plan. The EPC should take into consideration all known critical conditions of the part as well as potential areas of concern identified during PPAP.		Y		R		R		R		R		S		S		R																						m		m		m		m		l												m																				CS-02051-T		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						N

		TRUE		4.4.9		Shop Floor Support Processes, Procedures, and Work Practices Setup

e0038196: PROCESS, PROCEDURES AND WORK PRACTICES SETUP: 
The current processes, practices and procedures were documented at the send site (Video, Hidden Factory/tribal Knowledge documentation, design documentation, etc.).  The processes and procedures, when verified to meet product quality, are transferred and setup at the receive site.  The receive team must consider document translation and receive site people travel and training at send site.  Include in process measures: e.g. weld in/min.  Ensure the same process will be installed in the receive site that was used in the send site.  Do not change the process during transition.

Support processes include:
- Gage Storage & Calibration and Lab Setup
- Receiving/Inspection Area & Processes/Procedures Setup
- Inventory and Warehousing
- Packaging & Shipping
- etc.		Y		R		R		R		S				S		R																												l		m						m				m																														N

		TRUE		4.4.10		EHS and Regulatory Approvals & Action Plans

E0021386: EHS AND REGULATORY APPROVALS:
Action items such as obtaining permits for environmental purposes must be coordinated by the receive site management with assistance from the Environmental, Health and Safety (EHS) attorneys or Group attorneys, as required. Depending upon the type of operation, a permit application or modification request may need to be filed with either the federal, state or local environmental or health and safety regulatory authority, depending upon the impact to the environment or worker health and safety (e.g. wastewater or air discharge, use of hazardous chemicals).

Consult Eaton EHS and Legal for guidance and support

EHS ASSESSMENT AND ACTION PLANS:
An assessment of the environmental impacts and/or safety and health hazards at a facility resulting from the project.  For transition projects the analysis should be managed at the receiving facility, with input from the sending facility as required.  The change management assessment will assist the facility in identifying the necessary EHS permitting requirements and Regulatory Approvals as well as ensure that appropriate environmental, health and safety (EHS) reviews are completed at the site level prior to implementing the change.

Action items from the assessment, which may include obtaining permits for environmental purposes must be coordinated by the Manufacturing or Project manager, with assistance from the local EHS manager, consulting the EHS attorneys or Chief Counsel as required.  Depending upon the type of operation, a permit application or modification request may need to be filed with either the federal, state or local environmental or health and safety regulatory authority, depending upon the impact to the environment or worker heath and safety identified in the EHS Change Management assessment (e.g., wastewater or air discharge, use of hazardous chemicals).
		Y		R		R		R		R				S		R																						m		m				m				m						m		l		m																				MOC Tool

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


								N

		TRUE		4.4.11		Pre-Move Safety Review

David G Grimmer: PRE-MOVE SAFETY REVIEW
The Pre-Move Safety Review is a detailed risk analysis of the Physical Asset Relocation Plan developed in stage 2 to prepare for the physical move of equipment that is controlled by the Transition Safety Management & Validation activity in stage 4. The risk analysis is done in alignment with the EHS Management of Change and all other Eaton EHS requirements, including the Guidelines for Moving Equipment and Machinery, Life Saving Rules, etc. The review must include the development of plans that ensure the execution of safe equipment moves at the sending site, in transit, and at receiving sites.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website		Y		R		R		R		R		R		S																														m										m		l		m																												N

		TRUE		4.4.12		Pre-Move Operations Readiness Review

e0038196: PRE-MOVE MANUFACTURING READINESS REVIEW:
This is a detailed review of all production and support processes such as inventory management.  The focus of the review is to verify that key processes are ready for transition to the receiving plant, including the readiness of the receiving site's infrastructure. The readiness reviews should include an analysis of run at rate verification, and an audit of key documents (work instructions, control plans, audit plans, etc.). Particular attention should be given to additional volume vs. existing capacity. Includes data integrity.		Y		R		R		R		R		R		R		R																						m		m		m		l		m												m																												N

		TRUE		4.4.13		Transition Safety Management & Validation

David G Grimmer: Transition Safety Management & Validation
The transition safety management and validation step includes building and executing safe equipment moves per the procedure at both sending and receiving sites.  It also includes completion and validation of machine safeguards PRIOR to start up, development of work instructions, safety training and LOTO procedures. Also start up and risk assessment of electrical test operations must be completed per the MESH Electrical Safe Work Practices element. 

		Y		R		R		R		R		R		R																														m										m		l		m																				See cell note

Lynn, Karen R: In order access the "Safeguarding Device Validation Checklists" proceed to the webpage following these steps:
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL: http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/8.0ProcessSafety/MachineGuarding/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’. The Intranet site should appear
4. Follow the links to the "Toolbox" section in order to find the document above, and any other applicable documents

In order access the "Equipment Moves Guidance" document, proceed to the webpage following these steps:
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select and copy the following URL:  http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/1.0GeneralEnvironment/Planning/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’. The Intranet site should appear
4. Follow the links to the "Toolbox" section in order to find the document above, and any other applicable documents.								N

		TRUE		4.4.14		Equipment/Tooling Transfer & Startup

e0038196: EQUIPMENT TOOLING TRANSFER & START-UP :

Physical de-commissioning and transfer of manufacturing and assembly equipment from the sending location.  This would include the transfer of Preventative Maintenance (PM) records and validation of maintenance schedules for appropriateness.

Disconnect, disassembly, crating, load onto truck, transport, border crossing (includes compliance with country specific asset documentation and regulations), unload, assembly, installation, and runoff.  All moves to be completed in accordance to MESH 8.0 Process Safety, the Eaton Equipment Move procedure, the Validation of Machine Guarding & Electrical Safety procedures, and the project’s Transition Safety Management Plan. Reference MESH Pre-start Checklist in the MOC Form.

Execute Production Physical Asset Transfer Plan per Finance Policy H-4, Sale of Fixed Assets between Eaton Legal Entities. Reference Policy H-7 for surplus assets and disposal.

Any inventory associated with the cell typically gets moved with the cell. Consider country-specific tax regulations.

Transfers of equipment and inventory between legal entities has special considerations. The team should seek Legal and Tax support prior to the move.
		Y		R		R		R		R				S		R

Grimmer, David G: For Localization, this is startup of new equipment																						m		m		m		l		m										m		m																												N

		TRUE		4.4.15		Production Support Equipment Transfer & Validation

David G Grimmer: PRODUCTION SUPPORT EQUIPMENT TRANSFER & VALIDATION

Physical de-commissioning and transfer of production support equipment from the sending location.  Examples include
• Material handling equipment
• Maintenance equipment
• Tool room
• Warehousing equipment
• Test and Quality labs

Disconnect, disassembly, crating, load onto truck, transport, border crossing (includes compliance with country specific asset documentation and regulations), unload, assembly, installation, and runoff.  All moves to be completed in accordance to the Eaton Equipment Move and Validation of Machine Guarding & Electrical Safety procedures and the project’s Transition Safety Management Plan.

Execute Production Physical Asset Transfer Plan per Finance Policy H-4, Sale of Fixed Assets between Eaton Legal Entities. Reference Policy H-7 for surplus assets and disposal.
Reference MESH Pre-start Checklist.
		Y		R		R		R		R				S		R

Grimmer, David G: For localization this is setup and validation																												l		m								m		m		m																												N

		TRUE		4.4.16		Gauging/QA Asset Transfer and Setup

e0038196: GAUGING/QA ASSET TRANSFER AND SETUP:
The in process gauging, Receiving Inspection gauging, Lab equipment, etc. should be transfer with the aligned manufacturing process.  The processes and procedures were documented and verified in stage 3.  The process should not be changed during the transition.  The installation and setup should be verified when complete.  EQS (Eaton Quality System) and site quality process should guide the process.		Y		R		R		R		S		S				R

Grimmer, David G: For Localization, this is procurement and setup																						m		m		m		m		l												m																						EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the EQMS Policy Manual 


						N

		TRUE		4.5		Product & Process Validation																																				m		m		l		l		m		l		m										l

		TRUE		4.5.1		Production Trial Run 

E0021386: PRODUCTION TRIAL RUN: 
The production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time (run-at-rate). The validation of the effectiveness of the manufacturing process begins with the production trial run (both internally and at supplier locations). The minimum quantity for a production trial run is usually defined by the customer, but can be exceeded to gain additional experience with the product.

																																																																														

Lynn, Karen R: 
In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Machine Guarding Website
3. Follow the links to the documents below in the "Toolbox" section

Resource Documents In the Tool Box Include:
- Machine Specifications for Safeguarding of Equipment
- Machine Safeguarding Project Management Handbook
- Transfer or Sale of Surplus Equipment
		Y		R		R		R		R		R		R		R																						m		m		m		l		m												m																												N

		TRUE		4.5.2		Process Capability Study

E0021386: PROCESS CAPABILITY STUDY: 
The study that provides an assessment of the readiness of the process for production. Consideration of supplier processes should be included as appropriate. The evaluation is used to determine if the process is capable of statistically producing the product to the desired dimension or characteristic. The process capability study should be performed on characteristics identified in the control plan, and based on the appropriate sample size.
		Y		R		R		R		R		S		R		R																						m						l		m																																		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						N

		TRUE		4.5.3		Verify Gauge MSA vs. Pre-Move Baseline

E0021386: MEASUREMENT SYSTEMS ANALYSIS: 
The analysis should include, at a minimum, the determination of gauge linearity, accuracy, repeatability, reproducibility, and correlation for duplicate gauges and product end-of-line testers, in accordance with TS-16949 or ISO-9000 as applicable. (Includes supplier, Eaton and customer owned gauges) 
		Y		R		R		R		R		R		R		R																						m						m		l																																		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						N

		TRUE		4.5.4		Production Readiness Reviews

E0021386: PRODUCTION READINESS REVIEW: 
This is a detailed review of production processes.  The focus of the review is to verify that key processes are ready for production at the receiving plant.  The readiness reviews should include a run at rate verification, and an audit of key documents (work instructions, control plans, audit plans, etc.). 
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website		

Grimmer, David G: For Localization, this is startup of new equipment		Y		R		R		R		R		R		R		R																				m		m		m		m		l		m		m		m		m		m		m		m																												N

		TRUE		4.5.5		Production Validation Testing 

E0021386: PRODUCTION VALIDATION TESTING : 
Production validation testing refers to engineering tests that validate that products made from production tools and processes meet customer requirements, engineering standards and regulatory requirements. Examples include qualification (certification) testing in accordance with business specific test/regulatory requirements. Supplier production validation testing needs to be considered as appropriate.
																

Grimmer, David G: For localization this is setup and validation		Y		R		R		R		R		R		R		R																						l				m		m		m												m																												N

		FALSE		4.5.6		Packaging & "Returnables" Evaluation 

c9975693: PACKAGING EVALUATION : 
The test and evaluation of production packaging via test shipments. Test shipments and test methods are designed to assess the protection of the product from normal transportation damage and adverse environmental factors. The test and evaluation of production packaging must be certified to the appropriate ISTA Standard as determined and approved by the Business/Corporate Packaging Engineer. ISTA test methods are designed to assess the protection of the product from normal transportation damage and adverse environmental factors. Customer-specified packaging or supplier managed packaging does not preclude the project team from evaluating the packaging.  In addition, products that do not pass the 22 degree tip test simulation will be required to have a base pallet design defined by the simulation model passing the 22 degree tip test and a compliant warning label (reviewed by legal counsel) attached to the product.  (Download the latest ‘tip test’ from the SCM site – see guide column cell note.)  Other Packaging Markings for Handling of Goods will be in compliance with D5445-11a.  All drawings must  state any packaging changes must be approved by the Divisional or Corporate Packaging Engineer after proper ISTA certification.


																

Grimmer, David G: For Localization, this is procurement and setup		N		R		R		R						S		R																				m		m				m		l		m																																		Tip Test Guide

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link under Policies and Manuals to the Tip Test Protocol and Tip Angle Calculator


						Y

		FALSE		4.5.7		Supplier Readiness

e0038196: SUPPLY BASE DEVELOPMENT/READINESS : 
This activity applies to Eaton-To-Supplier and Supplier-To-Supplier moves. Development activities occur in stage 3 for the new supplier acting as the Receive Site. Process audit and PPAP approval occur in stage 4. Supply Base Development/Readiness is on-site production readiness review that includes a review of the appropriate development documentation (as shown below), witnessing the supplier production trial run, and performing a process audit.

SUPPLIER READINESS REVIEWS: 
Review session(s) with suppliers that help communicate expectations and requirements that may include: transition status, key dates, quality planning, logistics processes & provider, PPAP/FAIR documentation requirements, closure of DMRs & open corrective actions, validation testing, gauging, tooling transfers, IT processes, etc.

SUPPLIER PRODUCTION TRIAL RUN : 
The production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time (run-at-rate). The validation of the effectiveness of the manufacturing process begins with the production trial run (both internally and at supplier locations). The minimum quantity for a production trial run is usually defined by the customer, but can be exceeded to gain additional experience with the product.

SUPPLIER PRE-PRODUCTION TRIAL RUN VERIFICATION / PROCESS AUDIT : 
The determination as to whether the supplier is ready for production. A process audit may be used to determine supplier readiness as found within WISPER. The pre-production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time.

PROCESS CAPABILITY STUDY: 
The study that provides an assessment of the readiness of the process for production. Consideration of supplier processes should be included as appropriate. The evaluation is used to determine if the process is capable of statistically producing the product to the desired dimension or characteristic. The process capability study should be performed on characteristics identified in the control plan, and based on the appropriate sample size. 

MEASUREMENT SYSTEMS ANALYSIS: 
The analysis should include, at a minimum, the determination of gage linearity, accuracy, repeatability, reproducibility, and correlation for duplicate gages. (Includes supplier, Eaton and customer owned gages) 

PRODUCTION PART APPROVAL DOCUMENTATION: 
Production part approval documentation records evidence that designated customer engineering design record and specification requirements are properly understood by Eaton and that the process has the potential to produce product meeting these requirements during an actual production run. The production part approval documentation is a compilation of product-related and process-related documentation as specified by the customer. Examples are the AIAG’s PPAP process outputs and the First Article Inspection Report (FAIR). Depending on the project, “customer” could refer to a specific customer organization (external or another Eaton business unit), or in the case of products developed for distribution in the open market, it could refer to the applicable Eaton internal quality organization. Supplier Production part approval performance must be tracked via WISPER.		N		S		S				S				S		R																						m		l		m		m		m												m																				CS-02011-T		EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						Y

		TRUE		4.5.8		Production Part Approval Documentation

E0021386: MOVE TYPE & CUSTOMER REQUIREMENTS CONSIDERATIONS:
This activity is performed slightly differently and with different responsibilities depending on the Move Type and Customer requirement.
1. (Eaton-To-Eaton OR Plant Closure OR Supplier-To-Eaton OR Intra-Plant) AND (Customer Contract / Approval Requirements requires Customer PPAP Approval) : This activity is lead by the Quality function and reviewed/approved by the Customer.
2.  (Eaton-To-Eaton OR Plant Closure OR Supplier-To-Eaton OR Intra-Plant) AND (No Customer Contract / Approval Requirements requiring Customer PPAP Approval) : This activity is lead by the Quality function and reviewed/approved by the Quality function.
3. (Eaton-To-Supplier OR Supplier-To-Supplier) : This activity is lead by Supplier Quality and reviewed/approved by the Supplier Quality function.

PRODUCTION PART APPROVAL DOCUMENTATION (Customer or Quality Approved) : 
Production part approval documentation records evidence that designated customer engineering design record and specification requirements are properly understood by Eaton and that the process has the potential to produce product meeting these requirements during an actual production run. The production part approval documentation is a compilation of product-related and process-related documentation as specified by the customer. Examples are the AIAG’s PPAP process outputs and the First Article Inspection Report (FAIR). Depending on the project, “customer” could refer to a specific customer organization (external or another Eaton business unit), or in the case of products developed for distribution in the open market, it could refer to the applicable Eaton internal quality organization. 

SUPPLIER Product Validation Approvals (PPAP) (Supplier Quality Approved) :
The method of qualifying a receive supplier for transition project by utilizing the Production Part Approval Process (PPAP).  The supplier production part approval documentation records evidence that designated customer engineering design records and specification requirements are properly understood by the supplier and that the process has the potential to produce product meeting these requirements during an actual production run. The Release for Production drives the supplier production part approval process and requirements. The documentation is a compilation of product-related and process-related documentation as specified by Eaton.  Depending on customer requirements, the documentation may include "material declarations" to demonstrate environmental compliance.  Examples are the AIAG’s PPAP process outputs and the First Article Inspection Report (FAIR). WISPER is the primary tool for communicating PPAP and FAIR status to the supplier.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		l												m																						EQMS Manual 

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


						N

		TRUE		4.6		Receiving Location Production

		TRUE		4.6.1		Lean Initiatives Execution

E0021386: EXECUTE LEAN INITIATIVES: 
The implementation of Lean programs that are planned in stage 2 to achievement transition objectives.  It includes lean training, document standard work practices for the receiving site, PM/PTM for equipment, error proofing actions, Six Sigma tools etc…
		Y		S		S		S				S				R																								m		m		l		m		m								m		m																						ELSS Website

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website						N

		TRUE		4.6.2		Final Operator Training

E0021386: OPERATOR TRAINING: 
Training of operators must be completed prior to transition.  It is recommended that the receiving site send operators to the sending site to train in the use of the equipment.  The timing of this activity should be as close as possible to the line move so operator knowledge of the equipment / products are not forgotten.  If translation of documents are required it is recommended that this be done and reviewed with the operators prior to the line move so that all learning experience gained during the site training are properly captured.  Note: operator training should include ELS, EBS, EHS, and other critical elements offered by Eaton.
		Y		R		R		R		S		S				R																								m		m		l		m		m								m																														N

		TRUE		4.6.3		Final Production Schedule

E0021386: FINAL PRODUCTION SCHEDULE: 
The number of product units that are planned to be built in a specified period of time. Production schedules must be communicated to suppliers as needed. 
		Y		R		R		R		R		R		S		R																				m		m		m				l		m												m																												N

		TRUE		4.6.4		Ramp to Run-at-Rate

David G Grimmer: RAMP TO RUN-AT-RATE :
In stage 5, manufacturing volumes are ramped up to the level required to meet the production schedule. During ramp-up, process capability and other quality and on-time performance metrics are monitored. Performance gaps are addressed to ensure demand for the product can be met at the Receive Site to the expected manufacturing cost, quality, and on-time delivery requirements by Gate 5.
		Y		R		R		R		R		R		R		R																				m		m		m		m		l		m												m																												N

		TRUE		4.6.5		Key Process Metrics Monitoring

c9975693: KEY PROCESS METRICS MONITORING: 
The key process monitoring metrics are established in stages 2 and 3.  These metrics are in place to monitor the progress of the transition, product, process and supplier quality and productivity to ensure the project is successful.

Project metrics are transitioned into the standard business operating metrics systems (e.g., BSC, EPM, etc.)		Y		R		R		R		R		R		R		R																						m						l		m																																								N

		TRUE		4.6.6		Final Process Documentation/FMEA Review

E0021386: FINAL PROCESS DOCUMENTATION / FMEA REVIEW: 
A review of all processes, practices and procedures documentation to ensure they accurately represent the manufacturing process at the receiving site. This step includes a review and adoption of the PFMEA, which may result in additional failure modes and/or modification of the analysis by the receive site.  In addition, the review is a final confirmation that all required process controls are in place.

PROCESS VIDEO RECORDING:
Video recording should be completed prior to the line move to assist in documenting production capability, troubleshooting stations; inspection, testing, packaging, rework, setup, and other identified critical elements of the process. 

PROCESS ROUTING and INSTRUCTIONS: 
The process routing is a step-by-step listing of the flow of a part through the manufacturing process. The listing is composed of operation sequence numbers, machine identification numbers, and standard labor hours required at each operation. The process instructions (standard work instructions) are detailed operator instructions that inform the operator how to produce a part at a particular operation. These standard operating procedures should be posted, available, and be made accessible to the operators and supervisors. These instructions should include but are not limited to, set-up parameters such as machine speeds, feeds, assembly cycle times, part location, general machine operating instructions, gauging requirements, and any special instructions. Elements of the Lean Manufacturing Plan should be included, as appropriate. 

DESIGN DOCUMENTATION:
These are documents used to explicitly describe the design and the manufacture of the product.  Typically, this includes engineering drawings of components, subassembly, top assembly, test specifications, and appropriate manufacturing instructions.  Engineering drawings may include special (governmental, regulatory and safety) characteristics that may be included on the control plan.  Control or datum surfaces/locators should be clearly identified so that appropriate functional gages and equipment can be designed for ongoing controls.  Dimensions should be evaluated to assure feasibility and compatibility with industry manufacturing and measuring standards.  If appropriate, the team should assure that model data is compatible with the customer’s system for effective two-way communications.																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		Y		S		S		S		S		S		S		R																						m				m		l		m												m																												N

		TRUE		4.6.7		EHS Post-Move Assessment

Lynn, Karen R: EHS Post Move Assessment
The EHS Post Move Assessment is a review to include a walk through of the site to confirm completion of work instructions, LOTO procedures, compliant layout and emergency exits, etc.  The MoC should be reviewed for completion, and the team should look for any EHS issues that may have been missed during the planning.
		Y		R		R		R		S		S				R																												m										m		l																														N

		TRUE		4.6.8		ERP & IT Systems Post-Implementation Support Hand-Off

E0021386: ERP & IT SYSTEMS POST-IMPLEMENTATION SUPPORT HAND-OFF: 
A process of auditing the function of the target ERP system. The integration team provides any required support to the run team, and ensures a smooth transition (hand-off) to the run team.
		Y		R		R		R		R		R				R																										m		m		m						l						m																												N

		FALSE		4.6.9		Bridge Inventory Ramp Down / Transfer

E0021386: BRIDGE INVENTORY RAMP DOWN: 
Returning inventory levels to the original or optimal quantities that meet customer demand and flow of material.																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		N		S		S		S		S		S		S																						m				m		l		m														m																						CS-02036-G						Y

		TRUE		4.6.10		Formal Production Handoff to Operations

c9975693: FORMAL PRODUCTION HANDOFF: 
During stage 5 the project team and run team will together clearly define the criteria to close the project and hand off ongoing process and product responsibility to the receive site run team.  At the signing of gate 5 the receive site run teem has full responsibility for all process and products going forward.
																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Supplier APQP Process 


		

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m								m		m		l																												N

		TRUE		5.0		HR / Communications																																				m		m		l		m		m		l		m										m

		FALSE		5.1		HR Assessment & Strategy

E0021386: HR ASSESSMENT & SRATEGY:
An evaluation of the potential human resources issues and costs of a transition from a people perspective.  These may include staff reassignment, reduction or closure.  The assessment should include input as to estimated hiring/training costs, legal requirements, severance costs, benefit continuation costs, outplacement costs, and if the amount of reduction is significant (over 50 employees) pension/retiree medical curtailment costs.  The latter item can be obtained through WHQ Benefits Accounting team.  WHQ staff can provide detailed cost analysis assistance. Review HR Toolbox for all materials needed.
 
		N		R		R		R		R		S				R																				m		m		m		m		m		m		l		m		m		m		m		m																				See cell note

Mark Gray: HR Organizational Assessment and Design – Contact HRM or DHRM								Y

		TRUE		5.2		Organizational Change Management (OCM)

c9975693: STAGE-1
ORGANIZATIONAL CHANGE MANAGEMENT (OCM) STRATEGY:
Change Management at Eaton encompasses the process, tools and techniques to manage the people side of change to achieve the required business results.

STAGE-2
ORGANIZATIONAL CHANGE MANAGEMENT (OCM) PLAN:
Transition projects impact peoples lives.  People react differently to the change.  The process of managing the change through a structure process is a key activity for the transition.   The size and scope of the transition will indicate the level of change management needed in the project.  Eaton’s structure change management process ADKAR should be used for transitions.  The appropriate resources within Eaton should be consulted to use the tools.

STAGE-3 & 4
ORGANIZATIONAL CHANGE MANAGEMENT (OCM) EXECUTION:
Transition projects impact peoples lives.  People react differently to the change.  The process of managing the change through a structure process is a key activity for the transition.   The size and scope of the transition will indicate the level of change management needed in the project.  Eaton’s structure change management process ADKAR should be used for transitions.  The appropriate resources within Eaton should be consulted to use the tools.


		Y		R		R		S		S		S				R																				m		m		m		m		m		m		l		m		m		m		m		m																						CS-02040-G

GrimmDG: Note:  

In order to access Eaton's Organization Change Management webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/OCM/PCT_2872333
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. There are Books and worksheets available for download as well as Eaton University course reference information.						N

		TRUE		5.3		Communications Strategy to Stakeholders

E0021386: COMMUNICATIONS STRATEGY TO STAKEHOLDERS:
A detailed strategy, drafted during Stage 1, documenting the timing and means of communicating the transition plan to all affected parties. Detailed in the strategy are: the goals that will be accomplished through communications, the agreed-upon strategy/approach to communications (such as, all audiences shall learn of decisions directly from appropriate sources), the main messages to be communicated, who the key audiences are, and tactical plans (a matrix of sequential communications activities that spells out who will communicate what, to whom, by when). 
During Stage 3, the communications strategy must be refined with input from either the Group's Communications Manager or Corporate Internal Communications prior to formal transition announcements. Transition announcements, including delivery tactics for key audiences (employees, customers, suppliers, community), must be drafted in Stage 1.

		Y		R		R		R		R		S		S		R																				m		m		m		m		m		m		l		m		m		m		m		m																												N

		TRUE		5.4		Internal/External Communications

E0021386: STAGE-2
TRANSITION ANNOUNCEMENT:
Communication to all affected parties, such as employees, suppliers, community representatives, press, etc. regarding transition. Plan for announcement is part of Transition Communication Strategy (STAGE-1) and needs to be coordinated through the Group’s Communications Manager or Corporate Internal 


STAGE-2
INTERNAL / EXTERNAL COMMUNICATIONS PLAN:
Eaton’s philosophy is to communicate to our people first and then to the other stakeholders.  When a site closure is involved the most senior leadership team will have to approve the communications plans. 
Example audiences that you may need to consider in your Internal / External Communications Plan include:
• Employees (management, Send Site, Receive Site, union, contractors)
• Project team
• DGC
• Media outlets
• Government (agencies, taxing authorities, etc.)
• Communities
• Other Eaton functions that may be impacted by your function
All stakeholder communications must be aligned and coordinated to achieve clear and constant messaging. Overall communication plans will require management approval prior to execution.

STAGE-2,3,4
COORDINATE COMMUNICATIONS: 
Communications are needed for all stakeholder groups (internal, customer external, supply base external, shareholders, etc.).  Functional experts for each stakeholder group will develop specific communications.  However, the overall message and timing of communications must be coordinated.  

Eaton’s policy is to communicate to our people first and then to the other stakeholders.  All stakeholder communications must be aligned and coordinated to achieve clear and constant messaging.  Overall communication plans will require management approval prior to execution.  When a site closure is involved the most senior leadership team will have to approve the communications plans.  Eaton’s Corporate Communications Team at WHQ should be used to help craft the messages and align the content.

HUMAN RESOURCES COMMUNICATIONS:
The communications to employees, works councils, unions and, where legally required, local governmental officials advising them on the transition, its effect upon the employees and their benefits.

STAGE-5
FINAL TRANSITION ANNOUNCEMENT:
Communication to all affected parties, such as employees, suppliers, community representatives, press, etc. regarding transition. Plan for announcement is part of Transition Communication Strategy (STAGE-1) and needs to be coordinated through the Group’s Communications Manager or Corporate Internal Communications.





		Y		R		R		R		R		R		S		R																				m		m		m		m		m		m		l		m		m		m		m		m																						CS-02040-G

GrimmDG: Note:  

In order to access Eaton's Organization Change Management webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/OCM/PCT_2872333
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. There are Books and worksheets available for download as well as Eaton University course reference information.						N

		FALSE		5.5		Send Site Head Count Ramp-down

c9975693: SEND SITE HEADCOUNT RAMP DOWN:
Define the baseline send site headcount for transfer.  Track headcount ramp up at the receive site and send site using a standard tracking tool by individual names.  Establish metrics that track headcount against plan and costs verses plan.  Plan for HR resources to hire resources in the receive site.  Plan for the outplacement services for displaced employees.		N		R		R				R																										m		m		m		m		m		m		l		m		m		m		m		m																				CS-02052-T								Y

		TRUE		5.6		Job Function Transition Requirements & Gaps

E0021386: FUNCTION TRANSITION REQUIREMENTS:
Develop a list of job functions, which will transition with the product.   Include support functions such as Information Technology, EHS, Test lab techs, maintenance personnel, etc. (Obtain SPQ's)

FUNCTIONAL  SUPPORT GAP ANALYSIS:
Review of the receiving facility to identify gaps in product support activities including: production product testing capability, field return analysis capability, metallurgical analysis, customer technical support, applications training, etc.
		Y		R		R		R		R		S				R																				m		m		m		m		m		m		l		m		m		m		m		m																												N

		FALSE		5.7		Employee Policy Compliance Execution

e0038196: HR POLICY COMPLIANCE EXECUTION:
As the Transition team implements their project plan, all items related to standard HR Policy’s should be followed.  Examples include WARN notices, outplacement, relocations etc…

		N		R		R		R		R		S				R																				m		m		m		m		m		m		l		m		m		m		m		m																				CS-02006-T								Y

		FALSE		5.8		Receive Site Head Count Ramp-up

E0021386: HR RAMP UP: 
This is the process for starting up the facility or the lines transitioned to the facility, or, in a reorganization situation, the process to move the employees into full operational roles.

HEADCOUNT RAMP UP:
Hire and train receive site direct, indirect, and salary staff to the project plan.  Track headcount, associated expenses, retention rates, and wage and fringe against planned amounts.

Include relocations of transferring employees.  

HR READINESS REVIEWS:
A final review of readiness of the receive site to accept the work and all HR initiatives for the transition
		N		R		R		R								R																				m		m		m		m		m		m		l		m		m		m		m		m																				CS-02052-T								Y

		TRUE		6.0		Business Systems																																				m				m		m		m		l		l										l

		FALSE		6.1		Finance/Accounting/Tax/Legal Entity Assessment & Strategy

E0021386: FINANCE/ACCOUNTING ASSESSMENT & STRATEGY:
This assessment involves both the sending and receiving site financial systems, policies and approaches utilized to better understand how the transition will impact the transfer of assets and flow of key product information necessary for daily financial usage.  In addition, the financial staffing levels and reporting requirements will also be considered.  This assessment may also include the implications of asset transfers between separate legal entities.

TAX IMPLICATIONS & STRATEGY
Project teams shall work with finance and tax to determine all exit tax and other tax implications associated with the transition.																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		n		R		R		R		R		S		R		R																				m				m				m				m		l		m						m																												Y

		FALSE		6.2		Tax/Regulatory Assessment & Strategy

David G Grimmer: TAX REGULATORY ASSESSMENT & STRATEGY:
This assessment involves understanding the overall Eaton global/region/country tax strategy and how this STP project may be impacted. Specific activities may need to be added to the transition team’s scope to align to the Eaton tax strategy. Examples may include VAT, asset transfers, Maquiladora requirements and/or full compliance with country specific tax laws.  Project teams should work with the appropriate country tax expert to determine the implications associated with the transition.
																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		n		R		R		R		R				S		R																								m				m						l								m																												Y

		TRUE		6.3		IT Assessment & Strategy

E0021386: IT ASSESSMENT & STRATEGY:
An assessment of the sending and receiving site IT systems, including both infrastructure and software application requirements and usage.  Involves how the existing businesses processes will be mapped into the receiving location.  In addition, the assessment will include a review of IT Staffing levels, IT budgets, training and outside services.
		Y		R		R		R		S		S				R																				m		m		m		m		m		m		m		m		l		m		m		m																				CS-02003-T								N

		TRUE		6.4		IT Systems Architecture & Infrastructure

c9975693: STAGE-2
INFRASTRUCTURE SYSTEMS PLAN:
For any transition, the creation of a systems infrastructure design that will be installed in the receive site. The infrastructure  design will be based upon the systems process mapping exercise and system gap analysis.  The infrastructure to support all the IT systems should be included (ERP, MRP, financial, phone, etc.).

STAGE-3
SYSTEMS ARCHITECTURE:
For any standard transition, the creation of a systems architectural design that will physically be replicated in the target ERP system. The architectural design will be based upon the systems process mapping exercise (defined previously).

BUILD INFRASTRUCTURE:
Computer hardware,  LAN connections, Wireless systems adds, telephones, security systems, bar coding systems, RFID, server logistics.		Y		R		R		R		R		S				R																				m		m		m		m		m		m		m		m		l		m		m		m																				CS-02053-T								N

		FALSE		6.5		Operations Systems Transition Plan

E0021386: OPERATIONS SYSTEMS TRANSITION:
For any transition, a detailed process definition of the Send and Receive locations. This exercise is performed so that any target systems can be architected and setup correctly. Processes include:
a. Manufacturing / Shop Floor processes
b. Warehouse and Distribution / Logistics
c. Receiving / Goods Incoming
d. Finance
e. SRM / Supply Chain
f. Sales and Marketing
g. Customer Service
h. Order Processes
I. Engineering
j. HR / Payroll
k. IT
l. Quality


																																																																														

Lynn, Karen R: In order access the "Safeguarding Device Validation Checklists" proceed to the webpage following these steps:
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL: http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/8.0ProcessSafety/MachineGuarding/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’. The Intranet site should appear
4. Follow the links to the "Toolbox" section in order to find the document above, and any other applicable documents

In order access the "Equipment Moves Guidance" document, proceed to the webpage following these steps:
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select and copy the following URL:  http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/1.0GeneralEnvironment/Planning/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’. The Intranet site should appear
4. Follow the links to the "Toolbox" section in order to find the document above, and any other applicable documents.		n		R		R		R		R						R																				m		m		m		m		m		m		m		m		l		m		m		m																												Y

		TRUE		6.6		Master Data Validation Plan

E0021386: MASTER DATA VALIDATION PLAN:
The Master Validation Plan includes the method and resources for validating data integrity pre and post-move. Types of data to be validated typically will include:
• Engineering and Production Bill of Materials
• Item Master Data
• Customer and supplier contact information
• Supplier performance information
• PPAPs
• Certifications
• Product test information
• Warranty/part traceability information
• Equipment records, including origin, purchase date, maintenance and calibration records, etc.
• Production quality history


		Y		R		R		S		R						R																				m		m		m		m		l		m		m		m		m		m		m																								CS-02032-G						N

		FALSE		6.7		Business Systems Transition & Training 

E0021386: IT SYSTEMS TRAINING : 
For an acquisition or JV, activity involving write-up of new and existing procedures pertaining to the Target ERP system, and training sessions for users of the source location. For a product line move, the process of training employees of the target location in the changes within their day - to - day activities to accommodate the new product line.

ERP & IT SYSTEMS BUSINESS PROCESS ANALYSIS : 
For any standard transition, a detailed process definition of the Source and Target locations. This exercise is performed so that any target ERP systems can be architected and setup correctly. Processes include:
a. Manufacturing / Shop Floor processes
b. Warehouse and Distribution / Logistics
c. Receiving / Goods Incoming
d. Finance
e. SRM / Supply Chain
f. Sales and Marketing
g. Customer Service
h. Order Processes
I. Engineering
j. HR / Payroll
k. IT 
l. CAD - Computer Aided Drafting Software
m. Consider any other unique business software utilized at the send location

ERP & IT CONFERENCE ROOM PILOT: 
An exercise involving groups of employees performing a pilot test session within 1 testing room. This is to be done after employees are trained in the target ERP, or the new product, so that actual day-to-day users are ready to participate in the pilot.

ERP & IT SYSTEMS GOLDEN THREAD TEST :
An initial testing and validation exercise involving only target ERP experts, to test if an order can go through its entire course within the new setup of the ERP system (from order entry, through manufacturing, through to shipping and invoicing). This is a technical test only, to test the process in its initial run. 		n		R		R		R		S		S				S																				m		m		m		m		m		m		m		m		l		m		m		m																				CS-02017-T								Y

		FALSE		6.8		IT Business Systems Readiness Reviews

E0021386: ERP & IT SYSTEMS GO/NO-GO DECISION: 
A decision making process involving all business process owners, including the plant manager to either go forward with a systems / product cut-over or not. All decision makers must be provided with results from Business Case Validation and Conference Room Pilot so that they can make an informed decision.

ERP & IT BUSINESS CASE VALIDATION : 
An exercise involving a testing and signoff of all processes by the relevant (target for a product line move, or source for an acquisition / JV) business process owners. At this time also, an order can be taken through its entire course, but this is not only a technical test. The outputs (documents and screens) should all be reviewed and validated by process owners. A signoff is required for each output and process from the business process owner.
		n		R		R		R		S		S		S		R																				m		m		m		m		m		m		m		m		l		m		m		m																												Y

		FALSE		6.9		Data Mapping/Interfacing 

E0021386:  IT SYSTEMS DATA MAPPING, DATA CLEANUP, INTERFACING: 
For any standard transition, an exercise involving clean up of data in the source location, mapping it via interfaces to the target ERP system, and migrating static, parameter, and dynamic data to the target ERP system.  Also consider alignment of the BoM (Bill of Materials) and language translations as appropriate.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the EQMS Policy Manual 


		n		R		R		R		S		S				R																				m		m		m		m		m		m		m		m		l		m		m		m																				CS-02017-T								Y

		FALSE		6.10		Finance/Accounting System Setup & Readiness

E0021386: FINANCE/ACCOUNTING SYSTEMS SETUP:
This process is intended to ensure that the receiving location is fully prepared to accept the new (transferred) product at the location from an accounting perspective. This set-up would include the following types of activities: standard costing set-up (including review of routings), order-entry process set-up (including selling prices), vendor activation, activity center and product line activation, asset listings and values.

Include setup of Tax Structure/SwissCo

FINANCIAL ANALYSIS READINESS REVIEW: 
This is a cross- functional review of financial readiness in anticipation of accumulated projected benefits and costs as a result of the implementation of the proposed project, as well as other specific Divisional or Group required activities. Examples of the costs to be included are start-up costs, severance & benefits costs, product validation costs, equipment move expenses, training and travel costs at both the sending and receiving facilities.		n		R		R		R				S				R																				m								m						l								m																				CS-02009-T								Y

		FALSE		6.11		Item Master Data Process Validation

David G Grimmer: ITEM MASTER DATA PROCESS VALIDATION:
This is the execution of the Item Master Data plan by part (part of the overall Master Data Validation Plan developed in stage 2) which includes the Plan for Every Part (PFEP), Material Resource Planning (MRP) and item Master validation developed in stage 2.  Item Master Validation is used to ensure accuracy of item and BOM information which is required for accurate and complete routings, stable schedules and forecasts.  The goal of this step is to establish accurate and complete information to enable the materials flow readiness at the receive site prior to production start-up.

		n		R		R		R		S				S		R																								m		m		l						m																														CS-02032-G						Y

		FALSE		6.12		Finance/Accounting System Transfer

E0021386: FINANCE/ACCOUNTING SYSTEMS TRANSFER : 
This process is intended to ensure that sending location transfers all of the necessary financial information to the receiving location. The sending location should provide product history such as throughput, scrap costs, warranty costs and historical product line profitability. The sending plant will be responsible to provide an accurate listing of the fixed assets being transferred to the receiving location. In the case of a transfer between two separate legal entities, the sending location needs to work with the receiving to define the process by which the fixed assets will have their fair market value determined (typically a third party assessor). The sending location will also be responsible to work with the receiving location to determine the process (including valuation) for transferring work-in-progress and finished goods inventory.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		n		R		R		R		S		S				S																				m				m				m				m		l		m						m																												Y

		FALSE		6.13		Business Processes Readiness Review

David G Grimmer: STAGE-3
BUSINESS PROCESSES READINESS VALIDATION:
This is the execution of the other elements of the overall Master Data Validation Plan developed in stage 2 beyond Item Master Data Process Validation.  This includes validating the data integrity for all other supporting processes, including order entry, procurement, order processing, Finance/Accounting, Warranty/Returns, etc.  Completing this activity will confirm the business processes and systems readiness of the receive site to support full production.

STAGE-4
BUSINESS PROCESS TRANSFER OF RESPONSIBILITY:
This is the final step of the Master Data Validation Plan developed in stage 2. The receiving site completes the actions associated with the MRP & Scheduling Process Validation and Business Process Readiness Review in stage 3.  In addition, the send and receive sites have agreed on specific dates for a seamless cutover of responsibilities associates with customer service and supplier management.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		n		R		R		R		S		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																												Y

		TRUE		7.0		Facilities																																								m		l		l		m		m										m

		TRUE		7.1		EHS Assessment & Strategy

David G Grimmer: EHS ASSESSMENT & STRATEGY: 
An itemized review of risks and regulatory requirements related to the sending site disposition, the receiving site current and future state, and any move/transitional considerations.  Existing and new locations should consider all permitting impacts related to both type and volume of product, chemical or process to include special consideration for plating, painting, hazardous material use, and the ability of the receiving site to receive wastes, wastewaters, etc.  The plan and assessment should include production equipment, facility and infrastructure support, transport of goods, material, and intermediate products.		Y		R		R		R		R		R		R		R																						m		m				m		m								m		l																														N

		FALSE		7.2		Facilities Assessment & Strategy

E0021386: FACILITIES ASSESSMENT & STRATEGY:
Facilities Assessment identifies items for both the Send and Receive sites that are to be considered in the planning stages of a transition project. Items to be considered include:
- Real Estate – includes new property, leased property - see    template
- Receiving Site Facility requirements - evaluate potential receiving location floor space, infrastructure (electric, water, air, permitting, etc.), and understand country-specific utilities and regulations

In addition, this assessment considers any new facilities construction that may be necessary to support the transition.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link under Policies and Manuals to the Tip Test Protocol and Tip Angle Calculator


		n		R		R		R		R		R				R																												m								m		l		m		m																						CS-02050-G						Y

		FALSE		7.3		New property or Lease EHS Due Diligence

Lynn, Karen R: NEW PROPERTY OR LEASE EHS DUE DILIGENCE
Corporate real estate, legal and Corporate EHS must be notified of new leases or property purchases.  The New Facility Plan must account for EHS Due Diligence including "Stage I & 2" evaluations. Note:  "Stage I & II" are technical terms for the assessment of soil and groundwater contamination.  The Stage II is typically a follow up from a Stage I assessment based on recognized ASTM protocols.
																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		n		S		S		S				S				S																																				m		m		l		m																						CS-02049-G						Y

		FALSE		7.4		Site Decommission & Disposition Assessment 

E0021386: SITE DECOMMISION & DISPOSITION ASSESSMENT & STRATEGY:
Facilities Assessment identifies items that are to be considered in the planning stages of a transition project. Items to be considered include:
   *  Real Estate – includes Eaton owned property, leased property
   *  EHS Site Decommissioning Planning and budgeting

																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Copy and paste this link to your browser: http://wcm-prod-cs.etn.com/Corp_EatonQualitySystem/index.htm
2. Follow the link to the EQMS Policy Manual 


		n				R																																						m								m		l		m		m																						CS-02049-G						Y

		TRUE		7.5		EHS Change Management Analysis, Regulatory Approvals & Action Plans

E0021386: EHS AND REGULATORY APPROVALS:
Action items such as obtaining permits for environmental purposes must be coordinated by the receive site management with assistance from the Environmental, Health and Safety (EHS) attorneys or Group attorneys, as required. Depending upon the type of operation, a permit application or modification request may need to be filed with either the federal, state or local environmental or health and safety regulatory authority, depending upon the impact to the environment or worker health and safety (e.g. wastewater or air discharge, use of hazardous chemicals).

Consult Eaton EHS and Legal for guidance and support

EHS ASSESSMENT AND ACTION PLANS:
An assessment of the environmental impacts and/or safety and health hazards at a facility resulting from the project.  For transition projects the analysis should be managed at the receiving facility, with input from the sending facility as required.  The change management assessment will assist the facility in identifying the necessary EHS permitting requirements and Regulatory Approvals as well as ensure that appropriate environmental, health and safety (EHS) reviews are completed at the site level prior to implementing the change.

Action items from the assessment, which may include obtaining permits for environmental purposes must be coordinated by the Manufacturing or Project manager, with assistance from the local EHS manager, consulting the EHS attorneys or Chief Counsel as required.  Depending upon the type of operation, a permit application or modification request may need to be filed with either the federal, state or local environmental or health and safety regulatory authority, depending upon the impact to the environment or worker heath and safety identified in the EHS Change Management assessment (e.g., wastewater or air discharge, use of hazardous chemicals).
		Y		R		R		R		R		R		S		R																						m		m				m				m						m		l		m																				MOC Tool

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		CS-02049-G						N

		FALSE		7.6		New Facility Plan

c9975693: NEW FACILITY CONSTRUCTION:
A complete detailed construction plan must be linked, milestones and financial, to the overall transition.  In the special case of a new construction the General Contractors plan is part of the overall transition plan.

Non new construction options include lease, lease-hold improvements, etc.  Note that this is allowable only when following corporate due diligence guidelines.  All necessary permits and authorizations for the facility, infrastructure and operations should be cross referenced in this plan


																																																																																

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the ELSS Website		n		S		S		S				S				S																												m				m		m		m		l		m		m																						CS-02049-G						Y

		FALSE		7.7		Non-Production Physical Assets Relocation Plan

c9975693: PHYSICAL ASSETS RELOCATION PLAN: 
The detailed plan to relocate physical assets (including inventory and non-machinery) should include: MRO items (usage history, Reorder points reorder quantities, lead time, last cost, supplier list), backups for any software programs (including PLC programs), PM/TPM documentation and history, removal of all fluids prior to shipment, rigging requirements, transportation requirements and costs, any boarder crossing documentation (market value, country of origin, etc.), utility requirements, documentation of current state process capabilities of the process (CPK), labor to prepare assets for relocation (disassembly if required), safety analysis (align with EHS change management) and fixes, clean paint as part of transition, installation costs (include rigging, electrical, air, water), operator training requirements, maintenance training requirements.  Also consider applicable import/export and custom regulations.  		n		R		R		S		S																														m		m		m		m				m				l		m		m																												Y

		TRUE		7.8		Receiving Site Infrastructure Plan

E0021386: FACILITY RECEIVING SITE INFRASTRUCTURE:
To prepare the receive site to accept the processes from the send site the necessary infrastructure must be in place.  Example infrastructure systems are: electrical distribution, fire suppression, water availability, air distributions systems, lighting, facility maintenance, HVAC systems, waste treatment, chemical management, etc.  detailed documentation of send site processes and equipment requirements, staffing levels, etc. is required to develop the infrastructure plan.  When moving into an existing site a facilities gap analysis with actions should be completed to facilitate preparation to receive the processes.  In addition, consider the import/export laws/processes of the countries involved when moving infrastructure.		Y		R		R		R		S		S				R																												m				m		m		m		l		m		m																												N

		FALSE		7.9		Send Site Infrastructure Disposition Plan 

c9975693: FACILITY SEND SITE INFRASTRUCTURE:
The goal of an effective Facility Plan is to prevent the destruction of value in our assets by implementing a centralized and coordinated process facilitated by experienced professionals in property management and disposition.  Critical success factors for the transition of facilities include the management of surplus properties, ensuring that best practices in facility decommission and deactivation are followed.  Corporate Real Estate has control over the disposition process as the corporate policies require, but the properties remain on the operations' ledgers and the holding costs directly paid by them.  

		n		S		R				S		S																																m				m		m		m		l		m		m																						CS-02034-G						Y

		TRUE		7.10		Site Disposition Plan

c9975693: SITE DISPOSITION PLAN:
Working in conjunction with and following the Global Real Estate (GRE) policies and procedures the plan typically includes the following elements:
• Informing GRE of pending plant/facility closure.
• Assigning a caretaker and notifying Environmental Engineering Department 
• Engaging a broker to sell or sublease
• Sell or sublease the property
		Y				R																																						m				m		m		m		l		m		m																				Site Disposition Procedure		CS-02049-G						N

		FALSE		7.11		Site Decommission Plan

c9975693: SITE DECOMMISSION:
If the send site is vacating floor space or the entire facility will no longer be used for production or is planned to be turned over to Eaton Real-estate for disposition the site will require decommission.  Eaton Legal and Real-estate should be engaged in the process of planning the decommission of the site.  Cost estimates for decommission should be included in the Expense budget.  Decommission costs include all cleaning of equipment, trenches, pits, etc. in addition to any regulatory or consulting costs.

Decommissioning should also consider security guidelines for vacated or idle properties.

		n				R																																						m				m		m		m		m		l		m																				See cell note

>: >:
Note:

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/1.0GeneralEnvironment/Planning/idcplg?IdcService=GET_FILE&RevisionSelectionMethod=LatestReleased&Rendition=Primary&dDocName=PCT_513401
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The document download dialogue box should appear
5. Download the "Facility Deactivation Protocol" documents. (Note: This is Corporate Required Template)

6. Select and Copy the following URL to access the Eaton Security Website:  http://portal.etn.com/intranet/faces/oracle/webcenter/portalapp/pages/deptsuppliers/security.jspx?_adf.ctrl-state=ifrtzqg04_521&_afrLoop=27503965378419&nsRole=Employee%2CWorkPlaceSecurity_ADD%2CWorkPlaceTravelSecurity_ADD%2CWorkPlacePersonalSecurity_ADD%2CWorkPlaceSecurityLinks_ADD%2CWorkPlaceSiteSecurity_ADD%2CWorkPlaceSecurityAlerts_ADD%2CWorkPlaceSecurityHelp_ADD

7. Under the Standards Section, download "Vacated Property Physical Security Guidelines (DOC)"


		CS-02049-G						Y

		FALSE		7.12		New Facilities Construction Completion

c9975693: NEW FACILITY CONSTRUCTION:
A complete detailed construction plan must be linked, milestones and financial, to the overall transition.  In the special case of a new construction the General Contractors plan is part of the overall transition plan.

		n		S		S		S				S				S																												m				m		m		m		l				m																												Y

		TRUE		7.13		Update Facilities Infrastructure 

e0038196: FACILITY RECEIVING SITE INFRASTRUCTURE:
To prepare the receive site to accept the processes from the send site the necessary infrastructure must be in place.  Example infrastructure systems are: electrical distribution, fire suppression, water availability, air distributions systems, lighting, facility maintenance, HVAC systems, waste treatment, chemical management, etc.  detailed documentation of send site processes and equipment requirements, staffing levels, etc. is required to develop the infrastructure plan.  When moving into an existing site a facilities gap analysis with actions should be completed to facilitate preparation to receive the processes.  Include any sub-contractor.  Include system/contracts for on going maintenance of systems.
		Y		R		R		R		S		S				R																				m								m						m		m		l		m																														N

		TRUE		7.14		Facilities Readiness Reviews

E0021386: FACILITIES READINESS REVIEW: 
A Readiness review of the facilities on the Receiving side to which a product line is being transferred is the responsibility of the MFG Operations personnel.  This role is part of the Facilities functional team for coordinating the move.  Action items such as obtaining permits for environmental purposes must be coordinated by the local MFG manager and the appropriate Environmental attorneys (i.e. EHS - Environmental Health and Safety) or Group attorneys.  Depending upon the type of operation, a permit may need to be filed with the EPA to cover different concerns (e.g. wastewater discharge, other safety precautions).

		Y		R		R		R		S		R				R																				m								m						m		m		l		m		m																												N

		FALSE		7.15		Right to Occupy Review

Lynn, Karen R: Right to Occupy Review
Right to Occupy Review is intended to ensure that all necessary permits and authorizations are received prior to occupancy and movement of equipment into a receiving site.  Such authorizations may include but are not limited to:
- Business Licenses
- Occupancy Permits
- Fire Protection Permits/Authorizations
		n		S		S		S				S				S																												m				m		m		m		l		m		m																				MOC Tool

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		CS-02034-G						Y

		FALSE		7.16		Infrastructure Asset Transfer

E0021386: INFRASTUCTURE ASSET TRANSFER : 
Transfer of assets defined in Stage 2 not directly involved with producing product. Examples would include computer mainframes, air compressors, boilers, cranes, cooling towers etc. Execute Non-Production Physical Asset Transfer Plan per MOC, Finance Policy H-4, and Sale of Fixed Assets between Eaton Legal Entities.. Reference Policy H-7 for surplus assets and disposal.

																																																																														

Mark Gray: HR Organizational Assessment and Design – Contact HRM or DHRM		n		R		R		S		S		S																								m								m						m		m		l				m																				MOC Tool

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		See cell note

>: >:
Note:

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/Corp_FinancialAccounting/FinancialPolicies/HPolicies/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. Follow the link to Finance Policies H-4 and H-7 and download. 

(Note: This is Corporate Required Template)

						Y

		TRUE		7.17		Facilities Infrastructure Pre-Production Review

E0021386: FACILITIES INFRASTRUCTURE PRE-PRODUCTION REVIEW: 
A readiness review of the transferred and/or upgraded infrastructure at the receive site prior to production trial run activities. Includes water, power, air, lighting, etc.

		Y		R		R		R		S		R				R																				m								m						m		m		l				m																												N

		FALSE		7.18		Transfer of Production Support Office Equipment

David G Grimmer: TRANSFER OF PRODUCTION SUPPORT OFFICE EQUIPMENT :

Physical transfer of production support OFFICE equipment (desks, chairs, etc.)  from the sending location.

IT equipment will typically be processed and transferred under a separate IT project.

Execute Production Physical Asset Transfer Plan per Finance Policy H-4, Sale of Fixed Assets between Eaton Legal Entities. Reference Policy H-7 for surplus assets and disposal.
																																																																																

GrimmDG: Note:  

In order to access Eaton's Organization Change Management webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/OCM/PCT_2872333
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. There are Books and worksheets available for download as well as Eaton University course reference information.		n		R		R		S		S																														m		m		m		m						m		l				m																												Y

		FALSE		7.19		Facility Modification / Decommission

E0021386: FACILITY DECOMMISSION:
The decommissioning of a facility (transfer of assets to Corporate) is handled as part of the Best Practice procedures performed by the Eaton Environmental Services personnel.  Please reference the Facilities Plan document that summarizes the processes, critical outputs, and contacts of the deactivation/decommissioning process of a surplus property.
		n		S		R						S				S																						m		m				m				m						l		m		m																						CS-02034-G						Y

		FALSE		7.20		Asset Disposition

E0021386: ASSET DISPOSITION: 
Disposition of all assets no longer required at sending location as a result of the project transfer. Includes cancellation of all leases for equipment, vehicles, etc.

																																																																																

GrimmDG: Note:  

In order to access Eaton's Organization Change Management webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/OCM/PCT_2872333
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. There are Books and worksheets available for download as well as Eaton University course reference information.		n		S		R		S		S		S																										m		m				m				m		m		m		l		m		m																						See cell note

GrimmDG: Note: 

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL: http://wcm-prod-cs.etn.com/Corp_SupplyChainManagement/CapitalMachineryandManufacturingEquipment/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. Follow the links to the appropriate tools for asset disposition.
6. Download the appropriate Tool needed
						Y

		FALSE		7.21		Facilities Contract Ramp Down

E0021386: FACILITIES CONTRACT RAMP-DOWN
Ramping down the facilities services and contracts, as appropriate, at the send site. Examples include infrastructure maintenance, utilities, grounds maintenance, security, etc.

		n		S		R		S		S		S																																m						m		m		l		m		m																												Y

		TRUE		8.0		Project Management																																				m		m		m		m		m		m		m										l

		TRUE		8.1		Initiation

		TRUE		8.1.1		Risk Assessment

E0021386: RISK ASSESSMENT WORKSHEET: 
Used to determine the Risk Classification of each project. A cross-functional team that is knowledgeable of the proposed project should complete this assessment. The categories that are considered in evaluating the level of risk for each project are:

1. Product/Process Knowledge; 
2. Transition Scope;
3. Performance Management;
4. Social/Cultural/Legal/Contractual.
		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				RAW								N

		TRUE		8.1.2		Project Charter

E0021386: PROJECT CHARTER: 
A document used to formally authorize a project to begin. The Project Charter summarizes the project scope, timing, resource requirements, cost estimates, project constraints, and assumptions. In addition, the document is used to describe the business opportunity that the project represents. In general, this is accomplished by providing a description of the affected product/processes and the business need that the project will address. Additional data may be included such as the customer impact, manufacturing and sourcing approach, overall financial benefits, and other information that would show the business advantage of undertaking the project. 

The Project Charter is developed during Initiation and is used to authorize release of resources. The Project Charter would typically be signed by the DGC at the Gate 0 gate sign-off to approve the business concept and could be used in place of the Gate Approval form to document a project's Gate 0 approval. 

		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02023-T1								N

		TRUE		8.1.3		Activity Matrix Setup

c9975693: ACTIVITY MATRIX SETUP: 
As a team, Team Scaling and Stage Sequencing need to be performed as described below.

1. Team Scaling – The PM and team may de-select individual activities in the active work packages. Activity R (Required) and S (Should) designations are provided in the Activity Matrix as a reference point to identify typical relevance of each activity depending on work package risk classification.  Activities may be deselected with proper justification by the team as well as Work Packager Approver and DGC agreement.  This applies to R activities as well.  Prior to deselecting and activity, proper evaluation and care should be used to ensure the activity truly does not apply or add value to the project.  Inappropriately deselecting an applicable or value-added activity would typically introduce considerable risk to the project that may not be realized until late in the development cycle, and may result in significant rework or even lead to project failure.

2. Stage Sequencing – Gray cells under the Stage Sequencing columns in the Activity matrix indicate in which stage activities are typically performed. The team has the ability to modify in which stages activities will actually be performed by placing an X in the applicable stage columns 0-6.  Once again, proper evaluation and care should be used when pulling ahead or delaying the start or completion of activities.  Without proper justification, analysis and planning, doing so may likewise introduce additional risk to the project that may also not be realized until late in the development cycle, and may result in significant rework or even lead to project failure.

WPA / DGC APPROVAL:
 Team Scaling & Stage Sequencing decisions made by the team must be approved by the Work Package Approvers and DGC. This is typically done in conjunction with Stage 1 Work Package Approvals and by the DGC as part of Gate 1 and reconfirmed at Gate 2. See the Work Package Approval Guide (CS-01128-G) and Decision Gate Guide (CS-01127-G) for additional information.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		8.2		Planning

		TRUE		8.2.1		Review Eaton Transition Lessons Learned

E0021386: REVIEW LESSONS LEARNED: 
A review of the listing of general Lessons Learned created by PROLaunch Stage for STP.  This document should be reviewed by the entire Transition Team to ensure understanding and avoid repeating past shortfalls.  In addition, the PROLaunch-STP Lessons Learned database should be reviewed for applicable specific lessons learned. Lastly, discussions with past Integration/Transition Leaders and team members is recommended.  

The objective of this exercise is to identify specific actions which can be taken to avoid the "pitfalls" of previous programs and replicate the best practices. Doing this activity in stage 0 supports the initiation process, which is often executed without the core team. It should be repeated again when the full core team for both send and receive are available. In addition, it should be repeated by the core team at the beginning of each stage, looking ahead to the lessons learned associated with the next stage. This stage-by-stage "look ahead" supports proactive management of risk throughout the transition project.		Y		R		R		R		R		S		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																						CS-02025-G						N

		TRUE		8.2.2		Financial Analysis

c9975693: FINANCIAL ANALYSIS: 
Cash flow analysis for the project that includes initial estimates of one time expenses, balance sheet reserves, capital investments, working capital impact and project savings.  The identified Group modeling tool should be used or the CAR model should be used.

In addition, the financial analysis includes inventory and considers the impact to both the sending/receiving location profit plan as well as the division profit plan.  Transfer pricing should be considered.

MATURITY EXPECTATIONS:
Stage 0: Rough-cut financial analysis to understand overall cost/benefits.
Stage 1: Comprehensive financial analysis to establish the financial baseline.
Stage 2-6: Update the analysis based on variances to the baseline. At gate 2, if there are significant variances to the baseline financials, re-baselining would be appropriate upon DGC approval.
		Y		R		R		R		R		S		R		R																				m		m		m		m		m		m		m		l		m		m		m		m																				CS-02055-T								N

		TRUE		8.2.3		Assign Core Team / PM / Team Roster

Chaudhari, Nilesh U: ASSIGN INITIAL TEAM (Stage0):
A team of core transition team members who begin the information gathering and analysis activities associated with the transition.  Ideally members of this initial team will become core team members of the transition and transfer knowledge obtained to all transition resources.

ASSIGN PROJECT MANAGER (Stage1):
The initial screen of a project may be completed at a strategic level by a team of people evaluating multiple projects.  After the project has been approved by the DGC to move to the Strategy Stage, Stage 1, a project manager must be assigned to the project.  The intention is the manager assigned in Stage 1 will lead the project through Stage 6.  The proposed Core project team members should be identified at this time.  The team members may not be assigned but could be asked to provide input into the project strategy development.

The project manager has overall responsibility for both send and receive sites and is accountable for the overall project success, including achieving the project financial and non-financial objectives. Both send and receive sites also have site leaders. One of the site leaders may also assume the overall transition project manager role, with a preference for it being the receive site leader. For larger transition, the project manager may be an additional role and may come from outside either the send or receive sites.
		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																						CS-02042-G						N

		TRUE		8.2.4		Assign an experienced Transition Mentor to the Project Team

c9975693: TRANSITION MENTOR:
The transition mentor is versed in the STP process and has led transition projects.  The mentor will guide the project team and the DGC through the STP process and help ensure quality of execution.  
The business leader is responsible for assigning a mentor, and for assessing the need based on the team and team leader's experience and complexity of the STP project.

		Y		S		R		S		S		S		S		S																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		8.2.5		Transition Strategy, Objectives & Business Plan

E0021386: TRANSITION STRATEGY AND OBJECTIVES:
 A high level view of the transition plan including: a vision of the post transition organization; identification of key risks and contingency plans; transition timing and budget; core team membership; and the human resource policies.  The goals of the Transition Strategy are to create a unifying vision for the transition, identify and train the Core Team, establish Human Resources policies, provide guidance in the development of the project schedule, budget and Communications Plan.
 		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																						CS-02033-G						N

		TRUE		8.2.6		Project Plan 

c9975693: PROJECT PLAN: 
Project Manager will create, formally issue, & maintain a project specific plan.
Timing: Stage 1 – Initiated, Stage 2 Baseline issued. Reviewed throughout the program, & only updated per the Project Change Management Plan.
Elements of the plan include:
• Scope
• Strategy
• Team Roster
• Work Break Down Structure & Activity Definition
• Project Cost & Budget
• Resource Plan
• Project Schedule

PROJECT COST: 
The Eaton funded project cost, excluding the cost of capital. Project costs include all costs that are associated with the project that are tracked by the performing organization. Examples of costs include: labor, material, consulting, travel, etc.)

PROJECT BUDGET: 
The target for resource expenditures for a project. Ideally the budget will be time-phased and will be subdivided for administrative convenience by functional organizations and/or cost elements (such as labor, materials, advertising, travel costs, etc.). Capital items are covered separately in the capital budget. The Project Budget is normally developed by the team and negotiated with management. Changes to the Project Budget should be controlled and should be based on changes to project scope or time requirements. The budget, actual costs, and latest projections are tracked using the budget report.

RESOURCE PLAN: 
A written estimate of the key project resources (including people, equipment, facilities, and tools) required in each phase to design, develop, validate, and produce the product. Human resources should include technical, purchasing, quality, business, sales, marketing, manufacturing, testing, and internal/external suppliers.

PROJECT SCHEDULE: 
The planned (or eventually actual) dates for project activities or milestones. The preferred form of project schedule is a networked set of activities developed using Microsoft Project or a similar software application. Project schedules are often done in layers of increasing complexity. Typical layers are Milestone Schedules (used to keep the major stakeholders informed; targets the project’s major events); Deliverable Schedules (used by the project manager and core team to monitor activities and control the project); and Task Schedules (used by deliverable leaders to manage the details of the project). Schedules should be correlated to resource plans. The initial schedules should be saved to form a baseline capturing the original targets.

WORK BREAKDOWN STRUCTURE: 
The Work Breakdown Structure (WBS) is an indentured grouping of project elements providing an organized structure and definition of the entire scope. The structure is a decomposition of the project into increasingly detailed descriptions at each successive level. The WBS identifies all the deliverables that must be finished to complete the project scope. The decomposition must contain the total project scope, while allowing work to be managed effectively within the organization. The WBS should preferably be a deliverable-oriented grouping of project work, which will facilitate tracking and control. Alternatively, the WBS may be based on phases or other principles, if this will result in better management within the organization.

SCOPE: 
The complete set of work, products, and services that pertain to a project. Scope is one of the three parts of the Triple Constraint of project management. Scope may be divided into Project Scope and Product Scope if desired. Project Scope is the work that must be done to deliver a product with the specified Product Scope or performance. Product Scope is the set of features and functions of the product being developed. Scope is captured in a Scope Statement, which is a written record that constrains the project, provides the basis for all project decisions, contains the key elements for project success, and forms the basis for agreements between the project team and the project customer.

STRATEGY: 
A high-level description of the specific and (often) unique approach for achieving the project's objectives. The definition of the project strategy should be completed prior to developing more detailed project planning elements such as the Work Breakdown Structure, activities, and Risk Log. Example project strategy components include: technology development techniques; development sequence of deliverables; top level make/buy decisions; supplier management approaches; module re-use; risk reduction methods; test methods; etc.

TEAM ROSTER: 
A list of the active team participants and their responsibilities related to the current stages of the project.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																						CS-02039-G						N

		TRUE		8.2.7		Risk Management Plan 

E0021386: RISK MANAGEMENT PLAN:
A process for identification, analysis, prioritization, response identification, tracking and monitoring the overall project risks.  Also known as the risk registers or risk response plan.  The risks and response actions are tracked on the Risk Log (template identified).   The Risk Log records the details pertaining to all identified project risks. The log fields (columns) include the risk event, probability of occurrence, impact of occurrence, overall risk priority rating, responses, risk owners, and current status. Creation and maintenance of the Risk Log are team activities driven by the Project Manager.

Any risk drivers identified during completion of the Risk Assessment Worksheet (RAW) should be used as a primary input to the Risk Management Plan.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				ENT.TM0004
Risk Mgt Log

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Risk Management Log 


								N

		TRUE		8.2.8		Change Management Plan

E0021386: PROJECT SCOPE CHANGE MANAGEMENT PLAN: 
This document describes how project scope will be managed and how scope changes will be integrated into the project. It should also include an assessment of the expected stability of the project scope (i.e., how likely is it to change, how frequently and by how much). The scope management plan should also include a clear description of how scope changes will be identified and classified.
Most change requests are result of:
-  An external event (e.g., a change to a government regulation).
-  An error or omission in defining the scope of the product (e.g. failure to include a feature in the design...).
-  An error or omission in defining the scope of the project (e.g., using a BOM instead of a WBS).
-  A value-adding change (e.g., an environmental remediation project is able to reduce costs by taking advantage of technology that was not available when the scope was originally defined.)
-  Implementing a contingency plan or workaround plan to respond to a risk.
		Y		S		S		S		S		S		S		S																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-00008-T		CS-00015-G						N

		TRUE		8.2.9		Product/Service Transition Requirements 

E0021386: PRODUCT/SERVICE TRANSITION REQUIREMENTS: 
Develop a list of requirements, which the transition project must adhere to or meet upon completion. Requirements could include items such as demand forecasts, transition project timing requirements, quality and/or customer satisfaction measures, financial measures, etc. Demand forecasts are the Identification of all known and anticipated customer orders during the transition period. This includes both OEM and Aftermarket customers. Consider past history and volume ramp-ups when forecasting anticipated orders.  In addition, consider the 'country of origin' part marking requirements for the products being moved.
		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		8.2.10		Conduct Project Planning Workshop

c9975693: PROJECT PLANNING WORKSHOP:
Facilitated working session that leads project teams through a series of steps to ensure the project is started in an organized and systematic method. Deliverables include scope, work break down structure, roles / responsibilities, constraints, risks, assumptions, communication process, team member buy in to the plan, and detailed planning schedule.

		Y		R		R		R		S		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																						PPW SharePoint						N

		TRUE		8.2.11		Capital Appropriation Request Approval

E0021386: CAPITAL REVIEW:
This is a review of the expected capital expense prior to the spending of related funds.  The review should include at a minimum the Divisional Controller, Plant Management, Supply Chain Management and Project Managers.  The review should focus on the type of spend, deprecation schedule, business impact, and other Divisional or Group specifics.  The capital spend should also be compared to the current year Strategic Plan.

CAPITAL APPROPRIATION REQUEST:
The means of requesting and getting approval to spend capital funds within Eaton (may include Eaton owned capital for suppliers). Approval of capital appropriation funds varies by the total amount requested and consists of higher-level approval authorization in the Division organization. The reader should review Eaton Financial Policy H-2 to understand the requirements for Capital Appropriations within Eaton Corporation
		Y		S		S		S		S		S		S		S																				m		m		m		m		m		m		m		m		m		m		m		l																				CARS link		See cell note

>: >:
Note:

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/Corp_FinancialAccounting/FinancialPolicies/HPolicies/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. Follow the link to Finance Policy H-2 and download. 

(Note: This is Corporate Required Template)

						N

		TRUE		8.2.12		Capital & Expense Budget 

E0021386: CAPITAL & EXPENSE BUDGETS:
A financial budget to execute the transition.  The capital budget is for both in-house and Eaton owned supplier tooling, gauging, and equipment. A capital budget has individual line items representing large individual capital requirements and groups of smaller types of capital. The budget amounts are based on preliminary and/or final quotations, historical capital purchase experience, and estimates. This information will be used to develop the Capital Appropriation Request.

The transition expenses to execute the project are divided into one time expenses that impact the P&L at the time of expenditure (e.g. project team costs, team travel, non-capital tooling, etc) and expenses booked to the balance sheet reserves at an event occurrence (e.g. severance costs, stay pay, etc.).

		Y		R		R		R		R		R		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02037-T								N

		TRUE		8.2.13		Financial Control Process Definition

c9975693: FINANCIAL CONTROL PROCESS:
The overall project spending (capital and expense) is approved as part of the financial justification.  The project justification will take different forms (i.e. CAR, Executive Presentation, Board of Directors presentation) depending on the size and scope of the project.   Once the overall project financials are approved a process must be in place for spending authorization.  Depending on the size and scope of the project different team members will have different spending authorization authority.  The process should include; Spending approval process, team forecasting process, project reporting, intercompany sales etc.

		Y		R		R		R		R		R		S		R																				m		m		m		m		m		m		m		l		m		m		m		m																												N

		TRUE		8.2.14		Transition Project Resource Plan

E0021386: RESOURCE PLAN: 
A written estimate of the key project resources (including people, equipment, facilities, and tools) required in each stage to complete the relevant activities. Human resources should include engineering, purchasing, quality, business, sales, marketing, manufacturing, testing, project management, and internal/external suppliers. A gap analysis should be performed of required vs. available resources and propose solution aligned to project schedule. Resource impacts to the business should be included in the analysis to ensure resource availability. Where applicable, all core project team members should have goals and objectives in Apex aligned to the project's requirements.		Y		R		R		R		R		R		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02038-T								N

		TRUE		8.2.15		Stage 5 Exit Criteria

David G Grimmer: STAGE 5 EXIT CRITERIA :
Stage 5 Exit Criteria are established at G4. This is a clear definition of what the team is to do in stage 5 before they can hold their G5 and is approved by the DGC at G4. The criteria is established by looking at incomplete deliverables and performance measures, including cost and quality goals, for the product and defining what specifically needs to be completed prior to receiving a G5 ‘Go’ decision.  This criteria should be established in conjunction with key stakeholders (functional and business leaders) prior to the Decision Gate.

Note: This is not the place to add scope to the project. This is simply defining clear, objective and actionable criteria that will enable the project to close.  Scope changes should be treated as an additional follow-on project once this project is completed.																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		Y		R		R		R		S		R		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02047-T								N

		TRUE		8.3		Execution & Control

		TRUE		8.3.1		Project Team & Decision Gate Committee (DGC) Training

c9975693: PROJECT TEAM & DECISION GATE COMMITTEE (DGC) TRAINING:
In many cases the Project Team and/or DGC members have not participated in transition projects and/or other PROLaunch projects.  Formal training of the Project Team and DGC is needed to prepare the members to support the project and understand their roles and responsibilities.  The training will also outline the time commitments of the DGC to support the project.

		Y		S		S		S		S		S		S		S																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		8.3.2		Project Meeting Minutes/Action Item List

c9975693: PROJECT MEETING MINUTES: 
Documents recording the information pertaining to meetings. Meeting reports include Agendas, Minutes, and sometimes meeting-specific action item lists. Agendas are used to provide structure to meetings and to inform participants of expectations. Minutes record attendance and significant decisions or discussions. Meeting action items may also be tracked on a consolidated Action Item List. A template for the Project Meeting Report and Action Items are referenced as templates.

		Y		R		R		S		S		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-00003-T								N

		TRUE		8.3.3		Project Status Report

E0021386: PROJECT STATUS REPORT:
A document, usually issued periodically (e.g., monthly), describing the position of the project relative to the plan. There may be status reports for internal team or company purposes, and also status reports that are deliverables to external customers. Typically the report describes progress relative to planned milestones, completed actions since last review, provides status of risks or issues, next period planned actions and includes the project metrics. Depending on the level of detail desired, the report might be organized into logical sections correlated to the project plan. The author is often the project manager, but team members or deliverable managers may create subsections.

		Y		S		S		S		S		S		S		S																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-00004-T								N

		TRUE		8.3.4		Project Scorecard

David G Grimmer: PROJECT SCORECARD: 
The Project Scorecard is a tool that shows the key project metrics in a one page view depicting the overall health of the program measured against the baselines. The Project Scorecard is used to report monthly project health status and proactively monitor and control the program, including identification of Return to Green (RTG) plans for each metric.  In addition, the Project Scorecard is a key document used in Decision Gates to assess the health of the project during the Decision Gate process. 		Y		R		R		S		S		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02046-T								N

		TRUE		8.3.5		Project Records Repository

c9975693: PROJECT RECORDS REPOSITORY: 
A compilation of the complete set of project information that is generated throughout the project life cycle. Typical media is a Project SharePoint. In Stage 1, the Project Manager should outline the SharePoint strategy and plan for collection, organization, access and retrieval of all key project documentation. Regardless of which media are used, the records should be current and complete, and should be readily available and accessible to team members and other project stakeholders, as required. The preferred structure of the Project Records Repository is according to the five project management process groups: Initiation, Planning, Execution, Control, and Closing, with Execution and Control information typically collected together. The records begin with such items as the title and charter, growing as the project progresses and additional items become available. The Project Records Repository must include configuration/version control management. When the project is finished, the Project Records Repository would typically transfer to the Project Records Archive. 		Y		R		R		R		R		S		S		R																				m		m		m		m		m		m		m		m		m		m		m		l																				SharePoint Request								N

		TRUE		8.3.6		Lessons Learned Capture

c9975693: LESSONS LEARNED:
Lessons Learned are defined as the learning gained from the process of performing the project. Lessons learned must be captured so as to become part of the historical database for future stages of the project or for use by other future projects of the performing organization. Lessons learned may be identified and captured at any point in the project, but must be captured at the end of the project for those projects with a risk classification of Major Repeater and above. Identification of lessons learned can be accomplished in a variety of ways such as reviewing:
• variations in project performance metrics, both positive and negative;
• what went well and should be continued on future projects;  
• what did not go well and should be revised or discontinued on future projects;
• and PROLaunch process issues.
Capturing lessons learned includes documenting the lesson, the corrective action taken (if applicable), the reasons for taking that course of action (if applicable), and recommendations for process changes or for future projects to consider.
																																																																														

>: >:
Note:

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/Corp_EHS/MESH/MESHStructure/1.0GeneralEnvironment/Planning/idcplg?IdcService=GET_FILE&RevisionSelectionMethod=LatestReleased&Rendition=Primary&dDocName=PCT_513401
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The document download dialogue box should appear
5. Download the "Facility Deactivation Protocol" documents. (Note: This is Corporate Required Template)

6. Select and Copy the following URL to access the Eaton Security Website:  http://portal.etn.com/intranet/faces/oracle/webcenter/portalapp/pages/deptsuppliers/security.jspx?_adf.ctrl-state=ifrtzqg04_521&_afrLoop=27503965378419&nsRole=Employee%2CWorkPlaceSecurity_ADD%2CWorkPlaceTravelSecurity_ADD%2CWorkPlacePersonalSecurity_ADD%2CWorkPlaceSecurityLinks_ADD%2CWorkPlaceSiteSecurity_ADD%2CWorkPlaceSecurityAlerts_ADD%2CWorkPlaceSecurityHelp_ADD

7. Under the Standards Section, download "Vacated Property Physical Security Guidelines (DOC)"


		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02001-T		CS-00001-G						N

		TRUE		8.3.7		Team Recognition Event

c9975693: TEAM RECOGNITION EVENT: The Project Manager organizes an event to thank the team members for their support and recognize the achievement of the team's goals.
		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																												N

		TRUE		8.3.8		Implement Stage-wise Activity Completion Plan 

Chaudhari, Nilesh U: ACTIVITY COMPLETION PLAN: 
A documented plan for the completion of the issues rated Yellow / Red. This activity completion plan describes the issue(s), the background explanation for why the activity is yellow/ red, steps to be completed, who leads and dates to be completed.  Finally, this plan states the risk(s) caused by this issue and the potential impact on scope, quality, time and cost if the DGC decides to move ahead with this project.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-00014-T								N

		TRUE		8.3.9		Decision Gates

Chaudhari, Nilesh U: GATE SIGN-OFF: 
A formal review and a documented assessment (via the Activity Matrix Gate Approval form or Outlook & SharePoint) by the Decision Gate Committee that allows the project to:
• Go – Continue with the project into the next stage (acceptable minor issues may still exist).
• Redirect – The project does not receive permission to proceed to the next stage but it does receive permission to continue work. Major issues exist that require additional work, and/or incomplete work needs to be completed before proceeding to the next stage.
• Hold – The project priority is too low to proceed. The project’s activities and quality of event of the gate review is satisfactory to proceed to the next stage. However, the project’s priority is lower relative to other projects underway and the organization has insufficient resources or funding available to execute the next stage.
• Kill – Terminate the project and release all resources for other projects. A Kill signifies low confidence that the project will provide the necessary business return and competitive advantage to proceed. Reasons for Kills may be technical feasibility, lack of compelling customer need or other business reasons.																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-02022-T

Mark Gray: Note:
CS-02022-T0 to CS-02022-T6 are the checklists for guiding the activities associated with the Decision Gate process. This checklist defines the workflow for pre-Gate, Gate and post-Gate activities.
In addition, the checklist includes additional templates to support completion of these activities.		CS-02056-G						N

		TRUE		8.4		Closing

		TRUE		8.4.1		Final  Report

E0021386: PROJECT STATUS REPORT: 
A document, usually issued periodically (e.g., monthly), describing the position of the project relative to the plan. There may be status reports for internal team or company purposes, and also status reports that are deliverables to external customers. Typically the report describes progress relative to plans, provides status of risks or issues, and includes the project Budget Report. Depending on the level of detail desired, the report might be organized into logical sections correlated to the project plan. The author is often the project manager, but team members or deliverable managers may create subsections.
																																																																														

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the MESH System and the Management of Change Tool


		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																				CS-00006-T								N

		TRUE		8.4.2		Project Records Archive

E0021386: PROJECT RECORDS ARCHIVE: 
An archival set of files that preserves the project records for a completed project. Transferring the Project Records Repository into archival storage creates the archive. The purpose of the archive is to retain a formal and durable record of the project history and results. Access should be available to anyone with a need to review project history, methods, results, etc. Business or contractual requirements should be used to determine the retention time period. 
																																																																																

>: >:
Note:

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/Corp_FinancialAccounting/FinancialPolicies/HPolicies/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. Follow the link to Finance Policies H-4 and H-7 and download. 

(Note: This is Corporate Required Template)

		

GrimmDG: Note: 

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL: http://wcm-prod-cs.etn.com/Corp_SupplyChainManagement/CapitalMachineryandManufacturingEquipment/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. Follow the links to the appropriate tools for asset disposition.
6. Download the appropriate Tool needed
		

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Risk Management Log 


		

>: >:
Note:

In order to access this webpage, please follow these steps;
1. Open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Select & Copy the following URL:  http://wcm-prod-cs.etn.com/Corp_FinancialAccounting/FinancialPolicies/HPolicies/index.htm
3. Paste the URL into the JOE Address Bar and hit ‘Enter’.
4. The Intranet site should appear.
5. Follow the link to Finance Policy H-2 and download. 

(Note: This is Corporate Required Template)

		

Mark Gray: Note:
CS-02022-T0 to CS-02022-T6 are the checklists for guiding the activities associated with the Decision Gate process. This checklist defines the workflow for pre-Gate, Gate and post-Gate activities.
In addition, the checklist includes additional templates to support completion of these activities.		Y		R		R		R		R		R		R		R																				m		m		m		m		m		m		m		m		m		m		m		l																						Records Retention Policy

>: Note:
1. In order to access this webpage, open JOE (You MUST be in JOE and have an ‘E’ Number for this link to work.  (Contractors will NOT be able access EBS related sites.) 
2. Follow the link to the Records Retention Policy


						N



								Legend:

Risk Class: 
 R= Required 
 S= Should

Responsibilities: 
l =  Deliverable Leader (responsible and accountable)
m = Supporting (expected to provide input and cross-functional
       collaboration on deliverables)																																												Activity Status Recap

																																																				Total Green - G																										3

																																																				Total Yellow - Y																										3

																																																				Total Red - R																										0

																																																				Total																										6

																																																				% Green																										50%



																																																				Total Completed Late																						0

																																																				Total Completed On Time																						0

																																																				% On Time																						ERROR:#DIV/0!
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Gate Approvals



								Project Name:		PTH Bottleneck Reduction

David G Grimmer: Enter Project Name on the Roster tab. Project name is auto populated here from the Rosters tab.



								Risk Classification:		MAJOR REPEATER

c9975693: Note: This is auto populated from the RAW tab.
																														Transition Type:

Chaudhari, Nilesh U: This is auto populated field from RAW tab																		0



								Gate 0: Approval to Proceed to Stage 1 - Strategy

								WORK PACKAGE APPROVALS

								Work Package																																Approval (Functional Manager)																																Date

								 Business Plan																																0

								    Project Management																																0

								Decision Gate Committee                                                                                                                                       Gate 0 Date:

						Decision Gate Committee to check one:

		FALSE				GO - Continue to the next stage

		FALSE				GO-Conditional - Continue to the next stage, but complete the conditions as established by the DGC

		FALSE				Redirect - Not ready to proceed.  There is more work to do in the current stage

		FALSE				Hold - Do not continue at this time.  Available resources are assigned to higher priority projects

		FALSE				Kill - Perform Stage  6 and close the project

						Instructions:

								Name																																												Title

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
														Yes		No		Date

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0





								Gate 1: Approval to Proceed to Stage 2 - Detailed Planning

								WORK PACKAGE APPROVALS

								Work Package (includes Activity matrix Setup ) 																																Approval (Functional Manager)																																Date

								Sales/Marketing																																0

						ERROR:#REF!		Product Engineering																																0

						ERROR:#REF!		SCM/Logistics / Supplier Quality																																0

						ERROR:#REF!		Materials Management																																0

						ERROR:#REF!		Manufacturing Ops																																0

						ERROR:#REF!		Quality																																0

						ERROR:#REF!		Human Resources																																0

						ERROR:#REF!		Finance																																0

								Information Technology																																0

								Facilities																																0

								EHS																																0

								Business Plan																																0

								Project Manager																																0

								Decision Gate Committee                                                                                                                                       Gate 1 Date:

						Decision Gate Committee to check one:

		FALSE				GO - Continue to the next stage

		FALSE				GO-Conditional - Continue to the next stage, but complete the conditions as established by the DGC

		FALSE				Redirect - Not ready to proceed.  There is more work to do in the current stage

		FALSE				Hold - Do not continue at this time.  Available resources are assigned to higher priority projects

		FALSE				Kill - Perform Stage  6 and close the project

						Instructions:

								Name																																												Title

c9975693: DGC Approvals may also be processed via Outlook and stored in SharePoint
														Yes		No		Date

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0

								0																																												0





								Gate 2: Approval to Proceed to Stage 3 - Transition Setup

								WORK PACKAGE APPROVALS

								Work Package (includes Activity matrix Setup ) 																																Approval (Functional Manager)																																Date

								Sales/Marketing																																0

						ERROR:#REF!		Product Engineering																																0

						ERROR:#REF!		SCM/Logistics / Supplier Quality																																0

						ERROR:#REF!		Materials Management																																0

						ERROR:#REF!		Manufacturing Ops																																0

						ERROR:#REF!		Quality																																0

						ERROR:#REF!		Human Resources																																0
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		FALSE				GO-Conditional - Continue to the next stage, but complete the conditions as established by the DGC

		FALSE				Redirect - Not ready to proceed.  There is more work to do in the current stage

		FALSE				Hold - Do not continue at this time.  Available resources are assigned to higher priority projects

		FALSE				Kill - Perform Stage  6 and close the project
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Agile PROLaunch STP Notes:

1. Agile PROLaunch-STP - Usage Indicators. Agile PROLaunch STP applies to the transitioning of
products, components, lines or cells under the following conditions:

o Manufacturing equipment, tooling or supporting infrastructure is moving from one location to
another, either interal or external to Eaton. This may be at the level of full products or
assemblies, sub-assemblies or components.

o Manufacturing lines or cells are moving within one location

Transitions may be within Eaton or may involve suppliers whether it is for in-sourcing, outsourcing or
re-sourcing projects.

[

Moving line or cell plant-to-plant? Eaton-to-Eaton, Supplier-to-Eaton, Eaton-to-Supplier. or
Supplier-to-Supplier transitions involving the movement of one or more lines, cells, equipment or
tooling. This is for Eaton-owned equipmentitooling and may be at the full product, sub-assembly or
component level

w

Product-level manufacturing res ponsibility is transitioning to another location? Eaton-to-Eaton,
Supplier-to-Eaton, Eaton-to-Supplier, or Supplier-to-Supplier transitions involving the responsibility for
manufacture and/or assembly of entire products. This is for whether equipmenttooling is moving or
not.

4. Installing new product line or cell to new location (localization) without moving existing plant
Use of Agile PROLaunch STP activity Matrix is recommended if working on localization project in
which new product line or cell or supplier is going to implement in new region or geographic location
without moving the existing plant or cell or supplier in another region or geographic location

5. RAW score for the change is a minor repeater or above? Complete the Risk Assessment
Worksheet (RAW) and determine if the score results in a risk classification of Minor Repeater or
above. If not, you may have a PROLaunch Runner project. See note 7 for further guidance.

6. Use Agile PROLaunch STP Activity Matrix. When arriving at this point in the decision tree. use of
the Agile PROLaunch STP Activity Matrix is expected. The process does scale to meet the needs of
the project. Depending on the nature and scope of the project certain activities may notapply as per
the project type and their associated Required (R) and Should (S) designations.

7. Use Agile PROLaunch STP Activity Matrix, if appropriate. A transition within an Eaton plant that
scores a Runner on the Risk Assessment Worksheet (RAW) may be managed using the Agile
PROLaunch STP Activity Matrix if it is determined to be appropriate to do so by the performing
organization. Otherwise, the core Agile PROLaunch project management planning and execution
activities should be used in lieu of the formal Activity Matrix and gates. The final decision whether or
not to manage the project using the Agile PROLaunch STP Activity Matrix should be confirmed by a
Decision Gate Committee (DGC) through a Gate 0 review.
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1. [bookmark: _Toc71751864]Introduction

1.1.1 [bookmark: _Toc71751865]Aims and objectives of this report



This reflective report was written 2 years after the project under analysis (COBOT implementation) was completed, thus is a retrospective analysis, focusing on the academic research surrounding change management frameworks and the effectiveness of the change management framework used (ADKAR). 

All company and location names have been redacted from this report, in order to protect the business’ identity and honour non-disclosure agreements. From here on, the corporation in which the change was implemented within will be referred to as “Stark Industries” and the manufacturing site within Stark Industries which implemented the change will be referred to as “Asgard”. 

1.1.2 [bookmark: _Toc71751866]Aims of this report

The aim for this report is to analyse the effectiveness of management methodologies used to prepare the workforce for the upcoming shift towards Industry 4.0. This report will analyse the sociological effect of this transition and recommend improvements to the current change management framework used.

1.1.3 [bookmark: _Toc71751867]Objectives of this report

The objectives of this report are to conduct academic on change management theories. This report will then ascertain the effectiveness of the change management framework currently utilised by Stark Industries’ Asgard location (the ADKAR framework), using the case study of their collaborative robotics (COBOT) implementation project as a reference. This paper will then suggest future improvements to the current change management policy. 

1.1.4 [bookmark: _Toc71751868]Research & practical limitations/ implications

As this paper focuses on one plant in South Wales, the comparability of the effectiveness of discussed change management frameworks within other countries is limited as local culture will have a significant impact on how employees respond to stimulus. The research (interviews and surveys) were also conducted two years after the change management framework was utilised in the case study project, increasing the likelihood of external factors impacting or skewing results.

1.2 [bookmark: _Toc71751869]Aims & objectives of the project

The project which will be analysed is the implementation of a collaborative robot (COBOT). Not only was this the first COBOT to be implemented at the Asgard location but was also the first COBOT to be implemented within Stark Industries’ global Life Safety Division. It is therefore important to note the subsequent lack of internal capabilities and experience of such technology, and the divisional resources that Asgard usually relied upon for expertise with complex projects were also experiencing this new technology for the first time. 

1.2.1 [bookmark: _Toc71751870]Project background

The manufacturing site implementing the change (referred to as Asgard) which completed this project is part of a large global power management company (referred to as Stark Industries). Stark Industries operates globally across multiple sectors and has multiple divisions, Asgard operates within the “Life Safety Division” and manufactures fire panels, sounders and beacons. Due to the nature of the tall hierarchical structure of Stark’s divisions and the heavy approvals governance and industry regulations within the fire safety market which Asgard operate within, Asgard is often a late adopter to change.  

Though Asgard has been through various corporate acquisitions, their product portfolio and the main constructs of their processes remain largely the same for the past 20 years – with a heavy focus on manual assembly.  All products assembled onsite at Asgard are had assembled by operators within small U-shaped manufacturing cells. Every U-shaped manufacturing cell accommodates the following simple three step process– 1) build, 2) test, 3) pack. 

1.2.2 [bookmark: _Toc71751871]Aims of the project

The aim of the project was to lead Stark Industries’ Life Safety Division into Industry 4.0, by upskilling the current workforce and changing the dynamics of the company culture into accepting change, whilst achieving cost saving by automating a non-value add, repetitive processes (testing). 

There is no conclusive prediction on the future for the production workforce as an effect of Industry 4.0; though some studies forecast an increase in employment and safer work conditions, most studies point towards algorithm based software and robotics outperforming humans, consequently leading the liquidation of jobs for those with less complex tasks and less qualifications. This is predicted to lead towards a change in the required competencies of the workforce (Grabowska, 2020).

In order to prepare Stark Industries for the transition into Industry 4.0, improving the workplace relationships between people and machines and attitudes towards automation is fundamental to decreasing pushback and increasing willingness to upskill. Therefore, one of the key focus points outlined in the project proposal is to cultivate a culture of swift adaptation and acceptance by the workforce.



1.2.3 [bookmark: _Toc71751872]Objectives of the project

Implement a collaborative robot (COBOT) into the facility to perform repetitive tasks. In this case, the Asgard plant chose to automate the testing step of a manufacturing process for one of their product ranges. The COBOT will operate in one of the 16 U-shaped cells between the build operator and pack operator, acting as a replacement for the test operator. The COBOT is to pick up a product from the build operator, test the unit and pass it to the packing operator.  The investment in this project is to have a payback term under three years. 

2. [bookmark: _Toc71751873]Project Plan/ Gantt chart

The project management team used a Gantt chart alongside their internal project management framework to ensure the timely delivery of the project. The project’s full Gantt chart can be found in the appendix. 

Figure 1: Project Gantt Chart

[image: ]

3. [bookmark: _Toc71751874]The importance of change management for Industry 4.0 transitions 

Traditionally, the constructs of success for a business were thought of as stability and structure however due to external changes such as the development of mass production, rapid technology changes and the integration of global businesses, highly structured organisations have been pushed to change and adapt or be left behind. (Parker, et al., 2012). The ability to adapt to change is particularly crucial in places similar to Stark Industries, Asgard location – which is lacking in an extensive and comprehensive internal technological knowledgebase (Capatina, et al., 2017).

In effort to stay competitive, the Asgard location is attempting to take its’ first steps towards “Industry 4.0 – the 4th industrial revolution. This can be described as the digitisation and linkages of all production process across a products entire value stream – from customer order creation to down-stream servicers and delivery. These self-organised, integrated and data driven values creation networks will have significant impact on economic transactions, increasing flexibility in the value-stream and efficiency gains across the network (Wilkesmann & Wilkesmann, 2018). These opportunities for flexibility and cost saving could enable Stark Industries to; increase profit margin, increase market share by reaching a larger customer base or provided a wider product range.



Robot assisted production will decrease manual labour and increase ergonomics improvements. This will lead to less physical work for employees as routine jobs are consumed by robotics, instead the role of humans in the workforce will be in coordination, planning and supervision (Di Nardo, et al., 2020). The human workforce will also be needed for maintenance, problem solving, programming, monitoring and process control. Therefore, automation is the perfect opportunity to upskill and any investment in new machinery must be accompanied by investment in training (Grabowska, 2020).



As businesses are forced to adapt to external changes outside of their control, it is imperative that businesses have an understanding of the process of change and an effective change management framework to assist the business in navigating its ever changing reality (Parker, et al., 2012). Despite this necessity, many managers report a failure rate of up to 70% in change initiatives (Balogyn, et al., 2016). This is often attributed to the fact that, by nature humans are predisposed to familiarity and convenience and thus are risk adverse by default. Resistance to change is common and can stem from a multitude of perceived risks. Regarding automation, the most frequently perceived risk is job security (Sung & Kim, 2021). Furthermore, change management frameworks aide in Industry 4.0 transitions in more ways than simply increasing change acceptance; research has shown that change management factors also have a positive effect on innovative behaviour and overall organisational innovation (Sung, 2021).

4. [bookmark: _Toc71751875]Literature review on Change Management 

Planned organisational change is the process of changing the organisational system, such as technology or management system to achieve the new organisational goals (Brown & Moberg, 1980). In this case study, this is the physical implementation of the COBOT. In contrast, change management revolves around intentionally changing thoughts, perceptions and behaviours regarding the change to reduce resistance in order to achieve specific targets  (Sung & Kim, 2021). In this case study, this is how the management team utilised various techniques to ensure the workforce accept the COBOT and further technology introductions into the facility. 

 Kurt Lewin’s “unfreeze-change-refreeze” (otherwise known as “Change in Three Steps) is often seen as the original paradigm of change management (Cummings, et al., 2016). This process describes “unfreezing” old behaviour, transitioning to a new state and “refreezing” at the new desired level. The “unfreeze-change-refreeze” paradigm has become the foundation of multiple change management theories developed since. However, despite being a widely accepted foundation of change management theories and literature, it is often criticised for taking an over simplified linear approach (Kanter, et al., 1992), with some authors claiming it to be  inappropriate to “re-freeze” in a market which is constantly changing and constant innovation and complex overlapping changes are needed (Cummings, et al., 2016).

change management theories and frameworks have built upon Lewin’s original framework.







[bookmark: _Ref70096653][bookmark: _Ref70096622]Figure 2 (below) is Cummings’ (2016) summary of how various change management theories and frameworks have built upon Lewin’s original framework.







[bookmark: _Ref71727272][image: ]Figure 2: Cummings (2016) Review of change management theories built on Lewin’s theory of a step process



.

Though the theory of change management has evolved over time, and many have debated the subject, it is still evident that the elements of each well-known theory fits into this original “unfreeze-change-refreeze” model.  Furthermore, Sung & Kim (2021) reviewed preceding studies on the main factors of change management and have found four common attributes which are commonly repeated as essential attributes in multiple change management theories:

1. Organisational Goal - Communicate the desired future state and direction for activities, standards, and guidelines for decision making. This sets context for the organisation and ensures alignment

Cited by; Voelpel et al. (2004), Whelan-Berry and Somerville (2010),

2. Transformational Leadership - how leaders increase trust through stimulation and consideration and motivate employees to drive change, meet targets and resolve problems. How leaders Cited by; Greiner (1972), Voelpel et al. (2004), Whelan-Berry and Somerville (2010),

3. Participation and communication - how an organisation leverages a platform for clearly communicating, easily participating and sharing ideas, which is necessary to achieve common goals

Cited by; Greiner (1972), Kettinger and Grover (1995), Whelan-Berry and Somerville (2010),

4. Education and training - the planned activities that improve competence, knowledge and skills within an organisation’s employees to help it achieve its goals.

Cited by; Greiner (1972), Kettinger and Grover (1995), Voelpel et al. (2004), Whelan-Berry and Somerville (2010),

(Sung & Kim, 2021).

Table 1 (below) is an extract of Sung & Kim (2021) summary and description of these four common attributes in change management theory:

[bookmark: _Ref70098609][bookmark: _Ref71727392]Table 1: Sung & Kim (2021) Summary of preceding studies for component of change management

[image: ]

(Sung & Kim, 2021).

5. [bookmark: _Toc71751876]An outline of the framework used (ADKAR)

The change management theory followed by Stark Industries’ Asgard location was Prosci’s ADKAR methodology. This was chosen as it is already rolled out and well embedded across Stark Industries globally, and various corporate training materials and tools were readily available to the Asgard site in preparation for this change. 

ADKAR is an acronym that outlines 5 distinct outcomes that people need to achieve for lasting change (Balluck, et al., 2020). Table 2 (below) is extracted from Balluck et al. 2020 is a tabular summary of each of the 5 steps and what needs to happen at every step. 

Table 2:Balluck et al. 2020 outline of ADKAR in relation to Texas Health Resource as a case study[image: ]



ADKAR can also be easily fitted into Lewin’s “unfreeze-change-refreeze” process, with Awareness & Desire under unfreeze, Knowledge & Ability under change and finally, Reinforcement under freeze.



Stark Industries’ Asgard location followed the ADKAR framework by completing the following at every stage:



Awareness for the need for change: The concept of Industry 3.0 and Industry 4.0  was explained to the entire workforce during monthly “all hands” meetings, with emphasis on current global market trends and the importance of operating with leading technologies to stay competitive within the market. Emphasis was made on how this step was not in order to replace workers and save on head count, but to allow workers to increase focus on value-add activities. Positive past examples were presented where inspection technology was introduced to assist workers in their roles. This helped employees relate to benefits of automation and not focus on job security risks. This then became a regular feature “all hands” meetings and a way of updating employees monthly on progress with project. 



Desire to support the change: Leaders at the Asgard facility identified which groups were most impacted by the change with the Prosci’s “Impact Index”. This can be seen below in Figure 3. They used this as a guideline for where they should focus their efforts and what unique challenges need to be addressed for each group. There was a focus on how the reduction of repetitive tasks would increase safety, training opportunities and assurance that there will not be any resulting job losses. Operators were involved in the design of their new workstation and in a “name the COBOT” competition to increase involvement and a sense of ownership in the project.

[bookmark: _Ref71473134][image: ]Figure 3: Asgard's Prosci Impact Index Analysis





Knowledge of how to change: As the Asgard site did not have sufficient robotics experience and there were not any adequate resources in the wider Life Safety Division for the facility to rely on internally to Stark industries, a third party contractor was used to install and set up the COBOT with relevant cell and guarding infrastructure, and train employees on site. The third-party contractor delivered the following training sessions:

· Start-up/ shut down process with cell operators

· Error recovery and fault escalation with cell operators and test department

· Routine maintenance and fault recovery with production and maintenance team 

· Formal classroom learning events on application check, project creation and fault finding with test department engineer and production process engineer 

· Design for automation seminar delivered to R&D and operations department.



Ability to demonstrate skills and behaviours: The third-party consultant also Led 	a design for automation seminar delivered to both the R&D and operations departments to encourage automation to be at the forefront of future design ideas. There were also further mini projects run after implementation to increase the scope of the COBOT’s capabilities.



Reinforcement to make the change stick. After implementation, all operations managers paid special focus on the daily productivity and down time figures of the COBOT cell. Cross training a wider scope of operators were also delivered during this stage. 



The project team subjectively analysed each group on the ADKAR scale on regular intervals to gauge whether they should move to the next stage. Figure 4 (below) shows the tools and generated graphs that the COBOT implementation project management team used for this analysis.

[bookmark: _Ref71728728]Figure 4: ADKAR analysis completed by the COBOT project management team at the final stage of the project.
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5.1 [bookmark: _Toc71751877]Critical Appraisal of the ADKAR framework application in the case study of the COBOT implementation



In the early stages of the project the Awareness and Desire elements of the ADKAR framework were implemented well, with high levels of excitement and interest in the project, evident in participation levels in events, questions and update requests. Heavy involvement of the leadership team proactively promoting and engaging in the project led to a positive impact in overall engagement. 

Though there was a positive start with the Awareness and Desire elements, evidence shows that the enthusiasm has not sustained over time. After multiple interviews, it has transpired that the task of programming and problem-solving software issues with the COBOT is a lot more complex than initially anticipated. Furthermore, though there were multiple training sessions and classroom events, as the machine was utilised in mass manufacturing, there was no “allowed machine downtime” to give those trained a chance to practice these new skills. Because of this and the ease of having the third-party contractor readily available to act as a safety net, internal competencies were not developed to the required level. This led to unnecessary downtime when issues arose. Interviewees claimed there are prolonged COBOT downtime if the problem-solving activities are completed internally, compared to if the problem is solved by external third party contractors, as internal trained employees still struggle with how to fix the issue and often end up needing to call in the third-party contractors for assistance. The lack of successfully developed internal competencies led to unsustainable change, which led to delays in production and eventually frustration through the workforce whom is more directly in contact with the issues caused.

To quantify the issues raised during interviews and to help ascertain whether the COBOT implementation change was managed successfully or not, a survey of 43 participants was conducted. The questions and raw data can be found in the appendix. Of 43 participants, 25 were present during the COBOT change and 18 were not. 81% of participants were operators – the group most impacted by the change. The demographics of survey participants is represented in the chart below:
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In the survey, participants were asked to rank on a Likert scale of 1-5, 1 being strongly disagree and strong being strongly agree on eight different statements (shown below in the “Question” column).  However, if we split the respondents into two groups; those present during the COBOT implementation and those after, a clear trend appears; those whom went through the change framework responded more negatively than those who did not (mean value highlighted in red).  This evidence rejects the hypothesis that the ADKAR change management framework was successful in this case study. It also suggests that, respondents whom were managed through the ADKAR change management framework by Stark industries hold more negative views about the case study change (the COBOT implementation) and are more reserved about the idea of any further changes involving increasing technology presence on site.

[bookmark: _Ref71571995][image: ]Table 3: Survey questions and responses, split by sub-groups; those who went through the ADKAR framework and those who did not



Below is a graphical representation of the question “On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you believe the introduction of the COBOT was good for the business”. The red dashed line represents those that were present during the change and thus those whom have been transitioned through all stages of the ADKAR framework. The blue line represents employees whom have joined after the implementation and thus were not transitioned through the framework. 

The histogram demonstrates that those whom were transitioned through the ADKAR framework all consistently gave lower responses, with a lower standard deviation for this data set, represented by a steeper bell curve positioned lower on the Likert scale, whereas the bell shaped distribution curve of those who joined after the implementation is flatter, indicating higher variance in responses. These results (lower mean and smaller standard deviation), leads towards a hypothesis that; those whom were transitioned through this ADKAR framework were exclusively exposed to a common factor or collective experience which has negatively impacted their viewpoints in the change (COBOT), in comparison to the group which were not transitioned through the framework and seemingly not exposed to the negatively influencing factor.



[bookmark: _Ref71750282][image: ]Figure 5: Histogram of responses for "The COBOT implementation was good for the business"



Though the results in Table 3 and Figure 5 show a negative correlation between those present  through the ADKAR change management framework and responses, one must be wary to not assume correlation confirms causation, as there are multiple internal and external factors which can affect the respondents responses to these questions. Table 4 (below), shows the same questions and responses again, but this time instead of splitting the data into sub groups of those present during the change and those whom joined the business after, the data was split into subgroups of which researcher asked the questions. Researcher “Faith” is on the operations management team and spends less than 50% of her working hours on the shop floor with operators, in contrast researcher “Lee” is a process engineer who spends more than 90% of his working hours on the shop floor with operators. As you can see, respondents delivered more favourable results to Faith than to Lee. Though respondents were told their answers were anonymous and for third party research, there is still a strong likelihood that respondents either consciously or subconsciously have more favourable responses to the researcher perceived to be in a position of power, possibly due to fear of consequences, or simply due to the Hawthorne effect (the unexpected and unexplained reactions by human subjects who are aware of their participation in a study). (Konstantinou, 2012).

[bookmark: _Ref71726636][image: ]Table 4: Survey questions and responses, split by sub-groups of researcher

Similarly, if the same table is to be created but the respondent split into sub-groups by job function, those in higher positions (team leaders or managers) also tend to respond more favourably. This suggests that the ADKAR framework was more effective on these sub-groups, potentially due to the increased communication on the subject and involvement in decision making due to the nature of their roles. Furthermore, due to physical proximity of where their workstations are located, managers have more increased exposure to decision makers and project owners, thus have more opportunities to ask questions or vent concerns while simply in passing or during breaks.

[image: ]Table 5:Survey questions and responses, split by sub-groups of job title





[bookmark: _Toc71751878]5.2 Pros & Cons of ADKAR Theory

Though more in depth than Lewin’s original “unfreeze-change-refreeze” framework (see Figure 2), ADKAR is seemingly overly simplistic. There seems to be ample focus on involvement, communication, education and training but little mention of strategic alignment or how the actions and behaviours leadership impact the success of change, factors which are also commonly highlighted as imperative for a successful change management framework (see Table 1: Sung & Kim (2021) Summary of preceding studies for component of change management).

It is important to mention that ADKAR purely focuses on the social side of change management and thus cannot be standalone. Successful change management projects also utilise project management tools to ensure deadlines and milestones are met within a timely manner as consistent delays and disorganisation can also cause resistance, hesitation and pushback from employees (Parker, et al., 2012). The project management framework used by Stark Industries’ Asgard location for this COBOT implementation project was ProLaunch, an integrated internal project management framework with a gated approval system.

Though the project team analysed progress within each of the groups on the ADKAR scale (see Figure 4), the analysis was subjective and thus potentially may not be a true representation of each groups readiness to move to the next stage. Furthermore as the analyses were completed by the project management team, the risk of falling into various biases traps, for example - the sunk-cost bias trap; justifying past choices which may no longer seem valid,  or the confirming-evidence bias trap; seeking out and only believing evidence that confirms current beliefs  (Hammond, et al., 1998). The reliance on the subjective analysis has left to insufficient feedback channels which may skew the perspective of the project management team further.



6. [bookmark: _Toc71751879]Recommendations



It is recommended that in addition to using the ADKAR framework, Stark Industries incorporate any major changes into their annual strategies and to ensure appropriate alignment across different management teams and adequate funding and resourcing is planned. 

The importance of the attitudes and behaviours of the leadership team and the examples they portray should also be highlighted, and it is also recommended that any future major changes should be considered in Stark Industries leadership system and leadership model. Those invested in the change should act as early change adopters should be leveraged as change role models by increasing their presence with groups affected by the change as much as possible.

When following the ADKAR framework it is also that Star Industries start utilising some form of change readiness survey or questionnaire, enabling honest anonymous feedback and increasing feedback methods directly from groups affected, instead of relying on the assumptions of the project management teams. 

In the case study of the COBOT implementation, interview responses indicate that not enough attention was put into the knowledge and ability steps of the ADKAR process. The length of time needed to adequately train individuals in new machinery to a level where swift problem solving was possible was severely underestimated. In future change implementations, more time and opportunities should be given to “practice”, possibly setting time and incentives aside for programming competitions. As the safety net of the third-party consultants was present in the years after the project implementation, with a priority on troubleshooting being faster rather than internal due to sales pressures, the knowledge gained in classroom environments were not retained.



7. [bookmark: _Toc71751880]Conclusions

Despite the intentions of COBOT integration project to cultivate a culture of change acceptance in preparation to Industry 4.0, survey results indicate that the project negatively impacted the change readiness of respondents and negatively impacted their view on potential future changes. This suggests that change management framework used was ineffective. However, due to the vast number of factors which could impact results, further studies are required, with more data sets and other projects to use as a comparison before an accurate conclusion can be made.

A review of preceding change management studies suggests that the ADKAR change management framework is missing two key components to change management; the importance of transformational leadership and the importance of recognition and acceptance of the need for change within the organisational goals and strategies.

Furthermore, interview results suggest that a failure to properly implement steps in the later part of the ADKAR change management framework (knowledge, ability and reinforcement) has attributed to the limited success of the COBOT integration. Therefore, as the case study project did not properly follow the ADKAR framework, the results of the project cannot be conclusively indicative of the effectiveness of the ADKAR framework itself.

It is also recommended that to ascertain a true gauge of change readiness in employees, it would be more effectiveness to send out anonymous surveys and questionnaires to employees, rather than a small project management subjectively filling out an analysis tool. 
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Stark Industires, Asgard Manufacturing Site COBOT introduction Project


Company name Stark Industires, Asgard Manufacturing Site Legend:
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Milestone description Category Assigned to Progress Start Days
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Requirements/Quote - New Equipment, Tooling & Gauging  On Track Project Manager 100% 01/11/2018 10


Manufacturing Strategy & Plan On Track Production Manager 100% 11/11/2018 14


Feasibility Assessment On Track NPI Manager 100% 25/11/2018 14


Business Plan


On Track Project Manager 100% 09/12/2018 4


Capital Budget On Track Project Manager 100% 13/12/2018 5


Approve Capital Appropriation Request  On Track Plant Manager 100% 18/12/2018 30


Communications Plan On Track HR Manager 100% 17/01/2019 3


Procure & Validate - New Capital Equipment, Tooling & Gauging  On Track Purchasing Manager 100% 20/01/2019 14


EHS Change Management Analysis & Regulatory Approvals On Track EHS Manager 100% 20/01/2019 3


Production Control Plan  On Track Production Manager 100% 23/01/2019 14


Process Conceptual Design On Track Project Manager 100% 23/01/2019 30


Process Detail Design On Track Project Manager 100% 22/02/2019 14


Process Risk Assessment & Mitigation [PFMEA] On Track Quality Manager 100% 08/03/2019 5


Install Production Processes On Track Production Manager 100% 13/03/2019 10


Production Process Training Plans  On Track Production Manager 100% 23/03/2019 20


Process Routing & Instructions On Track CI Manager 100% 23/03/2019 20


Measurement Systems Analysis (MSA)  for Production  On Track Quality Manager 100% 12/04/2019 15


Production Trial Run  On Track Production Manager 100% 12/04/2019 7


Process Capability Study   On Track Quality Manager 100% 12/04/2019 4


Process Validation


On Track Quality Manager 100% 16/04/2019 5


Standardized Work  On Track CI Manager 100% 21/04/2019 15


Business Systems Preparation On Track Production Manager 100% 06/05/2019 7


Production Schedule On Track Production Manager 100% 13/05/2019 3


Capacity Plan - Internal & External On Track Production Manager 100% 16/05/2019 5


Identify Special Characteristics (Process) On Track CI Manager 100% 21/05/2019 7


Error Proofing On Track Quality Manager 100% 21/04/2019 15


Communicate Lessons Learned


On Track HR Manager 100% 27/05/2019 4


Continuous Improvement Plan


On Track CI Manager 100% 31/05/2019 3


High risk Unassigned On track Low risk Med risk
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									Stark Industires, Asgard Manufacturing Site COBOT introduction Project





									Company name			Stark Industires, Asgard Manufacturing Site												Legend:						On track															Low risk															Med risk															High risk															Unassigned


									Project lead			Faith Over 


									Project Start Date:			11/11/18																		November																																																															December																																																																																				
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									Requirements/Quote - New Equipment, Tooling & Gauging 


Author: REQUIREMENTS/QUAOTE - NEW EQUIPMENT, TOOLING & GAUGING
This activity includes both the requirements for new equipment, tooling, and gauging as well as obtaining the firm quotes.

NEW EQUIPMENT, TOOLING & GAUGING REQUIREMENTS:
This activity is utilized to identify the multiple requirements for new equipment, tooling and gauging.  It may include requirements covering tooling design, performance, accuracy, repeatability, reliability, validation, delivery, maintenance, etc.  These requirements may be applicable to internal and/or external suppliers of this equipment. Commonality across plants should be addressed to improve servicing. Also, local  IT needs/requirements and standards should be checked.

FIRM QUOTE - NEW CAPITAL EQUIPMENT, TOOLING, & GAUGING: 
The  quoting process of equipment to process or assemble; tooling; and gauging to measure or functionally test performance that must be capitalized per Eaton financial criteria. This could include supplier-managed capital.  Contact the site controller for details on quoting and acquiring capital equipment.

For Direct Source:
Ensure the need for any bailment agreements			On Track			Project Manager			100%			11/1/18			10


									Manufacturing Strategy & Plan


Author: MANUFACTURING STRATEGY & PLAN: 
The plan that establishes which products/components and processes will be manufactured internally and which will be manufactured externally by suppliers.  The plan also details where the products will be manufactured.  The development of the plan involves trade-off analyses that include supply chain and logistical impacts.  Therefore, the execution of this activity is linked to decisions made under the SUPPLY CHAIN / LOGISTICS STRATEGY & PLAN activity.  The result is an interactive development cycle that bridges between manufacturing and supply chain to enable a fully optimized plan.			On Track			Production Manager			100%			11/11/18			14


									Feasibility Assessment


Author: FEASIBILITY ASSESSMENT: 
The product will be considered feasible if technical, manufacturing, and supplier criteria are satisfied. Technical feasibility includes concept layout, engineering analysis, and a concept/specification design review. Manufacturing feasibility includes the ability to manufacture to product cost and quality criteria with reliable manufacturing process capability. Supplier feasibility includes their capacity; and their ability to meet product, material, quality, and reliability specifications within the cost target or quote. 


			On Track			NPI Manager			100%			11/25/18			14																																																																																																																																																																											


									Business Plan			On Track			Project Manager			100%			12/9/18			4


									Capital Budget


Author: CAPITAL BUDGET: 
A financial budget for both in-house and Eaton owned supplier tooling, gauging, and equipment. A capital budget has individual line items representing large individual capital requirements and groups of smaller types of capital. The budget amounts are based on preliminary and/or final quotations, historical capital purchase experience, and estimates. This information will be used to develop the Capital Appropriation Request.
			On Track			Project Manager			100%			12/13/18			5																																																																																																																																																																											


									Approve Capital Appropriation Request 


Author: CAPITAL APPROPRIATION REQUEST: 
The means of requesting and getting approval to spend capital funds within Eaton (may include Eaton owned capital for suppliers). Approval of capital appropriation funds varies by the total amount requested and consists of higher-level approval authorization in the Division organization.
			On Track			Plant Manager			100%			12/18/18			30																																																																																																																																																																											


									Communications Plan


Author: COMMUNICATIONS PLAN: 
A plan describing the information needs and communication paths for a project. The plan describes the information to be communicated, why it is needed, who needs it, who does it, when it is needed, and how it will be distributed. Specific content may include team meetings (when, where, who, what to prepare); requirements for management reviews; reporting requirements (monthly, etc.); how customer interaction will be handled (meetings, email, etc.); how expenditures will be processed; and change procedures. 			On Track			HR Manager			100%			1/17/19			3																																																																																																																																																																											


									Procure & Validate - New Capital Equipment, Tooling & Gauging 


Author: PROCURE & VALIDATE - NEW CAPITAL EQUIPMENT, TOOLING, & GAUGING: 
The procurement of equipment to process or assemble; tooling; and gauging to measure or functionally test performance that must be capitalized per Eaton financial criteria. This could include supplier-managed capital.  Contact local site controller for detail on procuring capital. Manufacturing Engineer would perform a validation (equipment run-off) prior to accepting equipment from internal/external suppliers. 
			On Track			Purchasing Manager			100%			1/20/19			14																																																																																																																																																																											


									EHS Change Management Analysis & Regulatory Approvals


Author: EHS CHANGE MANAGEMENT AND REGULATORY APPROVALS: 
An assessment of the environmental impacts and/or safety and health hazards at a facility resulting from the project.  For transition projects the analysis should be managed at the receiving facility, with input from the sending facility as required.  The change management assessment will assist the facility in identifying the necessary EHS permitting requirements and Regulatory Approvals as well as ensure that appropriate environmental, health and safety (EHS) reviews are completed at the site level prior to implementing the change.

Action items from the assessment, which may include obtaining permits for environmental purposes must be coordinated by the Manufacturing or Project manager, with assistance from the local EHS manager, consulting the EHS attorneys or Chief Counsel as required.  Depending upon the type of operation, a permit application or modification request may need to be filed with either the federal, state or local environmental or health and safety regulatory authority, depending upon the impact to the environment or worker heath and safety identified in the EHS Change Management assessment (e.g., wastewater or air discharge, use of hazardous chemicals).			On Track			EHS Manager			100%			1/20/19			3


									Production Control Plan 


Author: PRODUCTION CONTROL PLAN : 
The Production Control Plan provides a written summary description of the systems used for minimizing process and product variation during production (both in-house and by suppliers, as appropriate). It is a logical extension of the pre-production control plan. Production experience provides the manufacturer the opportunity to evaluate output, review the control plan, and make appropriate changes. The production control plan is a living document and should be updated to reflect the addition/deletion of controls based on this experience gained from producing parts. 

PROTOTYPE BUILD-CONTROL PLAN: 
Prior to Production Validation, Prototype Control Plans are a description of the dimensional measurements, material, and functional tests that will occur during prototype build. The manufacture of prototype parts provides an excellent opportunity for the team and the customer to evaluate how well the product or service meets Voice of the Customer objectives. Prototype Build-Control Plans may be required for suppliers. For all prototype builds, the project team should: 
• Assure that the product or service meets specification and report data as required. 
• Ensure that particular attention has been given to special product and process characteristics. 
• Use data and experience to establish preliminary process parameters and packaging requirements. 
• Communicate any concerns, deviations, and/or cost impact to the customer. 

			On Track			Production Manager			100%			1/23/19			14


									Process Conceptual Design


Author: PROCESS CONCEPTUAL DESIGN: 
The process conceptual design typically includes a process flow chart of the proposed manufacturing process design and a preliminary Value Stream Map (VSM). Supplier process flow should be considered, as appropriate. It can be used to analyze sources of variations of machines, materials, methods, and manpower from the beginning to the end of a manufacturing or assembly process. It is used to emphasize the impact of sources of variation on the process. The flow chart helps to analyze the total process rather than individual steps in the process. The flow chart helps the team to focus on the process when conducting the Process FMEA, establishing the Manufacturing Floor Plan and designing the Control Plan.
			On Track			Project Manager			100%			1/23/19			30


									Process Detail Design


Author: PROCESS DESIGN: 
The process design will include a process flow chart and must include a future-state Value Stream Map (VSM). The process design activity will incorporate lean thinking and apply all the ELS-8 tools, as appropriate.

PROCESS FLOW CHART:
The process flow chart is a diagram of the proposed manufacturing process design.   Supplier process flow should be considered, as appropriate. It can be used to analyze sources of variations of machines, materials, methods, and manpower from the beginning to the end of a manufacturing or assembly process. It is used to emphasize the impact of sources of variation on the process. The flow chart helps to analyze the total process rather than individual steps in the process. Environmental impacts of the process steps should be considered and minimized.  The flow chart helps the team to focus on the process when conducting the Process FMEA, collecting data for Life Cycle Assessment, establishing the Manufacturing Floor Plan and designing the Control Plan.

VALUE STREAM MAPPING (VSM): 
This is an Eaton Lean System (ELS) tool.  It is a method of visualizing and mapping the flow of material and information from raw materials to finished product. This methodology helps in identification of waste, bottlenecks and delays through current state mapping and enables organizations to develop a vision for a future lean state. Consideration should be made for supplier flow of material and information.

For Direct Source:
This should be requested but is not required.			On Track			Project Manager			100%			2/22/19			14


									Process Risk Assessment & Mitigation [PFMEA]


Author: PROCESS RISK ASSESSMENT & MITIGATION: 
Any material, piece part, assembly or finished product has a number of manufacturing characteristics that determine its ability to perform satisfactorily. Some of these manufacturing characteristics will also have the ability to significantly affect the fit, function, performance, quality, service life, reliability, sustainability, or manufacturability of the product to the detriment of the customer (internal or external). A manufacturing risk assessment can be performed to identify and assess the risk associated with any of the potential failure modes. A risk mitigation process must be performed on critical (safety and/or noncompliance) and significant characteristics and then take appropriate design actions to reduce/eliminate potential risk. Some of the popular product manufacturing  risk assessment and mitigation tools are PFMEAs, FTAs, Hazard Analysis and 9 Block Analysis.

For Direct Source:
If the direct source product has late point definition opportunity that will be performed at a remote Modification Center, this activity should be considered.  Otherwise for a normal direct source product, this activity is exempt. 			On Track			Quality Manager			100%			3/8/19			5																																																																																																																																																																											


									Install Production Processes


Author: PRODUCTION PROCESSES : 
The final production manufacturing processes used to produce the product. These are not prototype processes.

For Direct Source:
If the direct source product has late point definition opportunity that will be performed at a remote Modification Center, this activity should be considered.  Otherwise for a normal direct source product, this activity is exempt. 			On Track			Production Manager			100%			3/13/19			10																																																																																																																																																																											


									Production Process Training Plans 


Author: PRODUCTION PROCESS TRAINING PLANS: The plans generated to develop and deliver the information for training manufacturing employees in the inspection and use of tools, equipment and gauging processes for production, set-up and maintenance.

For Direct Source:
If the direct source product has late point definition opportunity that will be performed at a remote Modification Center, this activity should be considered.  Otherwise for a normal direct source product, this activity is exempt. 			On Track			Production Manager			100%			3/23/19			20																																																																																																																																																																											


									Process Routing & Instructions


Author: PROCESS ROUTING and INSTRUCTIONS: 
The process routing is a step-by-step listing of the flow of a part through the manufacturing process. The listing is composed of operation sequence numbers, machine identification numbers, and standard labor hours required at each operation. The process instructions are detailed operator instructions that inform the operator how to produce a part at a particular operation. These standard operating procedures should be posted, available, and be made accessible to the operators and supervisors. These instructions should include set-up parameters such as machine speeds, feeds, cycle times, loading and location requirements, general machine operating instructions, gauging requirements, and any special instructions. These routing and instructions should be developed from the following sources: 
• FMEA’s
• Control plan(s)
• Engineering drawings, performance specifications, material specifications, visual standards and industry standards
• Process flow chart
• Floor plan layout
• Packaging standards
• Process parameters
• Producer expertise and knowledge of the processes and products
• Handling requirements
• Operators of the process
Part of production validation requires an actual step-by-step hands-on confirmation of the routings and instructions to assure their completeness and accuracy.

For Direct Source:
If the direct source product has late point definition opportunity that will be performed at a remote Modification Center, this activity should be considered.  Otherwise for a normal direct source product, this activity is exempt. 			On Track			CI Manager			100%			3/23/19			20																																																																																																																																																																											


									Measurement Systems Analysis (MSA)  for Production Equipment


Author: MEASUREMENT SYSTEMS ANALYSIS: 
The analysis should include, at a minimum, the determination of gage linearity, accuracy, repeatability, reproducibility, and correlation for duplicate gauges. This analysis is developed during or prior to the production trial run for both in-house and supplier managed gauges.  This activity also applies to all test equipment and related software.

For Direct Source:
If the direct source product has late point definition opportunity that will be performed at a remote Modification Center, this activity should be considered.  Otherwise for a normal direct source product, this activity is exempt. 			On Track			Quality Manager			100%			4/12/19			15


									Production Trial Run 


Author: PRODUCTION TRIAL RUN : 
The production trial run must be conducted using production parts, material, tooling, equipment, environment (including production operators), facility, and cycle time (run-at-rate). The validation of the effectiveness of the manufacturing process begins with the production trial run (both internally and at supplier locations). The minimum quantity for a production trial run is usually defined by the customer, but can be exceeded to gain additional experience with the product. Output of the production trial run (product) is used for:
• Preliminary process capability study
• Measurement systems evaluation
• Final feasibility
• Process review
• Production validation testing
• Production part approval
• Packaging evaluation
• First time capability (FTC)
• Quality planning sign-off

			On Track			Production Manager			100%			4/12/19			7																																																																																																																																																																											


									Process Capability Study  


Author: PROCESS CAPABILITY STUDY: 
The study that provides an assessment of the readiness of the process for production. Consideration of supplier processes should be included as appropriate. The evaluation is used to determine if the process is capable of statistically producing the product to the desired dimension or characteristic. The process capability study should be performed on characteristics identified in the control plan, and based on the appropriate sample size. 

For Direct Source:
This is to be requested but is not required			On Track			Quality Manager			100%			4/12/19			4																																																																																																																																																																											


									Process Validation			On Track			Quality Manager			100%			4/16/19			5


									Standardized Work 


Author: STANDARDIZED WORK: 
The most efficient way to complete a task to ensure that it is done the same way every time by everyone. It is the optimum combination of operators, machines and materials. Specific procedures regulate each work element and establish the best sequence for each manufacturing and assembly process. Each process is documented via a Standardized Work Chart and a Combination Table.

For Direct Source:
If the direct source product has late point definition opportunity that will be performed at a remote Modification Center, this activity should be considered.  Otherwise for a normal direct source product, this activity is exempt. 			On Track			CI Manager			100%			4/21/19			15																																																																																																																																																																											


									Business Systems Preparation


Author: BUSINESS SYSTEMS PREPARATION:  
The act of loading the necessary information into data entry systems for Order Management, Demand & Production planning, purchasing, selling warranty tracking and other automated business systems.  (Examples:  VISTA, Mentor, I2, Bid Manager, and Product Integrity Center…)  Included in this activity is a map for information flow between Eaton, supplier, and customer.			On Track			Production Manager			100%			5/6/19			7


									Production Schedule


Author: PRODUCTION SCHEDULE: 
The number of product units that are planned to be built in a specified period of time. Production schedules must be communicated to suppliers as needed.			On Track			Production Manager			100%			5/13/19			3																																																																																																																																																																											


									Capacity Plan - Internal & External


Author: CAPACITY PLAN – INTERNAL & EXTERNAL: 
This is an analysis of the ability of an Eaton manufacturing facility (internal) or an Eaton supplier (external) to meet estimated customer demand. The capacity plan would identify the ability of the facility to purchase materials, produce components, sub-assemble components, and/or assemble full assemblies at some estimated number of units per day (preliminary production schedule). Capacity analysis must take into account employee holidays and vacations, scrap and rework rates, and current and expected overall volume of business (Eaton and other customer requirements).
			On Track			Production Manager			100%			5/16/19			5																																																																																																																																																																											


									Identify Special Characteristics (Process)


Author: SPECIAL CHARACTERISTICS (PROCESS): 
A special process characteristic is one for which variation must be controlled to some target value to ensure that variation is maintained to its target value during manufacturing and assembly. 			On Track			CI Manager			100%			5/21/19			7																																																																																																																																																																											


									Error Proofing


Author: ERROR PROOFING:
An Eaton Lean System (ELS) process which is a systematic approach for anticipating and detecting potential defects and preventing them from reaching the customer (internal or external). Error Proofing can be evidenced through devices that detect or prevent defective product from being produced or through design features that don’t allow the defective product to be produced.

For Direct Source:
If the direct source product has late point definition opportunity that will be performed at a remote Modification Center, this activity should be considered.  Otherwise for a normal direct source product, this activity is exempt. 			On Track			Quality Manager			100%			4/21/19			15


									Product Cost Analysis


Author: PRODUCT COST ANALYSIS: 
This is the process of assessing the different elements of product cost by requesting and/or completing a cost estimate to manufacture a component, subassembly, and/or assembly. An estimate of product cost should include capital tooling and gauging costs based on past practices or quotations to produce a new product or a change to an existing product. Internal cost estimates should also include material; direct labor; manufacturing overhead; and Selling, General, and Administrative (SG&A) costs (only if used by the Eaton Division). Unit cost estimates should include allowances for scrap, rework, customer returns, production efficiency, and equipment utilization factors. Manufacturing overhead costs should include indirect labor, supervision, department or work-center allocated overhead, and current/added depreciation expense. External costs should include external purchase costs, packaging costs, and inbound freight.
			On Track						100%			5/6/19


									Financial Analysis


Author: FINANCIAL ANALYSIS:  
The assessment of the viability, stability and profitability of a project or program.  A report is typically presented to decision gate committee members / top management as one of their basis in making business decisions.
			On Track						100%			5/6/19			15


									Project Management			On Track						100%			5/21/19			5


									Risk Assessment


Author: RISK ASSESSMENT WORKSHEET: 
Used to determine the Risk Classification of each project. A cross-functional team that is knowledgeable of the proposed project should complete this assessment. The categories that are considered in evaluating the level of risk for each project are: 
 1. Design  risk
 2. Market risk
 3. Environmental risk
 4. Investment (financial) risk
 5. Technology risk
 6. Operational risk
 7. Resource risk

			On Track						100%			5/26/19			1


									Project Charter


Author: PROJECT CHARTER: 
A formal document outlining what is known about a project in order to authorize release of resources and to continue product development.  The Project Charter summarizes the business opportunity that the project represents.  In general, this is accomplished by providing a description of the product or service and the business need that the project will address. Additional data may be included such as the target market, customer need, technical approach, overall financial benefits, and other information that would show the business advantage of undertaking the project. The Project Charter should outline the DGC members, roles and approval requirements for each stage of the project. The Project Charter would typically be signed by the DGC at the Gate 0 gate sign-off to approve the business concept and could be used in place of the Gate Approval form to document a project's Gate 0 approval. 

			On Track						100%			5/27/19


									Activity Matrix Setup


Author: ACTIVITY MATRIX SETUP: 
As a team, Work Package De-Selection, Team Scaling, and Stage Sequencing need to be performed as described below.

1. Work Package Deselection – The PM and team use the Work Package Selector tool (Work Package De-Select tab in the Activity Matrix workbook) to de-activate those work packages which are not required based upon the project scope and unique content requirements of the project.

2. Team Scaling – The PM and team may de-select individual activities in the active work packages. Activity R (Required) and S (Should) designations are provided in the Activity Matrix as a reference point to identify typical relevance of each activity depending on work package risk classification.  Activities may be deselected with proper justification by the team as well as Work Packager Approver and DGC agreement.  This applies to R activities as well.  Prior to deselecting and activity, proper evaluation and care should be used to ensure the activity truly does not apply or add value to the project.  Inappropriately deselecting an applicable or value-added activity would typically introduce considerable risk to the project that may not be realized until late in the development cycle, and may result in significant rework or even lead to project failure.

3. Stage Sequencing – Gray cells under the Stage Sequencing columns in the Activity matrix indicate in which stage activities are typically performed. The team has the ability to modify in which stages activities will actually be performed by placing an X in the applicable stage columns 0-6.  Once again, proper evaluation and care should be used when pulling ahead or delaying the start or completion of activities.  Without proper justification, analysis and planning, doing so may likewise introduce additional risk to the project that may also not be realized until late in the development cycle, and may result in significant rework or even lead to project failure.

WPA / DGC APPROVAL:
Work Package Deselection, Team Scaling & Stage Sequencing decisions made by the team must be approved by the Work Package Approvers and DGC. This is typically done in conjunction with Stage 1 Work Package Approvals and by the DGC as part of Gate 1 and reconfirmed at Gate 2. See the Work Package Approval Guide (CS-01128-G) and Decision Gate Guide (CS-01127-G) for additional information.			On Track						100%			5/27/19


									Project Plan 


Author: PROJECT PLAN: 
Project Manager will create, formally issue, & maintain a project specific plan.
Timing: Stage 1 – Initiated, Stage 2 Baseline issued. Reviewed throughout the program, & only updated per the Project Change Management Plan.
Elements of the plan include:
• Scope
• Strategy
• Work Break Down Structure & Activity Definition
• Project Cost & Budget
• Resource Plan
• Project Schedule

PROJECT COST: 
The Eaton funded project cost, excluding the cost of capital. Project costs include all costs that are associated with the project that are tracked by the performing organization. Examples of costs include: labor, material used for development, consulting, travel, etc.) If the customer is funding all or part of the development, this is the total cost excluding the customer-funded portion. At Gate 0, it is an estimate of the total project cost and at Gate 6 it is the actual total project expenditures. At all points in between it is the Estimate at Completion (EAC), which is the sum of the actual costs to-date plus the Estimate to Completion (ETC). This is input into the Business Plan model.

PROJECT BUDGET: 
The target for resource expenditures for a project. Ideally the budget will be time-phased and will be subdivided for administrative convenience by functional organizations and/or cost elements (such as labor, materials, advertising, travel costs, etc.). Capital items are covered separately in the capital budget. The Project Budget is normally developed by the team and negotiated with management. Changes to the Project Budget should be controlled and should be based on changes to project scope or time requirements. The budget, actual costs, and latest projections are tracked using the budget report.

RESOURCE PLAN: 
A written estimate of the key project resources (including people, equipment, facilities, and tools) required in each stage to design, develop, validate, and produce the product. Human resources should include technical, purchasing, quality, business, sales, marketing, manufacturing, testing, and internal/external suppliers.

PROJECT SCHEDULE: 
The planned (or eventually actual) dates for project activities or milestones. The preferred form of project schedule is a networked set of activities developed using Microsoft Project or a similar software application. Project schedules are often done in layers of increasing complexity. Typical layers are Milestone Schedules (used to keep the major stakeholders informed; targets the project’s major events); Deliverable Schedules (used by the project manager and core team to monitor activities and control the project); and Task Schedules (used by deliverable leaders to manage the details of the project). Schedules should be correlated to resource plans. The initial schedules should be saved to form a baseline capturing the original targets.

WORK BREAKDOWN STRUCTURE: 
The Work Breakdown Structure (WBS) is an indentured grouping of project elements providing an organized structure and definition of the entire scope. The structure is a decomposition of the project into increasingly detailed descriptions at each successive level. The WBS identifies all the deliverables that must be finished to complete the project scope. The decomposition must contain the total project scope, while allowing work to be managed effectively within the organization. The WBS should preferably be a deliverable-oriented grouping of project work, which will facilitate tracking and control. Alternatively, the WBS may be based on stages or other principles, if this will result in better management within the organization.

SCOPE: 
The complete set of work, products, and services that pertain to a project. Scope is one of the three parts of the Triple Constraint of project management. Scope may be divided into Project Scope and Product Scope if desired. Project Scope is the work that must be done to deliver a product with the specified Product Scope or performance. Product Scope is the set of features and functions of the product being developed. Scope is captured in a Scope Statement, which is a written record that constrains the project, provides the basis for all project decisions, contains the key elements for project success, and forms the basis for agreements between the project team and the project customer.

STRATEGY: 
A high-level description of the specific and (often) unique approach for achieving the project's objectives. The definition of the project strategy should be completed prior to developing more detailed project planning elements such as the Work Breakdown Structure, activities, and Risk Log. Example project strategy components include: technology development techniques; development sequence of deliverables; top level make/buy decisions; supplier management approaches; module re-use; risk reduction methods; test methods; etc.

			On Track						100%			5/27/19


									Risk Management Plan


Author: RISK MANAGEMENT PLAN: 
A matrix for listing, analyzing and tracking project risks. Also known as the risk register or risk response plan. The Risk Management  Plan records the details pertaining to all identified project risks. The fields (columns) include the risk event, probability of occurrence, impact of occurrence, overall risk priority rating, responses, risk owners, and current status. Creation and maintenance of the Risk Management  Plan are team activities driven by the Project Manager. 
			On Track						100%			5/27/19


									Communicate Lessons Learned


Author: LESSONS LEARNED:
Lessons Learned are defined as the learning gained from the process of performing the project. Lessons learned must be captured so as to become part of the historical database for future stages of the project or for use by other future projects of the performing organization. Lessons learned may be identified and captured at any point in the project, but must be captured at the end of the project for those projects with a risk classification of Major Repeater and above. Identification of lessons learned can be accomplished in a variety of ways such as reviewing:
• variations in project performance metrics, both positive and negative;
• what went well and should be continued on future projects;  
• what did not go well and should be revised or discontinued on future projects;
• and PROLaunch process issues.
Capturing lessons learned includes documenting the lesson, the corrective action taken (if applicable), the reasons for taking that course of action (if applicable), and recommendations for process changes or for future projects to consider.

			On Track			HR Manager			100%			5/27/19			4


									Continuous Improvement Plan


Author: CONTINUOUS IMPROVEMENT PLAN:
A plan to identify opportunities for ongoing improvement in areas such as: cost out , inventory reduction, customer requirements, quality enhancements, environmental footprint improvements (life cycle energy efficiency, resource efficiency, and recyclability), etc. These opportunities would be undertaken as part of a new project or included in ongoing product support activities.
			On Track			CI Manager			100%			5/31/19			3
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Job FunctionResearcher


How long have you been 


with the organisation (Yrs) service sub group


On a scale of 1-5 (1 being 


strongly disagree and 5 


being strongly agree), do 


you  believe  change is good 


for the business


On a scale of 1-5 (1 being 


strongly disagree and 5 


being strongly agree), do 


you believe most of the 


changes the organisation has 


done in the past have been 


implemented successfully.


On a scale of 1-5 (1 being 


strongly disagree and 5 


being strongly agree), do 


you  believe the 


introduction of new 


technology is good for the 


business


On a scale of 1-5 (1 being 


strongly disagree and 5 


being strongly agree), do 


you  believe the 


introduction of the COBOT 


was good for the business


On a scale of 1-5 (1 being 


very uncomfortable and 5 


being very comfortable) 


how comfortable are you 


with increasing the presence 


of new technology in the 


business


On a scale of 1-5 (1 being 


very uncomfortable and 5 


being very comfortable) 


how comfortable would you 


be if the new technology 


was implemented on your 


cell


On a scale of 1-5 (1 being 


strongly disagree and 5 


being strongly agree), do 


you  believe The 


organization takes care of 


employees that are 


adversely impacted by 


change


On a scale of 1-5 (1 being 


strongly disagree and 5 


being strongly agree), do 


you  believe the 


management team is 


receptive to feedback and 


alternative ideas, and 


encourages open 


communication


Operator Lee 20.0020-25 5 3 5 2 3 5 2 2


ManagementLee 9.0005-10 5 3 5 5 4 4 3 3


Operator Lee 4.003-5 4 4 5 3 5 5 4 3


Operator Lee 7.005-10 5 3 5 3 3 4 3 3


Operator Lee 3.003-5 3 3 3 3 2 3 2 4


Operator Lee 20.0020-25 5 3 4 2 4 2 3 1


Operator Lee 28.0025-30 3 2 3 2 3 3 3 2


Operator Lee 28.0025-30 4 4 5 3 4 4 3 4


Operator Lee 21.0020-25 4 3 4 2 4 4 4 3


Operator Lee 2.001-3 4 4 4 2 4 4 3 4


Operator Lee 16.0015-20 5 2 5 2 5 5 3 2


Operator Lee 24.0020-25 4 3 4 3 3 2 4 4


Operator Lee 30.0025-30 3 2 2 3 2 2 1 2


Operator Lee 22.0020-25 3 2 3 3 3 2 2 2


Operator Lee 26.0025-30 3 2 4 3 4 2 2 2


Operator Lee 3.003-5 4 4 4 3 2 2 1 2


ManagementLee 2.001-3 5 4 5 5 5 5 4 4


Operator Lee 7.005-10 3 3 5 3 5 5 3 2


Operator Lee 2.001-3 5 4 5 3 4 4 4 5


Operator Lee 20.0020-25 5 4 5 2 5 5 3 3


ManagementFaith 3.001-3 5 4 5 2 5 4 5


ManagementFaith 18.0015-20 4 2 5 5 4 3 4


Operator Faith 2.001-3 4 4 3 3 3 3 3 4


Operator Faith 28.0025-30 4 4 3 3 3 3 3 3


Operator Faith 2.001-3 4 3 5 2 5 5 3 3


Operator Faith 21.0020-25 4 2 5 2 5 5 2 4


Operator Faith 0.081-3 5 3 5 5 5 5 5 5


Operator Faith 0.081-3 5 3 5 5 5 5 5 5


Operator Faith 1.001-3 5 4 5 2 5 4 4 4


Operator Faith 20.0020-25 5 4 5 1 4 4 3 4


team leader Faith 6.005-10 5 4 5 5 4 3 5 5


team leader Faith 1.001-3 5 4 5 5 5 5 3 4


Operator Faith 7.005-10 5 4 5 5 5 5 3 3


Operator Faith 3.003-5 2 4 4 2 2 2 2 2


Operator Faith 6.005-10 3 2 5 2 5 3 2 2


Operator Faith 0.421-3 4 3 5 2 5 3 1 2


Operator Faith 0.041-3 5 3 5 5 4 4 4 5


Operator Faith 1.001-3 5 5 5 5 4 4 4 5


Operator Faith 24.0020-25 5 4 5 3 4 3 3 4


Operator Faith 0.021-3 5 3 4 4 5 4 3 3


Operator Faith 28.0025-30 5 4 5 3 4 3 4 3


ManagementFaith 1.001-3 5 4 5 5 5 5 5 5


ManagementFaith 15.0015-20 5 4 5 4 5 4 4 4




Microsoft_Excel_Worksheet1.xlsx

raw


						Job Function			Researcher			How long have you been with the organisation (Yrs)			service sub group			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe  change is good for the business			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you believe most of the changes the organisation has done in the past have been implemented successfully.			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the introduction of new technology is good for the business			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the introduction of the COBOT was good for the business			On a scale of 1-5 (1 being very uncomfortable and 5 being very comfortable) how comfortable are you with increasing the presence of new technology in the business			On a scale of 1-5 (1 being very uncomfortable and 5 being very comfortable) how comfortable would you be if the new technology was implemented on your cell			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe The organization takes care of employees that are adversely impacted by change			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the management team is receptive to feedback and alternative ideas, and encourages open communication


						Operator			Lee			20.00			20-25			5			3			5			2			3			5			2			2


						Management			Lee			9.00			05-10			5			3			5			5			4			4			3			3


						Operator			Lee			4.00			3-5			4			4			5			3			5			5			4			3


						Operator			Lee			7.00			5-10			5			3			5			3			3			4			3			3


						Operator			Lee			3.00			3-5			3			3			3			3			2			3			2			4


						Operator			Lee			20.00			20-25			5			3			4			2			4			2			3			1


						Operator			Lee			28.00			25-30			3			2			3			2			3			3			3			2


						Operator			Lee			28.00			25-30			4			4			5			3			4			4			3			4


						Operator			Lee			21.00			20-25			4			3			4			2			4			4			4			3


						Operator			Lee			2.00			1-3			4			4			4			2			4			4			3			4


						Operator			Lee			16.00			15-20			5			2			5			2			5			5			3			2


						Operator			Lee			24.00			20-25			4			3			4			3			3			2			4			4


						Operator			Lee			30.00			25-30			3			2			2			3			2			2			1			2


						Operator			Lee			22.00			20-25			3			2			3			3			3			2			2			2


						Operator			Lee			26.00			25-30			3			2			4			3			4			2			2			2


						Operator			Lee			3.00			3-5			4			4			4			3			2			2			1			2


						Management			Lee			2.00			1-3			5			4			5			5			5			5			4			4


						Operator			Lee			7.00			5-10			3			3			5			3			5			5			3			2


						Operator			Lee			2.00			1-3			5			4			5			3			4			4			4			5


						Operator			Lee			20.00			20-25			5			4			5			2			5			5			3			3


						Management			Faith			3.00			1-3			5			4			5			2			5						4			5


						Management			Faith			18.00			15-20			4			2			5			5			4						3			4


						Operator			Faith			2.00			1-3			4			4			3			3			3			3			3			4


						Operator			Faith			28.00			25-30			4			4			3			3			3			3			3			3


						Operator			Faith			2.00			1-3			4			3			5			2			5			5			3			3


						Operator			Faith			21.00			20-25			4			2			5			2			5			5			2			4


						Operator			Faith			0.08			1-3			5			3			5			5			5			5			5			5


						Operator			Faith			0.08			1-3			5			3			5			5			5			5			5			5


						Operator			Faith			1.00			1-3			5			4			5			2			5			4			4			4


						Operator			Faith			20.00			20-25			5			4			5			1			4			4			3			4


						team leader			Faith			6.00			5-10			5			4			5			5			4			3			5			5


						team leader			Faith			1.00			1-3			5			4			5			5			5			5			3			4


						Operator			Faith			7.00			5-10			5			4			5			5			5			5			3			3


						Operator			Faith			3.00			3-5			2			4			4			2			2			2			2			2


						Operator			Faith			6.00			5-10			3			2			5			2			5			3			2			2


						Operator			Faith			0.42			1-3			4			3			5			2			5			3			1			2


						Operator			Faith			0.04			1-3			5			3			5			5			4			4			4			5


						Operator			Faith			1.00			1-3			5			5			5			5			4			4			4			5


						Operator			Faith			24.00			20-25			5			4			5			3			4			3			3			4


						Operator			Faith			0.02			1-3			5			3			4			4			5			4			3			3


						Operator			Faith			28.00			25-30			5			4			5			3			4			3			4			3


						Management			Faith			1.00			1-3			5			4			5			5			5			5			5			5


						Management			Faith			15.00			15-20			5			4			5			4			5			4			4			4








qs b4after cobot


						Statistics


						Question			present during COBOT change and ADKAR framework?			N			N*			Mean			SE Mean			StDev			Min			Q1			Median			Q3			Max			Range








																																				5			5			5


						On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe  change is good for the business			No			18			0			4.5			0.202			0.857			2			4			5			5			5			3


									Yes			25			0			4.2			0.163			0.816			3			3.5			4			5			5			2


						On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you believe most of the changes the organisation has done in the past have been implemented successfully.			No			18			0			3.611			0.164			0.698			2			3			4			4			5			3


									Yes			25			0			3.12			0.167			0.833			2			2			3			4			4			2


						On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the introduction of new technology is good for the business			No			18			0			4.722			0.135			0.575			3			4.75			5			5			5			2


									Yes			25			0			4.36			0.181			0.907			2			4			5			5			5			3


						On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the introduction of the COBOT was good for the business			No			18			0			3.556			0.336			1.423			2			2			3.5			5			5			3


									Yes			25			0			2.92			0.199			0.997			1			2			3			3			5			4


						On a scale of 1-5 (1 being very uncomfortable and 5 being very comfortable) how comfortable are you with increasing the presence of new technology in the business			No			18			0			4.5			0.202			0.857			2			4			5			5			5			3


									Yes			25			0			3.76			0.194			0.97			2			3			4			4.5			5			3


						On a scale of 1-5 (1 being very uncomfortable and 5 being very comfortable) how comfortable would you be if the new technology was implemented on your cell			No			17			1			4.118			0.225			0.928			2			3.5			4			5			5			3


									Yes			24			1			3.5			0.233			1.142			2			2.25			3.5			4.75			5			3


						On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe The organization takes care of employees that are adversely impacted by change			No			18			0			3.444			0.258			1.097			1			3			3.5			4			5			4


									Yes			25			0			2.92			0.191			0.954			1			2			3			3.5			5			4


						On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the management team is receptive to feedback and alternative ideas, and encourages open communication			No			18			0			3.889			0.267			1.132			2			3			4			5			5			3


									Yes			25			0			3			0.2			1			1			2			3			4			5			4








qs by job function


			Statistics


			Variable			Job Function			N			N*			Mean			SE Mean			StDev			Minimum			Q1			Median			Q3			Maximum


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe  change is good for the business			Management			6			0			4.833			0.167			0.408			4			4.75			5			5			5


						Operator			35			0			4.2			0.147			0.868			2			4			4			5			5


						team leader			2			0			5			0			0			5			*			5			*			5


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you believe most of the changes the organisation has done in the past have been implemented successfully.			Management			6			0			3.5			0.342			0.837			2			2.75			4			4			4


						Operator			35			0			3.257			0.138			0.817			2			3			3			4			5


						team leader			2			0			4			0			0			4			*			4			*			4


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the introduction of new technology is good for the business			Management			6			0			5			0			0			5			5			5			5			5


						Operator			35			0			4.4			0.143			0.847			2			4			5			5			5


						team leader			2			0			5			0			0			5			*			5			*			5


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the introduction of the COBOT was good for the business			Management			6			0			4.333			0.494			1.211			2			3.5			5			5			5


						Operator			35			0			2.886			0.178			1.051			1			2			3			3			5


						team leader			2			0			5			0			0			5			*			5			*			5


			On a scale of 1-5 (1 being very uncomfortable and 5 being very comfortable) how comfortable are you with increasing the presence of new technology in the business			Management			6			0			4.667			0.211			0.516			4			4			5			5			5


						Operator			35			0			3.943			0.174			1.027			2			3			4			5			5


						team leader			2			0			4.5			0.5			0.707			4			*			4.5			*			5


			On a scale of 1-5 (1 being very uncomfortable and 5 being very comfortable) how comfortable would you be if the new technology was implemented on your cell			Management			4			2			4.5			0.289			0.577			4			4			4.5			5			5


						Operator			35			0			3.657			0.188			1.11			2			3			4			5			5


						team leader			2			0			4			1			1.41			3			*			4			*			5


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe The organization takes care of employees that are adversely impacted by change			Management			6			0			3.833			0.307			0.753			3			3			4			4.25			5


						Operator			35			0			2.971			0.171			1.014			1			2			3			4			5


						team leader			2			0			4			1			1.41			3			*			4			*			5


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the management team is receptive to feedback and alternative ideas, and encourages open communication			Management			6			0			4.167			0.307			0.753			3			3.75			4			5			5


						Operator			35			0			3.171			0.19			1.124			1			2			3			4			5


						team leader			2			0			4.5			0.5			0.707			4			*			4.5			*			5








qs by researcher


			Descriptive Statistics: change is good, past changes were ... to comms


			Statistics


			Variable			Researcher			N			N*			Mean			SE Mean			StDev			Minimum			Q1			Median			Q3			Maximum


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe  change is good for the business			Faith			23			0			4.522			0.165			0.79			2			4			5			5			5


						Lee			20			0			4.1			0.191			0.852			3			3			4			5			5


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you believe most of the changes the organisation has done in the past have been implemented successfully.			Faith			23			0			3.522			0.165			0.79			2			3			4			4			5


						Lee			20			0			3.1			0.176			0.788			2			2.25			3			4			4


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the introduction of new technology is good for the business			Faith			23			0			4.739			0.129			0.619			3			5			5			5			5


						Lee			20			0			4.25			0.204			0.91			2			4			4.5			5			5


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the introduction of the COBOT was good for the business			Faith			23			0			3.478			0.294			1.41			1			2			3			5			5


						Lee			20			0			2.85			0.196			0.875			2			2			3			3			5


			On a scale of 1-5 (1 being very uncomfortable and 5 being very comfortable) how comfortable are you with increasing the presence of new technology in the business			Faith			23			0			4.391			0.175			0.839			2			4			5			5			5


						Lee			20			0			3.7			0.231			1.031			2			3			4			4.75			5


			On a scale of 1-5 (1 being very uncomfortable and 5 being very comfortable) how comfortable would you be if the new technology was implemented on your cell			Faith			21			2			3.905			0.206			0.944			2			3			4			5			5


						Lee			20			0			3.6			0.275			1.231			2			2			4			5			5


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe The organization takes care of employees that are adversely impacted by change			Faith			23			0			3.391			0.224			1.076			1			3			3			4			5


						Lee			20			0			2.85			0.209			0.933			1			2			3			3.75			4


			On a scale of 1-5 (1 being strongly disagree and 5 being strongly agree), do you  believe the management team is receptive to feedback and alternative ideas, and encourages open communication			Faith			23			0			3.826			0.215			1.029			2			3			4			5			5


						Lee			20			0			2.85			0.233			1.04			1			2			3			4			5
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[FUAPAN UNIX

The Intelligent Solutions Company

Quiptech

Riverside Commercial Estate,
Galway, H91 X4DK, Ireland.

T: #4353 91 757 800

E: sales@quiptech.com

QUOTATION

ltem: Japan Unix DF404S
Presented to: Faith Over
Company: Eaton UK

Date: 15-03-2023
Prepared by: Alan Fair

Quotation No.: AFFO JU150323

Quiptech.com






15 March 2023
Dear Faith,

We are happy to provide you with the following quote for the Japan Unix DF404S as requested. |
have added all of the same options as purchased by Eaton Romania.

If you have any further queries, please do not hesitate to contact me directly.

Kind regards,
Alan Fair

Business Manager

E: afair@quiptech.com

T: +353 87 2596350

Quiptech.com The Intelligent Solutions Company



mailto:afair@quiptech.com



ITEM

10

PART No

UNIX-DF404S

UNI-
031A/032A/031B/
032B -E

P/N: UJC-218

UCS-410S-SET

DF-UAC-304/404-
SET

J1909-682-F4002

Soldering
Manager

UMC-SET-CM1
P/N: Z21803-494-

F1001

SAFETY COVER

Quiptech.com

DESCRIPTION

Desktop Soldering Robot AC230V
CE

Max soldering area 400x365 mm

Z axis range 100mm 360°
Soldering head 250 W
Clean Cut Feeder

Iron tip cleaner

Lock-on Mechanism
Teaching Pendant

PC Software DF Editor SE
CE Certificates

Warranty - 1 year after installation

UNI-TESTER

Compact Twin Brush Cleaner

Tip Position Correction sensor
set

Fume extraction duct for UNIX-
DF404S
bracket included

Base plate for DF404S
(Including cables)

Soldering Manager

USB camera kit (1 camera)

Solder Feeding Position

Variable Mechanism

Safety enclosure with light
curtains

The Intelligent Solutions Company

35,250 €

1,940 €

1,260 €

1,730 €

810 €

1,200 €

1,500 €

1,960 €

700 €

3,700 €

35,250 €

1,940 €

1,260 €

1,730 €

810 €

1,200 €

1,500 €

1,960 €

700 €

3,700 €






Installation and Training Including
11 Installation Travel

950 €

3,800 €

TOTAL UNIX-DF404-S with ALL options:

€53,850

Terms & Conditions
Ex-Works Japan

All prices are in Euros, Excluding VAT,
Delivery time: Approx. 12-14 weeks, to be confirmed
after order.

Payment terms: 50% with order, 40% on delivery 10% after

acceptance 30 days net after installation
Terms: Standard Quiptech Terms and Conditions Apply

Quiptech.com The Intelligent Solutions Company
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BPE

BLUNDELL

PRODUCTION EQUIPMENT

Mr. Lee Jones

Engineer

Eaton

Electrical/[EMEA
Llantarnam Park, Wales
Cwmbran

NP44 3AW

9th September 2021
Dear Lee,

Quotation ref ECO4 Budget 090921
ECOSELECT 4 Selective Soldering machine

Blundell Production Equipment, Unit C-D, Quinn Close, Seven Stars Industrial Estate, Coventry, CV3 4LH
sales@blundell.co.uk 02476 210270 www.blundell.co.uk





BPE

BLUNDELL

PRODUCTION EQUIPMENT

200 MS-EC0O4 1 PC

Ersa Ecoselect 4 Machine

ECOSELECT 4 provides the user an innovative solder system for
highest quality at best price-performance ratio. It is a perfect flexible
solution for both first time user and experienced user. The Machine
can be used in-line as well as an off-line.

Wear less components guarantees highest availability.

The Basic system contains following configuration:

e 3-axis-CNC-positioning system

¢ Precision spray fluxer with servo drives to spray single spots
and/or tracks

including flux tank and flux level monitor,

 Solder pot with electromagnetic solder pump (low maintenance)
including magnetic socket for quick nozzle exchange

including solder level monitoring

including wave height monitoring

including solder nozzle (3,0/6,0) and nozzle removal too

¢ roller conveyor

min. dimension of PCBs: 127 mm length and 50 mm width
max. dimension of PCB’s: 508 mm length and 508 mm width

e PC-control system

Operation system Windows 10

23" Touchscreen Monitor

UPS for PC

® Process visualization

including monitoring functions

including soldering protocol

including process data recorder

including maintenance and error messages

including password protection

¢ Exhaust function monitor

¢ Interior hood light

¢ Operating state indicator

Blundell Production Equipment, Unit C-D, Quinn Close, Seven Stars Industrial Estate, Coventry, CV3 4LH
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¢ Paint RAL 7035 (light gray) and RAL 7016 (anthracite)

¢ Inclusive 1-l-bottle no clean flux 4FMJF2040 for selective soldering
(class OR LO) Water based, halogen-free, high deoxydation level,
suitable for high process temperature and long process times,

solid content (activity) 6,5% 0,2

¢ the specified extraction capacity describes the amount of exhaust
air at the machine connections required for the operation of the
system. The actual extraction capacity of the exhaust air system will
be higher (power loss due to pipe length/ T-pieces etc.)

¢ Subject to technical modifications

Made by Ersa GmbH, Wertheim / Germany

300 MS-ECO4-DLB 1 PC

Run Through Mode

The PCB will be moved in forward direction and it will leave the
machine at the outfeed.

400 MS-EC04-TV1 1 PC

Programmable Conveyor Width

motor driven Conveyor Width Adjustment programmable with display
of actual value

500 MS-ECO4-TE 1 PC

Side Positioning Unit to hold PCB's

Mechanical PCB centering.

Lateral fixation of the PCB for correct positioning.

600 MS-EC0O4-SU 1 PC
Spray test function
Optical inspection of the spray fluxer

700 MS-VF-SK1 1 PC

Add. Spray Head in Fluxer Assembly

The second spray head is working parallel to the first head and allows
by a mechanical adjustable mounting the simultaneous fluxing of
multiple PCBs in one panel.

800 MS-SK-130E 1 PC
Spray head 130 micrometer stainl. steel

900 MS-SK-130E 1 PC

Spray head 130 micrometer stainl. steel

Blundell Production Equipment, Unit C-D, Quinn Close, Seven Stars Industrial Estate, Coventry, CV3 4LH
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1000 MS-ECO4-IR 1 PC

IR-Preheating, Bottom Side

Consisting of 8 short wave length quartz emitters including
segmentation of emitters (4-2-2 emitters). For heating up, the PCB will
be moved above the heater.

1100 MS-EC04-V01 1 PC

Preheating 1 top side IFO SM1; convection

Regulated Convection preheating top side for homogeneous through
heating of the PCBs

1200 MS-EC0O4-VOOL1 1 PC

Preheating top side over SM1, Convection

Regulated convection preheating top side for homogeneous through
heating of the PCBs

1300 MS-ECO4-DPYZ 1 PC

Second Solder Bath, Y-/Z-variable

- Both solder pots can be driven, separately and individually in Z
direction

- The y — distance between the solder pots can be adjusted motorized
and programmable via Software in a range of 80 to 254 mm for each
soldering program individually

- Possibility to work with two identical nozzles but different solder
alloys

- Possibility to work with two different nozzle sizes with identical
solder alloy

1400 MS-ECO4-PEL 1 PC

Fiducial Recognition in Sold. Module 1

Fiducial with automatic position correction.

Recognition of position of the board inside of a mask. Offsets or
rotation of PCB in reference to the point of reference will be
compensated automatically.

Maximum area of Fiducial for standard solder nozzles:

X: 0-508 mm

Y:0-270 mm

Z:-0,5-+0,5 mm

Blundell Production Equipment, Unit C-D, Quinn Close, Seven Stars Industrial Estate, Coventry, CV3 4LH
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1500 MS-EC0O4-LZ 1 PC

Automatic Solder Wire Feeder

Suitable for solder wire spools of 4-kg, diameter 2 mm. If the solder
level reaches its defined low level, solder wire will be fed
automatically.

1600 MS-VC1 1 PC

Versacam SM1

The VERSACAM offers a height measurement on the fly which
increases the process speed. In addition to this the nozzle size will be
monitored and connected with the soldering program

Furthermore, the soldering processes can be recorded by video and
stored on a hard disk.

Attention: Data must be backed up periodically: The external hard disk
on which the recording succeeds has a storage capacity of 2 TB. With a
camera that records around the clock, the hard disk is full after 4
months and the oldest videos will be automatically deleted to record
new videos.

Please note:

- The Versacam works for nozzles of size 2.4 / 5.0 mm and larger

- Minimum conveyor width 150 mm

- The parking position must be set to the Versacam

1700 MS-VC1 1 PC

Versacam SM1

The VERSACAM offers a height measurement on the fly which
increases the process speed. In addition to this the nozzle size will be
monitored and connected with the soldering program

Furthermore, the soldering processes can be recorded by video and
stored on a hard disk.

Attention: Data must be backed up periodically: The external hard disk
on which the recording succeeds has a storage capacity of 2 TB. With a
camera that records around the clock, the hard disk is full after 4
months and the oldest videos will be automatically deleted to record
new videos.

Please note:

- The Versacam works for nozzles of size 2.4 / 5.0 mm and larger

- Minimum conveyor width 150 mm

- The parking position must be set to the Versacam

Blundell Production Equipment, Unit C-D, Quinn Close, Seven Stars Industrial Estate, Coventry, CV3 4LH
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1800 MS-VC-PC 1 PC

High perfomance pc for Versacam

The standard machine PC is changed by a high end-machine PC
because of the VERSACAM.

1900 MS-ECO4-LDA 1 PC

Nozzle activation automatically

Automatic, preventive activation of the nozzle surface to prevent the
surface from dewetting. The uniform wetting of the outer surface of
the solder nozzles are essential for a stable process and constant
soldering results.

2000 MS-IS-E 1 PC
SMEMA-Communication Interface for Infeed
Conveyor height 850 - 950 mm

2100 MS-IS-O 1 PC
SMEMA-Communication Interface f. Outfeed
Conveyor height 850 - 950 mm

2200 MS-MO1 1 PC
22" TFT Video Monitor
TFT Video Monitor for visualization of the soldering process

2300330990 1 PC

CAD-Assistant 4 WIN7+8+10 fullversion

Full version for CAD Assistant 4 — which contains the following
highlights:

¢ Intuitive programming due to graphic user interface

¢ Optimized cycle times by means of auto-routing

¢ Automatic and optimized assignment of fluxing and soldering jobs to
the available modules

¢ Prevention of crashes by the definition of exclusion areas

* Program simulation to verify settings

* Support of solder modules with two independent axes (VERSAFLEX)
¢ Management of up to 3 solder modules

¢ Simple scaling of the assembly

¢ File import of CAD formats: ODB++, IPC 2581, GenCAD

¢ File import of image formats:.jpg, .bmp, .png, .tif, .gif
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2400 MS-ECO4-EM 1 PC

Infeed Module

Conveyor extension with controlled drive.
Length 615 mm, working width 50 - 508 mm.

2500 MS-ECO4-MHA 1 PC

Manual unload assistance

500 mm roller conveyor with end stop. Required for a manual
unloading of PCBs

2600106249 1 PC

Cleaning tool for solder nozzles

Tool Set for cleaning and activation of solder nozzles.
Consisting of:

2 pcs.cleaning paste, 10ccm cartridge

5 pcs. dosing needle, 1=1,5",di=1,5mm

1 pc. hand dispenser

1 pc. round brush, diameter 10mm

1 pc. handle for round brush, diameter 10mm

2700 37700164 1 PC
Nozzle removal tool

2800 MS-ECO4-PL1 1 PC
Packing Truck transport. basic machine
wooden pallet

Total items

Configured m/c as above
Price @ 1.15 exchange rate
Transport from GmbH
Commissioning/Training

Warranty: 12 24 months starting from date of acceptance

Lead-time approximately 14 weeks + shipping time from receipt of PO

€191,376.00
£166,414.00
£2,500.00*
£2,585.00
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Our payment terms:

If you are financing, we will work with the conditions specified; please advise your chosen
finance company and contact with PO

If self-funding our terms are as follows:

30% deposit with order

50% payment on/prior to delivery to UK
20% payment 30 days after delivery

All prices exclude VAT

Validity of Quotation

This quotation is valid for 60-days but the £ to EUR exchange rate may need to be
recalculated at the time of order placement. Once the order is placed the exchange rate is
secured for the duration of all payments.

*Delivery and services

It is the customer’s responsibility to ensure the m/c is off-loaded from the delivery vehicle
and positioned within the factory. Furthermore, please ensure that air, N2, power and
extraction are all in place prior to the commissioning date.

Service Statement:

1. We have 10 dedicated service engineers employed by BPE. Of those 10, currently 4

engineers are specifically trained to work on Ersa soldering m/cs.

2. If you require support outside of our Monday — Friday office hours 24 hours telephone

support is available FOC from ERSA.

3. We hold front line spares, so next day is not a problem providing the request is made by
2.00pm. Furthermore, because of Ersa’s 24 HR support (assuming you call outside of our
hours) sending parts from Germany for a next day delivery is also possible but cut-off time
will be 12.00 GMT. All POs for spares to be sent to BPE.

| trust you have all the information you require but please do not hesitate to contact me if you
require further information.
Yours sincerely,

Keith Gummer
Area Sales Manager

Blundell Production Equipment, Unit C-D, Quinn Close, Seven Stars Industrial Estate, Coventry, CV3 4LH
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Takt Time Calculator - 2023 Forecast

Note
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Faith Over
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Microsoft_Excel_Worksheet.xlsx
ProjectSchedule

		Create a Project Schedule in this worksheet.
Enter title of this project in cell B1. 
Information about how to use this worksheet, including instructions for screen readers and the author of this workbook is in the About worksheet.
Continue navigating down column A to hear further instructions.		Project Blue

		Enter Company Name in cell B2.		Company Name		Eaton Cwmbran

		Enter the name of the Project Lead in cell B3. Enter the Project Start date in cell E3. Project Start: label is in cell C3.		Project Lead		Faith Over				1-Jun-22

		The Display Week in cell E4  represents the starting week to display in the project schedule in cell I4. The project start date is considered Week 1. To change the display week, simply enter a new week number in cell E4.
The starting date for each week, starting with the display week from cell E4, starts in cell I4 and is auto calculated. There are 8 weeks represented in this view from cell I4 through cell BF4.
You should not modify these cells.
Display Week: label is in cell C4.				Display Week:				1								May 30, 2022														Jun 6, 2022														Jun 13, 2022														Jun 20, 2022														Jun 27, 2022														Jul 4, 2022														Jul 11, 2022														Jul 18, 2022														Jul 25, 2022														Aug 1, 2022														Aug 8, 2022														Aug 15, 2022														Aug 22, 2022														Aug 29, 2022														Sep 5, 2022														Sep 12, 2022														Sep 19, 2022														Sep 26, 2022														Oct 3, 2022														Oct 10, 2022														Oct 17, 2022														Oct 24, 2022														Oct 31, 2022														Nov 7, 2022														Nov 14, 2022														Nov 21, 2022														Nov 28, 2022														Dec 5, 2022														Dec 12, 2022														Dec 19, 2022														Dec 26, 2022														Jan 2, 2023														Jan 9, 2023														Jan 16, 2023														Jan 23, 2023														Jan 30, 2023														Feb 6, 2023														Feb 13, 2023														Feb 20, 2023														Feb 27, 2023														Mar 6, 2023														Mar 13, 2023														Mar 20, 2023														Mar 27, 2023														Apr 3, 2023														Apr 10, 2023														Apr 17, 2023														Apr 24, 2023														May 1, 2023														May 8, 2023														May 15, 2023														May 22, 2023														May 29, 2023														Jun 5, 2023														Jun 12, 2023														Jun 19, 2023														Jun 26, 2023

		Cells I5 through BL5 contain the day number for the week represented in the cell block above each date cell and are auto calculated.
You should not modify these cells.
Today's date is outlined in Red (hex #AD3815) from today's date in row 5 through the entire date column to the end of the project schedule.																30		31		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		31		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		31		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		31		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		31		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		31		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		31		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		31		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		1		2

		This row contains headers for the project schedule that follows below them. 
Navigate from B6 through BL 6 to hear the content. The first letter of each day of the week for the date above that heading, starts in cell I6 and continues through cell BL6.
All project timeline charting is auto generated based on the start and end dates entered, using conditional formats.
Do not modify content in cells within columns after column I starting with cell I7.		TASK		ASSIGNED
TO		PROGRESS		START		END				DAYS		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S		M		T		W		T		F		S		S

		Do not delete this row. This row is hidden to preserve a formula that is used to highlight the current day within the project schedule. 														

		Cell B8 contains the Phase 1 sample title. 
Enter a new Title in cell B8.
Enter a name to assign the phase to, if it applies for your project, in cell C8.
Enter Progress for the entire phase, if it applies for your project, in cell D8.
Enter the start and end dates for the entire phase, if it applies for your project, in cells E8 and F8. 
The Gantt chart will automatically fill in the appropriate dates and shade according to the progress entered.
To delete the phase and work only from tasks, simply delete this row.		Phase 1: Automation Opportunities Investigation												

		Cell B9 contains the sample task "Task 1." 
Enter a new task name in cell B9.
Enter a person to assign the task to in cell C9.
Enter progress of the task in cell D9. A progress bar appears in the cell and is shaded according to the number in the cell. For example, 50 percent progress would shade half of the cell.
Enter task start date in cell E9.
Enter task end date in cell F9.
A status bar shaded for the dates entered appears in blocks starting from cell I9 through BL9. 		Review solutions on the Market & obtain quotes		Lee Jones		100%		01/06/2022		01/08/2022				62

		Rows 10 through 13 repeat the pattern from row 9. 
Repeat the instructions from cell A9 for all task rows in this worksheet. Overwrite any sample data.
A sample of another phase starts in cell A14. 
Continue entering tasks in cells A10 through A13 or go to cell A14 to learn more.		Review part by part applicability for each solution		Lee Jones		100%		04/07/2022		30/07/2022				27

				Review Timings and 2023 Forecasts 		Faith Over		100%		04/07/2022		15/08/2022				43

				Submit for CAPEX 		Faith Over		100%		05/07/2022		01/09/2022				59

				Select high running items for trials		Faith Over		100%		01/09/2022		15/09/2022

		The cell at right contains the Phase 2 sample title. 
You can create a new phase at any time within column B. This project schedule does not require phases. To remove the phase, simply delete the row.
To create a new phase block in this row, enter a new Title in cell at right.
To continue adding tasks to the phase above, enter a new row above this one and fill in the task data as in cell A9's instruction.
Update the Phase details in cell at right based on cell A8's instruction.
Continue navigating down column A cells to learn more.
If you haven't added any new rows in this worksheet, you will find 2 additional sample phase blocks have been created for you in cells B20 and B26. Otherwise, navigate through column A cells to find the additional blocks. 
Repeat the instructions from cells A8 and A9 whenever you need to.		Phase 2: Fesability Investigation 												

				Send high consumption compoennts with data sheets to panasonic		Lee Jones		100%		15/09/2022		15/10/2022				31

				Review all 172 boards against the capability of each solution 		Lee Jones		100%		17/09/2022		15/10/2022				29

				conduct time studies of current process to validate timings		Faith Over		100%		15/10/2022		15/11/2022				32

				Validate payback terms		Faith Over		100%		15/10/2022		17/10/2022				3

				Create business case for proposals		Faith Over		100%		15/10/2022		17/10/2022

		Sample phase title block		Phase 3: Proof of Concept Trials												

				Conduct feasability trials at Quiptech 36-a604		Faith Over / Quiptech		100%		22/11/2022		22/01/2023				62

				Conduct feasability trials at Quiptech 36-a6548				100%		22/11/2022		22/01/2023				62

				Conduct feasability trials at Quiptech 36-a316				100%		22/11/2022		22/01/2023				62

				Conduct feasability trials at Quiptech 36-a807				0%		15/05/2023		22/05/2023				8

				Conduct PPAP to verify proposals				0%		22/05/2023		21/07/2023

				Hold ProLaunch Gate 0 & 1 				30%		28/07/2023		04/08/2023				8

		Sample phase title block		Phase 4: Process Integration Plans 												

				Review timings of each board						22/01/2023		22/05/2023				121

				Review loading/ unloading timings 						22/05/2023		29/05/2023

				Create process flow						29/05/2023		19/06/2023				22

				Design infrastructure/ area 						19/06/2023		19/07/2023				31

				Design required jigs						04/08/2023		03/10/2023

				Fabricate jigs						03/10/2023		24/10/2023

				Create ADKAR change management plans 						04/08/2023		11/08/2023				8

				Create training plans						11/08/2023		25/08/2023				15

				Conduct PFMEA						19/06/2023		19/07/2023

				Pro Launch Gate 2 & 3						03/09/2023		10/09/2023

				Phase 5: Installation 

				Install Unit						24/10/2023		31/10/2023

				Train Engineers and Operators						31/10/2023		21/11/2023

				Conduct trials with suggestion box 						21/11/2023		21/12/2023

				Soft roll out one simple board						21/11/2023		28/11/2023

				Trial 807 boards 						28/11/2023		28/12/2023

				Pro Launch Gate 4						07/11/2023		14/11/2023

				Create work instructions						31/10/2023		21/11/2023

				Create TPM schedule 						31/10/2023		21/11/2023

		This is an empty row														

		This row marks the end of the Project Schedule. DO NOT enter anything in this row. 
Insert new rows ABOVE this one to continue building out your Project Schedule.		Insert new rows ABOVE this one												
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		SIMPLE GANTT CHART by Vertex42.com

		https://www.vertex42.com/ExcelTemplates/simple-gantt-chart.html

		About This Template

		This template provides a simple way to create a Gantt chart to help visualize and track your project. Simply enter your tasks and start and end dates - no formulas required. The bars in the Gantt chart represent the duration of the task and are displayed using conditional formatting. Insert new tasks by inserting new rows.

		Guide for Screen Readers

		There are 2 worksheets in this workbook. 

TimeSheet
About

The instructions for each worksheet are in the A column starting in cell A1 of each worksheet. They are written with hidden text. Each step guides you through the information in that row. Each subsequent step continues in cell A2, A3, and so on, unless otherwise explicitly directed. For example, instruction text might say "continue to cell A6" for the next step. 

This hidden text will not print.

To remove these instructions from the worksheet, simply delete column A.

		Additional Help

		Click on the link below to visit vertex42.com and learn more about how to use this template, such as how to calculate days and work days, create task dependencies, change the colors of the bars, add a scroll bar to make it easier to change the display week, extend the date range displayed in the chart, etc.

		How to Use the Simple Gantt Chart

		More Project Management Templates

		Visit Vertex42.com to download other project management templates, including different types of project schedules, Gantt charts, tasks lists, etc.

		Project Management Templates

		About Vertex42

		Vertex42.com provides over 300 professionally designed spreadsheet templates for business, home, and education - most of which are free to download. Their collection includes a variety of calendars, planners, and schedules as well as personal finance spreadsheets for budgeting, debt reduction, and loan amortization.

		Businesses will find invoices, time sheets, inventory trackers, financial statements, and project planning templates. Teachers and students will find resources such as class schedules, grade books, and attendance sheets. Organize your family life with meal planners, checklists, and exercise logs. Each template is thoroughly researched, refined, and improved over time through feedback from thousands of users.



https://www.vertex42.com/ExcelTemplates/excel-project-management.html?utm_source=ms&utm_medium=file&utm_campaign=office&utm_content=texthttps://www.vertex42.com/ExcelTemplates/simple-gantt-chart.html?utm_source=ms&utm_medium=file&utm_campaign=office&utm_content=helphttps://www.vertex42.com/ExcelTemplates/simple-gantt-chart.html?utm_source=ms&utm_medium=file&utm_campaign=office&utm_content=urlhttps://www.vertex42.com/ExcelTemplates/simple-gantt-chart.html?utm_source=ms&utm_medium=file&utm_campaign=office&utm_content=text
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