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4.6 Calculated Examples

The following two examples illustrate how the technique for calculating the expected set-up time
works:

a) Assume that ajob with the following productcharacteristicsis loaded on the printer:
Colour 1: White RSC: Y
Colour 2: Green Lock-back: N
Colour 3: Black Die: D1

Assume that we wish to calculate the set-up time for the following job:
Colour 1: Yellow RSC: Y
Colour 2: Green Lock-back: N
Colour 3: Die: D2

By comparing the productcharacteristicsthe following conclusionscan be drawn: The die­
cutting unit requires a set-up, thus12minutes (from table 8). The slotting unit requires no set-up,
thus 0 minutes. The firstjob contains three colours, the second two colours and they share one
identical colour. In table 7 this is casenumber21. For the twojobsthe Old Colour 2 is equal
to the New Job Colour 2. This equates to the second partof casenumber21 in table 7. This
means that two rinses and one ink-up is required.Furthermorethree stereo de-loads and two 2
stereo-loads are necessary. Therefore the set-up time for the newjob is

Maximum of [2x7 + lx3 + 3x3 + 2x4], [0], [12] = 34 minutes

b) Assume that a job with the following product characteristics is loaded on the printer:

Colour 1: Blue
Colour 2: Red
Colour 3:

RSC: Y
Lock-back: N
Die: Dl

Assume that we wish to calculate the set-up time for the following job:

Colour 1: Grey
Colour 2: Blue
Colour 3:

RSC: N
Lock-back: Y
Die: D2

By comparing the productcharacteristicsthe following conclusionscan be drawn: The die­
cutting unit requires a set-up, thus 12 minutes (from table 8). The slotting unit requires a lock­
back and an RSC change, thus 10+ 6 = 16 minutes (from table 8). The first job contains two
colours, the second job two colours and the two jobs share one identical colour.

In table 7 this is case number 13. Further conclusions cannot be drawn using the information
available, therefore the higher probability is selected. This means that two rinses and two ink­
ups are necessary.Furthermoretwo stereo de-loads and two stereo-loads must be done. This
estimate will be correct in 66% of the cases. Therefore the set-up time for the new job is

Maximum of [2x7 + 2x3 + 2x3 + 2x4], [10 + 6], [12] = 24 minutes
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5. CONCLUSIONS

The technique presented is simple and can easily be computerised. The main advantage is the fact that
it does not require status information about which colours are loaded on which printing stations when
making an estimate of the set-up time for ajob. Like any other tool attempting to predict the future
it is not entirely accurate. The technique essentially reduces to the compilation ofa look-up table based
on an exhaustive analysis of all possible outcomes ofa sequence for a particular physical set-up. It can
be applied to predict sequence dependent set-up times for printers and similar processes.
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