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Abstract: The manufacturing execution system (MES) for product production handles different production
processes according to the product characteristics and different types of data according to the process being
considered. For efficiently providing the data pertaining to production equipment to production systems such as
the MES, data collection through the equipment interface is required for obtaining the production data
pertaining to field equipment. In this paper, a method is proposed for collecting the production data through
the equipment interface in order to collect the various types of production-equipment data from the field. The
proposed method is applied to a real manufacturing system to verify its efficiency. A more powerful MES

can be constructed with a data acquisition system that acquires the status data at the shop-floor level.
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