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Vi är överallt



Walk the talk



Vi har arbetat med underhåll i våra egna fabriker från första början

1908



Utrustningens behov förändras under utrustningens livslängd

1957



2014

Utvecklingen av underhållet måste således vara dynamiskt



… och kontinuerligt utmanas

2024



Effektivitet är att göra rätt saker
Effekt är att göra saker rätt

Peter Drucker
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All maintenance 
personal are 
highly safety 
conscious. Safety 
is given topmost 
priority in all the 
activities. 
Working proactive 
to eliminate 
incident 
possibilities.

System in place 
to reinforce, 
improve 5S, with 
all employee 
participation. All 
areas of 
Maintenance  are 
5S Certified & 
sustained for 
more then 1 year.

Vision/strategy 
constantly 
challenged taking 
in new influences 
from other 
factories/industrie
s as trends in the 
market (i.e. 
Smart 
Maintenance, 
Industrie 4.0, 
IoT...)

The organization 
is constantly 
challenging itself 
on its 
effectiveness and 
ability to reach 
the desired result 
in a lean way.  
Benchmarking is 
used as a way to 
optimise.

Competence 
development 
process is 
constantly 
followed up and 
challenged, taking 
under 
consideration on 
the market new 
competences, 
methods and 
tools.

All stakeholders 
constantly in real 
time updated 
about needed 
information, 
information is 
provided in a 
clear and 
structured way. 
Organization 
constantly 
challenge the 
way they 
communicate (not 
to much, not to 
little, in the 
clearest and 
efficient way).

All KPIs has good 
accuracy and is 
clearly linked with 
Vison and 
Strategy, all 
stakeholders are 
aware of current 
situation. KPIs is 
used for 
understanding 
deviations 
towards targets 
in real time and 
adjustments to 
get back on track 
is a natural way 
of working. KPIs 
are 
changed/adopt to 
current strategies 
as per need.

Cost for reaching 
the defined 
targets is 
predictable, 
deviations from 
budget ± 2%. 
There is full 
awareness what 
it will cost to 
maintain and/or 
improve current 
situation. 
Decisions are 
taken on an 
return of 
investment 
perspective.

Organization are 
challenging its AM 
program (tasks, 
efficiency and 
effect) towards 
benchmark. The 
program is being 
updated and 
adjusted based 
on need and 
effect. Phase 3 
implemented on 
critical machines 
in full factory.

No Unplanned 
Corrective stops 
between planned 
stops for defined 
equipments. PM 
program 
constantly 
challenged based 
on benchmark 
when it comes to 
efficiency, effect 
and cost and 
usage of 
predictive tools. 
Phase 3 
implemented on 
critical machines 
in full factory.

Job packaging for 
all needed jobs 
(i.e. std. time, 
tools, material, 
instructions), 
everything is pl. & 
scheduled with 
different priorities 
(selected jobs 
can be paused if 
having break 
downs). 
Everybody is 
scheduled for the 
coming week. 
Carried out tasks 
are revised upon 
actual vs planned 
time, as repair 
method and if it 
can be further 
optimized. 
Deviations from 
planning is ± 5%.

New material, 
tools, methods 
are constantly 
reviewed and 
considered in 
order to reduce 
MTBF and MTTR. 
Benchmark 
towards other 
factories/industrie
s is performed.

CMMS used 
effectively for all 
maintenance 
works, 
(PM,PDM,UCM,PC
M, 
subcontractors), 
data collection, 
cost follow up, 
decision support, 
analysis, including 
SPM. Usage of 
system optimized, 
I.e. bar code 
reader, integrated 
with other 
systems (i.e. 
CoMo), 
mobile/hand held 
solutions. 

SPM and spare 
part strategy 
challenged and 
optimized. 
Optimized ways 
and new methods 
to 
handle/administra
te spare parts 
considered.

Improvements are  
linked to the 
vision and 
strategies. 
Experience and 
history in relation 
to business 
targets are 
always 
considered when 
improving current 
situation. This is 
a natural way of 
working.  Focus is 
to minimize or 
fully eliminate 
maintenance 
need.

In close 
cooperation with 
suppliers we aim 
to reduce need 
for maintenance 
and to strive for 
zero unplanned 
stops between 
planned stops, in 
the case of 
planned stops the 
time needed is 
optimized. 
Industry 4.0 
/Smart 
Maintenance/IoT 
(Internet of 
Things) solutions 
considered and 
evaluated.
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Lock out Tag out 
are performed by 
identified and 
trained personnel, 
including sub 
contractors who 
are informed and 
acts accordingly. 

All areas of 
maintenance 5S 
certified.

Vision/strategy is 
developed, 
shared & aligned 
within the team & 
with relevant 
function 
(manufacturing, 
Pr Eng, Quality, 
EHS, HR, …). 

Roles and 
responsibility are 
clearly aligned 
and periodically 
reviewed for 
securing 
alignment with 
Vision and 
Strategy. 
Responsibility and 
authorities are 
well defined and 
implemented for 
each function and 
role.

Competence 
development 
process shows 
evidence of that 
IDP (Individual 
Development 
Plans) is followed 
and executed in a 
structured way. 
The Gap between 
current and 
desired situation 
showing a 
positive trend for 
more then 1 year. 
Adaption to new 
methods and 
tools periodically 
reviewed.

Structured 
communication 
about daily, 
weekly and 
monthly status 
(i.e. KPI, 
activities and 
strategy) in place 
within 
maintenance 
team all 
stakeholders (i.e. 
supply chain, 
engineering, 
controlling).

Leading and 
Lagging KPIs in 
place and used 
for decision 
taking as a 
common way of 
working. KPIs 
showing a 
positive trend for 
more than 1 year. 
Common well 
defined KPIs for 
production and 
maintenance, 
working as one 
team.

Work order 
history include all 
costs & properly 
divided according 
to a WO type 
standard. 
deviations from 
budget ± 5%

AM program is 
optimized based 
deviations and 
BDEs, actions has 
been taken to 
reduce time and 
tasks. There is a 
clear 
understanding of 
why we are doing 
what. Operators 
are conducting 
more and more 
complex task and 
minor repairs.  
Phase 1 
implemented on 
critical machines 
in full factory, 
and phase 2 
implementation in 
50% of critical 
machines

PM Program is 
periodically 
reviewed & 
updated based on 
experiences & 
BDE.  Good level 
of Standard Job 
instructions/MJP 
for performing PM 
tasks. 
Testing/acceptan
ce is in place for 
PM tasks. SJPs 
are used for 
optimizing 
preparations. 
Phase 1 
implemented on 
critical machines 
in full factory, 
and phase 2 
implementation in 
50% of critical 
machines

Job packaging for 
main part of the 
jobs (i.e. 
standard time, 
tools, material, 
instructions), 
everything is 
planned and 
scheduled, but 
with different 
priorities selected 
jobs can be 
paused if having 
break downs). 
Everybody is 
scheduled for the 
coming week. 
Carried out tasks 
are revised upon 
actual vs planned 
time, as repair 
method and if it 
an be further 
optimized  

MWT & MTTR are 
used for input to 
optimise UCM 
tasks (reduce 
reaction time and 
repair time). 
Predictive tools in 
use to detect 
functional failures 
and to secure 
proper repair. 
Instruction to 
ensure quality of 
repair in place 
and used. 
Maintenance 
rework is used as 
input for 
competence and 
methods 
development.

Asset register for 
all A and B 
machines on 
function level. 
CMMS is used for 
reporting, 
analysis and 
decision support.

Analyses for 
optimization of 
spare parts is 
conducted, 
warehouse is 
organized in a 
logical way (most 
frequent used 
articles easy to 
access). Spare 
part strategy in 
defined and 
implemented. 
Spare part 
classification and 
optimization rules 
defined.

Reliability is a 
function in place. 

Working with 
cross functional 
teams. MTBF, 

MTTR, MWT and 
cost are KPIs 

used as input for 
improvements. 

Change 
management 

process in place. 
Focus on 
reviewing 

efficiency as 
effect of the 
maintenance 

program.

Life Cycle Cost 
(LCC) and 
maintainability is 
considered for 
selection of the 
new equipment. 
Learnings from 
history captured.
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Good level of 
safety 
consciousness 
among 
maintenance 
team. People 
identify & improve 
unsafe conditions 
and acts 
accordingly. 
Evidence of 
improvement on 
near miss & 
safety risks 
available. LoTo in 
place.

50% of 
maintenance 
areas 5S 
certified. Full 
maintenance 
team involved.

Vision/strategy 
exist to improve 
reliability & reach 
maintenance 
excellence. The 
same is shared & 
aligned within the 
team and other 
stake holders.

Efforts made to 
review & align 
(periodically) 
structure to 
Vision and 
Strategy. 
Responsibility and 
authorities are 
well defined for 
each function and 
role.

Competence 
matrix is linked 
with need, this is 
also visualized 
and linked to the 
IDP. Focus is to 
close the Gap 
(current situation 
to desired). IDP 
(Individual 
Development 
Plans) with 
structured follow 
up. New methods 
and tools 
implemented 
based on need.

Structured 
communication 
about daily, 
weekly and 
monthly status 
(i.e. KPI, 
activities and 
strategy). in 
place within 
maintenance 
team and 
between 
maintenance and 
production.

Leading and 
lagging KPIs in 
place with good 
accuracy, in 
alignment with 
Vision and 
Strategy (both 
for maintenance 
as for factory) 
and are 
visualized. KPIs 
has good 
accuracy and is 
communicated to 
all stakeholders.

Maintenance cost 
followed on 
machine level, 
used for decision 
making. Still 
lacking some 
accuracy.

Deviations is 
captured and 
actions are 
taken. Phase 1 
implemented on 
50% of critical 
machines in full 
factory, and 
phase 2 under 
implementation in 
pilot area.

Maintenance 
program based on 
functional failures 
(FFA, FMEA, 
SRCM, comp. 
criticality) and 
input from carried 
out BDEs (which 
should be carried 
out based on 
defined criteria's).
WO process is 
defined, 
implemented and 
in use. Yearly 
maintenance plan 
exists.
4 week rolling 
schedule is 
followed and daily 
and weekly 
planning exists. 
Phase 1 
implemented on 
50% of critical 
machines in full 
factory, and 
phase 2 under 
implementation in 
pilot area

Production and 
Maintenance has 
a common plan 
for upcoming 
period (1month). 
Planning includes 
task for operators 
and maintenance.

BDE is carried out 
according to 
defined criteria's. 
Some attempts to 
reduce MTTR (i.e. 
documentation in 
good order and 
available). SPL 
and SOP defined 
for some repairs 
(i.e. tools, spare 
parts). Priority 
process in place.

Asset register 
complete on 
function level for 
all A machines. All 
maintenance work 
is routed through 
CMMS with all 
needed 
information. All 
work orders 
routed through 
the work order 
process (system 
used for Planning 
& Scheduling).

All equipment 
have accurate & 
up to date BOM. 
Spare parts are 
classified. All 
repairable spares 
are handled 
through CMMS. 
Localisation of 
spare parts is 
handled through 
CMMS. 
Warehouse in 
good order (i.e. 
5S, easy to find 
what you are 
looking for). 
Critical spare 
parts - min, max 
level & reorder 
quantity is 
defined. Spare 
parts value is 
monitored. All 
spare handled 
through CMMS.

Team members 
are involved in 

continuous 
improvements and 

there is a 
structured 

process with 
routines 

implemented. 
Starting to focus 
on break down 

reduction and on 
working in cross 
functional teams. 
Start to focus on 
improving effect 
and efficiency of 
the maintenance 

program.

Structured 
process in place 
which integrate 
learning from 
maintenance 
history, major 
modifications and 
refurbishments.
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Some level of 
safety 
consciousness 
among 
maintenance 
team. Good 
adherence level 
of following the 
safety 
instructions. Sub -
contractors are 
also trained on 
the same. LoTo 
implemented still 
not with full 
adherence

50% of 
maintenance 
areas 3S 
certified, most 
people within 
maintenance are 
involved.

Vision exists and 
are in line with 
factory vision and 
strategy. 
Strategy has 
been built up 
together within 
the maintenance 
team. Both Vision 
and Strategy are 
communicated 
within the 
maintenance.

There are defined 
roles within the 
organization (i.e. 
areas, PM, 
planning, 
scheduling, 
CMMS, UCM, 
Maint. Eng….) 

Competence 
matrix in place 
with needs, linked 
with roles & 
responsibilities, 
gap from the 
current situation 
to the desired 
exists, IDP with 
some follow up, 
training provided 
in line with need. 
New methods and 
tools are being 
evaluated. 

Structured 
communication 
about daily, 
weekly and 
monthly status 
(i.e. KPI, 
activities and 
strategy). in 
place within 
maintenance 
team. 
Unstructured 
communication 
between 
maintenance and 
production.

Mandatory KPIs 
implemented. 
Lagging KPI's are 
measured with 
good accuracy & 
correctness. 
Some attempts to 
measure leading 
KPIs. In line with  
maintenance 
strategy and 
targets, 
communicated 
within the 
maintenance and 
factory teams. 
Lagging KPIs  
measured and 
visualized as a 
minimum in pilot 
area.

Maintenance 
budget is 
calculated and 
owned by 
maintenance. 
Focus is on cost 
follow up. 
Maintenance 
budget followed 
up on a monthly 
base.

AM tasks derives 
from maintenance 
program and is 
carried out 
accordingly. 
Operators 
trained, have 
started to use  
tools (i.e. belt 
tension, 
thermography, 
vibration, torque 
wrench). In pilot 
area and pilot 
machines phase 1 
reached.

PM program 
based on A, B, C 
classifications. 
Program build up 
by best practice, 
experience, and 
vendor 
recommendations. 
In pilot area and 
pilot machines 
phase 1 reached.

Planning & 
Scheduling 
function in place. 
Some work order 
are planned, and 
prepared. 
Production is 
informed and part 
of planned stop 
and planned 
tasks. 

Some attempts to 
reduce MTBF (i.e. 
BDE, 
experience)still in 
an unstructured 
way. Defined 
work order 
process is 
followed.

All equipment are 
registered in 
CMMS, A 
machines and 
pilot area are 
complete to 
function level. 
Most of the 
maintenance work 
is routed through 
CMMS but 
information is still 
incomplete. Most 
work order routed 
through the 
system.

Available spares 
are  well 
organized. All 
critical machines 
have accurate & 
up to date BOM. 
All repairable 
spares have 
spare part 
number and Id 
and are starting 
to be registered 
through CMMS for 
pilot area.

Improvements 
limited to major 
events, often 
without direct 

technician 
involvement.

Maintenance 
involved in 
investment/refurb
ishment process, 
but no formal 
structure in 
place. Starting to 
define the 
process. 
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Some attempts to 
develop safety 
consciousness 
among 
maintenance 
team. Clear 
instructions are 
available about 
what basic safety 
measures 
maintenance 
employees need 
to take & they 
are trained on 
that. Some 
adherence level.

25% of 
maintenance 
areas 3S 
certified, parts of 
maintenance 
team involved.

Vision and 
strategy exists, 
but is still vague 
and is not fully 
communicated 
throughout the 
maintenance 
team.

Some attempts to 
structure the 
resources with 
different roles. 
Focus to improve 
reliability.

Some attempts to 
identify 
competence 
needs, IDP 
(Individual 
Development 
Plans) exists but 
no structured 
follow up, some 
spot training is 
given. 

Unstructured 
communication 
within 
maintenance 
team.

Only lagging KPI's 
are measured but 
lack accuracy & 
correctness. 
Targets are set 
but not aligned 
with Vision and 
strategy. Only 
communicated 
within 
Maintenance. 
Focus so far 
mainly on pilot 
area.

 Maintenance 
budget exists, 
but is not 
calculated by 
maintenance 
team. 
Maintenance 
budget based on 
past years trend 
and on major 
events.

AM Check list 
exists but is not 
part of a 
maintenance 
program (i.e. 
depending on 
classification and 
KPIs). Pilot area 
defined, key 
stakeholders 
informed and a 
common plan to 
proceed 
developed and 
agreed upon (for 
phase 1).

PM in place based 
on vendor 
recommendations. 
Pilot area defined, 
key stakeholders 
informed and a 
common plan to 
proceed 
developed and 
agreed upon (for 
phase 1).

Planning & 
Scheduling for 
some tasks in 
some areas.

Work order 
Process defined 
(i.e. for calling for 
support, how to 
register work 
order, how to 
report defined) 
with poor 
adherence level.

CMMS exist but 
poor usage, i.e. 
asset register is 
not complete, 
only few 
maintenance 
works are routed 
through CMMS. 
Standard for 
reporting/feedbac
k in CMMS not 
fully defined (i.e. 
waiting time, 
repair time, failure 
codes, spare part 
used).

Some attempts to 
organize the 
available spares - 
Quantity, 
Location re-order 
points, spare part 
number. Spare 
part consumption 
started to be 
registered on 
work orders in 
CMMS.

Some 
improvements 
carried out, 

mostly based 
from the outcome 

of BDEs. No 
structural way of 

working.

Maintenance is 
involved after the 
equipment is 
selected/ordered.

1

No safety 
consciousness 
among 
maintenance 
team. No efforts 
to protect the 
maintenance 
personal while 
performing their 
duties.

Lack of work 
place 
organization.  
Cannot tell what 
is needed or not.

No vision or 
strategy exists.

Organization 
structured only to 
fire fighting, only 
focusing on 
repair.

Competence need 
unclear, no 
competence 
matrix available, 
no IDP (Individual 
Development 
Plans) and no 
training is given

No 
Communication 
within 
maintenance 
team.

KPIs not identified No maintenance 
budget. Lack of 
cost awareness 
for maintaining of 
assets.

No AM in Place No PM in place No Planning & 
Scheduling in 
place

No UCM process 
defined

No CMMS or 
CMMS not used

No system for 
SPM. No 
information about 
what spares are 
available, in what 
quantity & 
where? 
Warehouse not in 
order.

No reliability 
thinking, no 
structure for 
continuous 

improvements

No process for 
EEM

0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0

1 2
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3rd Step – Utför/metod1st Step – Assessa nuvarande 
situation

2nd Step – Definiera strategi och 
mål

Revidering av effekt 

Maintenance Excellence 10 Implementering av systemen

Maintenance Excellence-  process







VI ÖKAR DIN KONKURRENSKRAFT
GENOM HÅLLBAR ROTATION



Arbetssätt

Från kalenderbaserat till konditionsbaserat

Jämföra liknande anläggningar med 
liknande mönster 

Grundorsak - Förbättring

Förutse avvikelser innan de inträffar samt skapa 
korrigerande och förbättrande åtgärder





Bra på att 
tillhandahålla 
produkter och 

tjänster

CoMo

Field service

Contract 
management

Lubrication 
management 

Trainings

ReMan

Assessments

Sales

Mycket bättre när 
vi kombinerar 

ihop

Fantastiskt när 
standardiserat 

och digitaliserat

CoMo

Field service

Contract 
management

Lubrication
management 

Trainings

ReMan

Assessments

Sales



Hur det hänger ihop

datainsamlingsenheter
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• Lösningar för utbildning

• Mekaniska tjänster

• Teknik & Projekt

• Tjänster för tillförlitlighet

• Hantering av smörjning

• Renovering | Uppgraderingar

• RecondOil

• Anpassningar | Montering av 

enheter

• Paketerat (produkter + tjänster)

• Avtal

• Fjärrdiagnostiska tjänster

Kombinerade erbjudanden

Renovering 
Cirkulära lösningar

Prestanda
Produkter + Service

Konditions överv.
Digitala lösningar

• System för tillståndsövervakning

• Utveckling

• Digitalisering

• Projekt

• Tjänster



Hej…

Föreställ dig....

Jag har automatiskt diagnostiserat en 
begynnande avvikelse, det har ännu inte 

påverkat kvaliteten på produktion – men du 
måste agera inom 8 månader

Du har ett förplanerat underhållsstopp om 6,2 
månader där vi kan ingripa

Analys av 6 200 assets av liknande 
typer och trender ger följande 
grundorsak

Grundorsaken har identifierats
Inträngning av fukt

Otillräckligt smörjsystem

Rekommenderad Förbättrad lösning, 
tätat SRB-lager med CLP-smörjsystem

Rekommenderad lösning:

Tätat SRB-lager (leveranstid 
baserad på tillgänglighet –
3 månader)

CLP-smörjsystem (finns i 
lager)

Fältservicetekniker för att 
utföra uppgiften

Beställ

Lösningen implementerad, 
dokumenterad, grundorsaken 

eliminerad, ny tröskel definierad, vi är 
alla igång

Efter godkännande; Planering 
av arbetet och beställning av 
produkter att initieras



Digitalisering en möjliggörare för 
prediktivt och preskriptivt underhåll
Johnny Stieger
[Maintech – konferansen 2024]
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