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Abstract For extrusion processes in the process industry, the need to build smart factories is increasing.
However, in most extrusion production sites, the production method is continuous, and because the
properties of the data are undeed, it is difficult to process the data. In order to solve this problem, we
present a methodology utilizing a near field communication (NFC) sensor rather than water-based data
entry. To this end, a wireless network environment was built, and a data management method was
designed. A non-contact NFC method was studied for the production performance-data input method,
and an analysis method was implemented using the pivot function of the Excel program. As a result, data
input using NFC was automated, obtaining a quantitative effect from reducing the operator's data
processing time. In addition, using the input data, we present a case where a bottleneck is improved due

to quality problems.
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