For many Industrial manufacturers in Groton CT, the past few years have accelerated digital initiatives—especially
enterprise resource planning (ERP) projects designed to tie together quoting, engineering, production, quality,
and finance. Whether you're in Precision manufacturing Groton CT, Electronics manufacturing Groton CT, Custom
fabrication Groton CT, or Aerospace manufacturing Groton CT, the business case is similar: strengthen
scheduling, improve on-time delivery, enhance traceability, and gain real-time visibility air piping system groton
ct aluminumairpipe.com across the shop floor. Yet, while ERP can be transformative, the road from selection to
stabilization is rarely straight. This post distills hard-won ERP implementation lessons tailored to Groton's diverse
industrial base—from CNC machining Groton CT to Contract manufacturing Groton CT—so Local manufacturers
Groton CT can shorten ramp time and avoid common pitfalls.

Set the business case and stick to it

* Tie outcomes to measurable, line-of-sight metrics. Examples: reduce past-due hours by 40%, cut WIP by 20%,

improve first-pass yield by 5 points, and improve promise-date accuracy to 95%+.

* Frame these targets by customer and market. Groton CT manufacturing companies serving defense and
marine programs often live under strict delivery and compliance pressures. State how ERP will protect or

expand key accounts.

* Keep scope disciplined. Start with core: item/boM/route governance, demand planning, scheduling,
inventory, production reporting, quality records, and financial close. Defer advanced analytics or lloT until the
foundation is stable.

Choose a system for regulated, high-mix environments

* Map must-have features to your mix and margins. For make-to-order Custom fabrication Groton CT and
short-run CNC machining Groton CT, prioritize finite capacity scheduling, engineered change control,

CAD/CAM integrations, and quick estimate-to-order workflows.

e For Electronics manufacturing Groton CT and Aerospace manufacturing Groton CT, ensure robust lot/serial

traceability, AS9100/IPC documentation control, supplier quality, and export/ITAR-aware user controls.
¢ \Validate quality modules early. Nonconformance, CAPA, PPAP/FAI, and inspection planning must be native or
tightly integrated. Don't assume add-ons will be "good enough” under audit.

Clean and govern your data before go-live

® Establish a single source of truth for items, revisions, units of measure, effectivity dates, and drawing status.

The majority of ERP pain is master data debt.

* Rationalize routings and work centers. Accurate standards are critical for finite scheduling and cost rolls in

Manufacturing services Groton CT.

* Assign data ownership. Engineering owns items and BoMs; operations owns routings and resources; supply

chain owns vendor masters; finance owns cost sets. Publish RACI so there’s no ambiguity.
Integrate engineering without losing speed

e Standardize CAD metadata so part numbers and revisions carry over consistently into ERP/PLM. For precision

and contract shops, mismatched revision levels are a top source of rework.

* Implement engineering change workflows with staged effectivity. Allow open orders to complete on old revs

when appropriate, while new orders default to the latest.

® For CNC-driven operations, connect CAM posts to revision-controlled operations and tool libraries.

Production should pull the right program from a controlled source—not a thumb drive.
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Right-size scheduling and shop reporting

Start with realistic constraints. If set-ups are the bottleneck in CNC, schedule to set-up families or common

fixtures first. If test stands are scarce in electronics, model them as finite resources from day one.

Use dispatch lists and simple, reliable data capture at the cell: start/stop, quantity good/scrap, downtime

reason. Don't overload operators with 12 fields when 4 will drive 90% of decisions.

Calibrate standards with real feedback loops. Run a two-week “model cell” pilot, compare standard vs. Actual,
then roll improvements across departments.

Quality and compliance: build it into the flow

Tie inspection plans to routings so operators see check points at the right step. Embed work instructions,

torque specs, and images at the operation level.

Enforce lot/serial at receipt and first touch in the shop. Late serialization is the enemy of traceability for

aerospace and defense work.

Link nonconformances to jobs, suppliers, and customers. Use ERP analytics to surface cost of poor quality

and drive CAPA prioritization.

Change management beats feature mastery

Name change champions in each function. Their job is to translate process into system behavior and coach
peers through the first 90 days.

Train to the “day-in-the-life.” Build role-based scripts: how a planner releases work, how a machinist clocks in,

how quality dispositions scrap, how finance closes the month.

Over-communicate cutover plans. Freeze rules, data migration checkpoints, and business continuity steps

(paper packets, pre-printed travelers) for the first week post go-live.

Plan integrations deliberately

Keep the integration surface small at first: ERP with payroll/time, PLM/CAD, MES/data collection (if separate),

and shipping carriers. Defer CRM or advanced analytics until stabilized.



® Choose standard connectors or well-documented APIs. Custom point-to-point links become fragile under

version upgrades.

® Instrument integrations with monitoring and alerts. Silent failures—like a stuck purchase receipt or unlabeled

revision—will quietly erode trust.
Inventory accuracy is a non-negotiable
® Cycle count critical items daily or weekly by ABC class. Electronics and aerospace programs often require

tighter controls; enforce zero-tolerance for negative inventory.

e Backflush only where scrap is minimal and routings are stable. In Custom fabrication Groton CT, manual issue

or barcode-assisted issuing may be more reliable.

¢ C(Calibrate scanners and labels. A small investment in industrial printers, durable labels, and handhelds pays

back quickly in fewer counting errors.
Finance alignment prevents “month-end surprises”

® Agree on cost models early: standard vs. Actual, burden pools, and variance handling. Ensure operations

understands how labor and machine time translate to product cost.

® Sync purchase price variance, subcontract charges, and freight allocation. Contract manufacturing Groton CT

often relies on outside processing; map how those costs follow the job.

® Dry-run two month-end closes in a sandbox with real transactions. Validate WIP valuation, revenue

recognition (especially for milestone or progress-billed work), and inventory reserves.
Security, roles, and audits

® Design least-privilege roles with SoD in mind: who can create vendors, release jobs, receive goods, and

change prices. Regulated industries demand audit-ready controls.

* Implement MFA and device policies, especially for remote approvals. Tie user provisioning to HR offboarding

to avoid lingering credentials.

* Document everything: role matrices, change logs, and training records. Auditors love evidence, and so do

future project teams.
Pilot, then scale

* Pick a representative product family as a pilot: a CNC part with tight tolerances, a fabricated assembly, or a

small electronic subassembly. Include outside processing, inspection, rework, and shipping steps.

* Measure the pilot against your original outcomes. If on-time delivery, scrap, and schedule adherence

improve, you're ready to expand. If not, adjust and try again.
Sustainment: the first year matters most

e Stand up a super-user council that meets biweekly for 90 days, then monthly. Track defects, enhancement

requests, and training gaps.

® Refresh work instructions after every ERP update. Small Ul or field changes can confuse shop-floor users if

documents lag.

e Keep investing in reporting. Start with a short list: on-time delivery, plan vs. Actual hours, WIP age, scrap,
supplier OTIF, and cash-to-cash.

The Groton advantage Local manufacturers Groton CT benefit from a tight regional network of suppliers,
workforce Aluminum supplier development programs, and customer proximity. ERP success here thrives on

collaboration: align data standards with key customers, share EDI expectations early, and work with nearby
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partners to synchronize lead times and packaging. ERP is not just a system—it's the backbone of how Groton CT

manufacturing companies compete, respond, and grow.
Questions and Answers

Q1: How long should an ERP implementation take for a air compressor tubing groton ct 100-200 person
precision shop? A1: Plan 9-12 months from selection to stabilization for core modules, assuming disciplined

scope, a dedicated internal project lead, and staged pilots.

Q2: What's the top cause of ERP failure in aluminumairpipe.com air line pipe groton ct manufacturing
services? A2: Dirty or inconsistent master data. Even strong software can't overcome mismatched part numbers,

unreliable routings, and lax revision control.

Q3: Do small Contract manufacturing Groton CT firms need MES separate from ERP? A3: Not always. Many ERPs
offer sufficient dispatching and data capture. Add MES later if you need deeper OEE, downtime analytics, or

complex traceability beyond ERP’s native functions.

Q4: How do we protect on-time delivery during cutover? A4: Build a two-week buffer: pre-release critical jobs,

print travelers, stage materials, and staff a war room. Pause non-essential changes until the system stabilizes.

Q5: What KPIs best show early ERP value? A5: Schedule adherence, past-due hours, WIP turns, first-pass yield,

and quote-to-order cycle time. Track weekly to spot trends and intervene quickly.
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