
Mike Cloyd 
Rodney Brazil 
Tape #1 
Side A 
October 7, 1981 

E. This is Mike Cloyd. 

rTR 

With me the Mac-Pac is the Manufacturing, planning and 

control system. It's just a very automated system of running 

a manufacuting company and Lufkin decided in the early 70s we 

were growing to the point that we needed a more sophisticated way 

to try to plan our company business both in inventory and production. 

There had been quite a bit of work done before then on the financial 

systems so this was basically for manufacturing, to plan our 

production. We started in '76 from the users standpoint, that's 

the departments that had to be involved with the developing system 

on getting everything ready to go on the Mac-Pac. Phase one was 

basically engineering, inventory control. When I say engineering, 

it's the term we use to talk about the data base or the part numbers 

the descriptions, the bills of material that goes in to make up 

a part of the product. Then all the different criterias that you 

need for inventory ~gi7tgi like material divisions, reporting stations, 

issue locations and all of this information had to be loaded on 

a part by part basis. It was a big data base effort that took 

many man hours to develop. In June 1977 we took a physical inventory 

and loaded the onhand balances live to the Mac-Pac system. All 

of the open stock order were loaded to the system, the purchase 

orders, everything ------and we had several months of clean up 

work, getting it all correct and in working order. Business was 

real good along this time too so business was growing and trying 

to develop a system put a pretty good strain on everybody buy 

everybody just kept plugging away at it and made it work ~al well. 
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That was phase one. Inventory control and engineering data base. 

Phase two it was to, how are we going to drive this system. we've 

got our data base, we've defined our product, we've defined 

different criteridS we need for the inventory parts, on a part 

by part basis, how do you get this thing to drive production. 

Phase two was roder entry and MRP, material requirements planning. 

Order entry is a system of loading your sales orders to the 

system in an orderly fashion. Also in phase two we had production 

planning. The order entry came on to where they would load all of 

the orders to the system as we received them and the pumping units 

basically have defined ------- materials through option classes. 

If we sell a Cl14 unit we know we're going to sell one of 4 or 

5 different types. YOu've got a way to set up option checklists 

to more -----load pumping units sales orders to the system. Commercial 

gears they're more specialized and it takes longer and more detailed 

involvement with order entry and engineering to load the billing 

material to the unit order. This took place I believe in '78. 

MRP came along about that time too. What MRP is it's a way to 

plan from the bottom up. In other words you start at your lowest 

level of your structure of your building material or your product 

and you plan from the bottom up to the end item. It time phases 

everything and it is a big number cruncher really is what MRP is. 

I've had, well Bill Trout one time asked me well what is MRP, show 

me MRP. Well, you really can't show anybody MRP because MRP's in 

that big black box over there. It's just a number cruncher. It goes 

out and looks at your production plan, your sales orders, blows 

down through the structures and puts gross requirements on component 

parts in time periods and then suggests orders. When I say orders} 

either a stock or or a manufacturing order or a purchase order with 

a start and a due date that the buyers and planners and the scheduler& 
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work with to run their daily manufacturing operation. MRP you 

can't show is to anybody. It's just something that's in the 

black box mainly. It's just a big computerized program that 

works. The production plan are master schedule as it's sometimes 

called is a way to, you establish a production plan. We have 

and one of the greatest things as far as I'm concerned that's 

happened with our new system is a executive planning board was 

formed and this executive planning board meets once a month and 

it has your executive vice-president, Mutt. But we formed an 

executive planning board that the executive vice-presiden chairs 

and all of the vice-presidents in the machinery division members 

plus the head of engineering, head of sales, the department head 

of purchasing, and material control are members of the planning 

board. They even though groups, sub-committees like maybe myself 

of Rodney could be on a project or Bill Williams, usually take 

data to them and present it to them. THey have to make the final 

decision on what will our production plan be. Both in number of 

units and type of units. So we started several years ago with 

the executive planning board but the past year or year and a 
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half the planning board has really functioning like the planning 

board should function. They are really the decision makers on 

what our production plan is going to be. Then you take this 

production plan and you can,we've got the little format that we 

give them every month that shows the number of units we plan to do 

for the month of October, the number of dollars we plan to do 

for the month of October both in pumping units and commercial gear 

and both in units and in parts. We compare for next month then 

how we did with the plan. If we had X number of dollars in the 

plan we actually invoiced this many dollars, we shipped this many 

dollars and we produced this many dollars. So you've got a little 
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tool that you can use to gauge your performance. But you, after the 

planning board, we've already had approved for 1982 production 

plan. We take this plan and on pumping units, like say you have 

ability with master scheduling and production planning through 

planning bills they're called which what is our product, what is 

it? Cl14 well we know when we sell a Cl14 this is always going to 

be used and these are options and these options will be used this 

percent of the time. You're able to go in and put into the production 

plan which is fed into MRP. Go down throug all your structures and 

put -----requirements on all your parts both manufactured and 

purchasing, have timely releases of suggested purchase orders and 

manufactured orders This is what drives the system is 

production planning through our planning bills and actual sales 

back order through the order entry group. What I basically do is 

after I help develop the production plan to present it to the 

planning board and when they have approved this it's my responsibility 

to get it loaded into the system through the procedures we have 

to do that and I also manage the planners, the material planners. 

Rodney's in charge of our physical side of material control. 

Keeping up with the parts, it's a gigantic job. He's got a real 

job there. That's just in general how the system works and how 

we develop it and what I do. I could ramble on -for hours and hours, 

you just kind of tell me what you're more interested in and we can 

go from there. 

E. Let Rodney talk about his and then we will get back to you. 

This is Rodney Brazil. 

This is a physical side and this is where after the shop makes 

it from the master plan that Mike has put to the system then the 

material actually starts being made and we start receiving it out 

of the shop into the physical inventory where it is actually stored 
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at the time it needs to be assembled and put into a complete unit 

then we issue this back to the shop. To do this we have receiving 

department, reporting stations not only for manufacturing goods 

within the plant but also the material coming from outside the 

plant, outside purchase material is also received. Secondly, we have 

a cycle counting crew which cycle counts daily to maintain an 

accurate account to also insure the company that this is the proper 

count and then the dollars are involved here to that it's the 

right amourJof dollars -----on hand, an accounting function as 

well as audit and balance function. In the warehousing area 

right now in receiving, maintaining equipment and also development 

of probably some of the new procedures in storing of material 

is probably developed here. A lot of new equipment and a lot 

of equipment involved in maintaining this inventory. The second 

thing is you might say that the receiving of material going back 

outside the plant through a spare parts division is in material 

control We crate these and send them out to the customer for 

spare parts orders. This pretty well covers in general the 

physical side of . 

M. To stress the importance of it, MRP for it to work 

pronerlv you've got to have good, accurate on order quantities for 

parts but also good accurate on hand quantities and good, accurate 

requirements. Godd, accurate requirements is basically the 

responsibility of engineering to define what is the problem. Good, 

on order quantity is the responsibility of the planners, the buyers, 

the schedulers, to keep the good, open order file accurate. Thirdly, 

a good, accurate on hand balance which Rodney, whether it be 

receiving the material or issuing the material of cycle counting 

the material. Everything they do from the warehousing function out 

there and receiving function effects the on hand balance and for MRP 
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to plan accurate you've got to have good accurate on hand balances 

and what they do is very important. 

E. You work very close together. 

At times we sure do. It's a tremendous responsibility and I 

would say we probably have 90 to 92% accuracy. 

The on hand is probably 92% accurate and I think a goal 

would really be 95. On an average isn't 100% on everything. 

The phase three, probably Bill Williams talked to you about, 

will help Rodney's group, well, it will help our entire group but 

Rodney's group, the interface problems that we've always had with 

inventory in a warehouse or inventory area vs inventory in a working 

process area. We've never had control over the working. Once 

it's in the shop it's scheduling and production responsibility 

until it comes out of the shop and back into inventory. They've 

never had a real handle on it either so we put so much in, say 

10 pieces of part A goes into working process, we're expecting 

10 peices of A to come out on the receiving end of the machine 

shop or any other production department and if that 10 doesn't 

come out then MRP's been planning for that 10 to come out the 

whole time and maybe we need the entire 10, but only 8 comes 

out so we've lost whatever period of time we though 10 was 

coming out, we've lost that much planning time and production time. 

Maybe back at operation one, 2 were scraped but because of 

poor shop floor control that we've had, everybody don't realize 

and part of it, we've grown so large that the manual way we used 

to do it just no longer will work. So we've got to get it mechanized 

and that's what phase three is. It's operations reporting where 

each opertion will report a part number and a dash and a quantity. 

E. You can see on the screen where it is and what stage, 

Also you catch discrepancies as they happen. Phase three will be 

Copied from an original at The History Center, Diboll, TX     www.TheHistoryCenterOnline.com     2013:023

Copied from an original at The History Center, Diboll, TX     www.TheHistoryCenterOnline.com     2013:023



7 

checkin what the operations reporting systems will be doing against 

what inventory system is doing. If we put 10 in and operation 

one reports 10 but operation 2 only reports 8 then there are 10 

still showing in working process then -----go up to proper people 

so they can get that descrepancy solved right there instead of 

waiting 4 weeks later until it comes out the other end of the shop. 

This is going to be very good and it help solve a lot of cycle 

counting problems and kind of clean up thE- working process. 

Also it will certainly help the production and the planners 

-------For instance scrap factors will be more accurate. Things 

used by the planning group for order quantities it will certainly 

improve that. Also, you mentioned the trailer division which 

is just an extension of the pumpinq unit --- This pumpinq unit 

section up here, we maintain the individual down there who does 

recording, receiving, issue and cycle counting and shipping all of this 

is just one man. Also he has a terminal screen there he's training 

the trailer division personnel how to use this equipment. He is 

the material controller. The other terminals down there ----

E. This is strictly for the pumping unit. 

Right. Not trailer yet. There learning something about a 

system. I think Mac-Pac is probably given us tools and insight 

into problems and how to solve those problems and how to cope 

gigantic growth. More than anything that I can ever remember as 

far as planning people and also in helping us maintain an accurate 

inventory. A very good system. 

I think that Mac-Pac has to be given quite a bit of credit 

on the growth of the company as far as production wise goes. 

REalizing that the company has put a lot of money back into expansion 

new machinery, new facilities, that's helped increase production 

but Mac-Pac has to play a big role in our growth in the last 3 or 4 

Copied from an original at The History Center, Diboll, TX     www.TheHistoryCenterOnline.com     2013:023

Copied from an original at The History Center, Diboll, TX     www.TheHistoryCenterOnline.com     2013:023



8 

years. It has given us the tool to react to problem sooner and it's 

given us, and all it is Mac-Pac is just a tool and a lot of 

companies after they developed the MRP system just kind of let 

the system run the company. We haven't done that. WE use the 

system to help run the company, we don't let the system run the 

company and I think that's been our succes with the thing. You 

can't let that black box run your company or your in trouble. People 

have to make the decisions. 

I think really the planning they're able to zero in on the 

units or the product that's going, you're manufacturing at the 

right time, the right parts and in the past we might be machining 

or manufacturing a part that wouldn't be needed for quite some 

time. NOw, it's in the planning and they're able to plan and 

manufacture the parts and the casting for the machine shop at the 

right time. 

I mentioned that earlier, that Mac-Pac, the big deal for 

Mac-Pac with the MRP part of it is the time phasing of the 

releases for the shop and purchasing department to give priorities. 

But you can synchronize all of the parts and all of the 

manufacturing into the size unit and in the past on the manual 

system we could be actually machining a product that we really 

didn't need and letting another component part of that product 

it had to wait. MRP kind of brings it all together. 

One thing that I haven't mentioned, whether is be our company 

or any other company trying to develop a system one key element 

of a good planning system is market. We're no differen~ from any 

other company but that's the hardest group to get involved. 

I can't tell you what I'm going to sell. Well, you can't exactly 

tell but you've got to have input in your market department so 

you can have production planning. We, until about September of last 
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year we had little or no input from marketing at all and so 

we were developing our own production plans to what we best thought 

was right and didn't do too bad with it but we kept having changes 

or needing changes cause that wasn't what the customer needed so 

for '82 plans we started early this year with the marketing group 

developing a marketing plan for 1982 then we took a market plan 

and developed our production plan. Of course the market plan, they 

felt like there was a market for '82 or about 22,000 pumping units 

and they felt like LUFKIN to get part of that business to get to 

maintain our status in our pumping units was about 12,743 units. 

So we knew that the 12,743 units would be awful difficult to get 

but by having those numbers and sizes from the marketing group 

we're able to zero in on that and determine well what can we do 

here and what do we need to buy outside. So we developed our 

production plan from the market plan. They developed a forecast 

and then a market plan, then a production plan to try to capture 

the part of the market that we had the capacity to do and they 

felt like we needed to do to maintain our status. This has been 

really helpful. That's a key to any system, is marketing. You have 

got to have a good market plan. Tell production what you feel we 

need. 

E. In alking to people in sales they've told me the difficulties 

in allocations and the difficulties they are operating under. Is 

this a help to you that we're in this situation we're in right now 

that so many units to this division and so many to this division. 

Is this a help or a hindrance as you do your planning? 

That right there, having the market plans is a help and having 

a big back log is a help, a sales back log, actual order in house 

because your planning exactly what you're going to sell so you're 

not planning through these options that I mentioned while ago where you 
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may sell option a,b,c, or d. You know that you've got so many a's, 

so many b's, and so many CIS and MRP can qrab hold of that 

and plan more accurately. What we're doing, how we're doing it, 

here's the production plan. We're going to try to produce 12,743 

units in 1982. That is an average of 245 units a week. That's quite 

a goal. This year we started out we were going to produce 125 and 

then we jumped all the way in the second quarter to 135 or 140 

and in the third quarter our production plan was 165 and in the 

fourth quarter it averages 185 for this year. Getting up to 

200 by the end of the year. We went ahead and committed to ship 

200 units a week beginning January 1 of '82. What that did, 

we took, that's about 10,000 units, so we took 10,000 units out 

of the production plan and give it to the marketing group. Here's 

10,000 units that you can go ahead and commit to sell. You've 

got this size and this quantity by week, we did it by week, all 

the way through '82. THey know that they can sell that many units 

of that size in every week all the way through '82. What they 

do is they allocate out to the divisions and that doesn't affect 

us. The thing that affects us is we've given you 2900 Cl14 and 

vvhat you do with that 2900, that's a marketing function or a 

sales function. Who do we want to give it to but the thing that 

production knows is that we committed to ship 2900 Cl14 and by 

having the business the way we have it now we want that 2900 orders 

entered just as soon as possible so we know exactly what type of 

2900 Cl14 we sold. 

E. 

,~ 
~ 

A. G. Black~that order entrv has a problem with this 

back loq of people chanqe their minds alonq the waVe How does 

this affect vou? 

If they change their mind on designation or when they want 

/ 

it shipped, that doesn't bother us a whole lot but what affects us if 
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and we haven't let them do it a whole lot this year, we've made 

them trade, but if they want to give us some Cl14s back and need 

more 228s it's according to what time frame it's in. If it's 

out beyond a 12, 16 week period it doesn't affect us a whole lot 

but if it's within that time frame it does affect us. The main 

thing that A. G. was talking about I think would be in a three or 

four week where they would want to change the structure. And 
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that hurts. We've gotten a little more strict one it, not because 

we still don't want to keep the customer service level as good 

as we've always had it, you just don't have any choice with the 

way our businesSis now. They either take it or their pushed back in 

the schedule because if we change it then we're not going to ship 

it -------- Your efficiency goes down. So if its a standard, 

if they pretty much want to change from one standard type to another 

standard type, the structural shop doesn't have to do anything but 

do it, if it's special they've been taking them and moving them 

out and in certain cases they say OK I'll go ahead and ship your 

unit but you want another base and I going to back order your base 

and it's going to be X number of weeks before you can have it. Try 

to keep it out of the range where it would affect the efficiency 

of production. It's just out of necessity to keep the numbers. 

E. Rodney, could you give me some ideas on the quantities we 

have within the machinery division inventory? Just the major 

things. 

I think we could probably give her an idea of the dollar inventory 

at this time. 

The dollar inventory of the machinery division, total dollar 

inventory is about 37 million dollars. 

And I would say in number of parts that are active in the 

machin~ry division is probanly 30,000. This is active parts. 
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E. Active parts that are being used? 

Used on continuous turnover. On the books in parts I'd say 

there is probably 65,000. Old parts, some are dead, some are 

discontinued but some of these are very slow moving parts. 

The actual number of parts with inventory runs around 20 

to 22 thousand items with actual inventory if the time is right. 

But active parts will be about 35 because we will 

But there are probably about that many parts actually in numbers 

assigned to parts. They may be inactive parts. These are a lot 

of parts and we, I was thinking of the reducer area the number of 

parts probably going through there weekly that's talking about 
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bolts and nuts and large items causing some covers. I would say 

probably around IS, 16 thousand parts a week through reducer assembly 

area. That would be Doug Wilson's floor. This is a lot of parts. 

Pull, issue and maintain. Demand at the right time and the accuracy 

----cause there is so much paper work. A lot of parts are short and 

as quick as they come in then we send them on down to the assembly 

area. I know we might break down into some idea. 

End of Side A 
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Side B 

I don't remember, it is awful high. But you know we were talking 

while ago about averaging 245 units a week in 1982 to produce 

the 12,743 units, it will require 565 tons of castings per day 

to ship that many units per day. 

E. What is the present capacity? 

The foundry capacity now in good castings is running around 

200 tons a day. Is what ARkansas and our foundry can get on 
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the yard in good castings and we're buying right now around, coming 

in receiving around 120 tons per day on the outside but by the time 

we reach 565 tons a day for the 245 units a week and this is 

averaging about a 298 -----unit per week that's closer to the 320 

than the average unit, we'll be buying more castings outside than 

we'll be making here. They'll be coming in and we'll feel like 

that will be about 26 trucks a week to unload-------

E. How long have we been doing that? I haven't 

We've been buying purchased castings for several years. 

E. Were there any kind in there after we bouoht the Arkansas 

foundry that we didn't have to buy castings for? 

There was a period of time that we were only buying small 

castings. There were certain things that we started that was 

really more economical to buy them when the foundry was pretty 

loaded in that particular work station like bearing ----- oil--

small castings. But since we started buying this year counter 

weights, cranks and now housing and covers on the 228, 1280, 1824 

and 2560 we're talking about a lot of tonage but the majority of 

the tonage is the cranks and the weights. That's your big castings 

that go on a pumping unit. I think in the first quarter of next 

year we'll have 240 tons a day coming in in cranks and weights. 

E. That's not quite half but that's more than 1/3 of it. 
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That's just in the first quarter. But by the time we get up 

into the middle of the year, unless, untill the foundry finishes 

their expansion of the new crank tower. we'll probably go through 

a period of time there where we'll need to buy more castings 

outside than we're able to get out of the Lufkin or Arkansas. 

E. I thought we were corning closer to, we've had that 

problem all the way through. 
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Well, see the foundry has expanded. Little Rock, their doing 

work up there to do more tonage out of Little Rock but as they 

increase we're increasing the total production plan that much or 

more. With the size of the units going up, the amount of castings 

tonage per unit goes up and I guess we haven't been able to keep 

up with the pace. 

E. And you drive back there it looks like you've got so 

much stuff that you can't even get around. It looks like I don't 

know where else to put anything around here. 

That's the real problem with Rodney could tell you a lot 

about space. 

Space is a problem. Probably the big reason is the foundry 

itself is expanding along with the growth and in this area we're 

developing, pulling isle closer together and going higher with 

stacking materials. You're getting a lot of square footage up 

in the air, taking it off the ground by racking it and utilizing 

space with it. The big thing that's helped us more than anything 

else is to concrete this area. This way we can do a better job 

of stacki~material and do it faster. It's just better overall--

But it is a major problem. We do unload trucks about 17 hours 

a day. Like Mike says, this is just the beginning, this time 

next year we'll be doing it permenant around the clock. That many 

trucks you're going to have to corne in for a 24 ho~r period instead 
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of the 17 hours. WE have already unloaded ---------27 trucks. 

E. Is this all castings? 

Castings only ------Now, there's another area here that~ 
lot of dollars is involved in and that is in the structural steel 

outside purchase beam plates, rails, etc. that go into ----------

this is moving trucks in and our of here all the time. Bringing in 

steel, not only Lufkin trucks bringing steel to us from docks 

. b . d h k b' . it' 11 . h In Houston ut outSl e purc ase truc s rlnglngAln usua y at nlg t. 

So there is a lot happening in the casting yard and structural 

steel yard. There is another big area inventory that makes 

a mixture for the casting and that is the scrap coming into the 

foundry storaqe casting yard a~ea or scrap area as we call it. 

Go into the cupola and into the foundry. 

E. How much scarp metal do we get. 

That I'm not sure about. The foundry would have to answer 

that. It is a large quantity. I'm just not sure how many 

tons they receive a day now. 

E. I haven't talked to Rod Pittman. 

Rod and Charles Winthrod, either one of the fellows. Charles 

Winthrop could tell you because he keeps up with this. Talking 

about noom and expansion, we're not putting, utilizing all of 

the space I guess that Lufkin Industries owns around here to store 

materials. 

E. You even have some out at Mill Supply. 

Mill Supply, we also have about 13 acres at -----Truck 

shop, we're filling that up with finished product and now we're 

moving it to Mill Supply. 

E. Why are these stored out there? 

There waiting to go with the complete unit. These are just 

components. 13 acres of Mill Supply/ 
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Mill Supply is basically, have you seen all of those units. 

those are export units and there waiting for shipping instructions. 

A lot of other material, raw steel, beams, lumber is also 

stored out there, air tanks, a lot of component parts. WE actually 

ship spare parts from there too. We'll soon have all of Mill 

Supply covered up with units and parts. 

Talking about material handling as the new structural and final 

assembly building is complete down at the trailer division I think 

the initial plans as I understand it now is that all of the 

conventional units structure will be built and the conventional 

units will be shipped from down there. Mark air balance and 

comercial gear will stay here. 68% of all of our units is shipped 

is conventional units so that means that all reducers, all sub

assemblies, all cranks and all counter weights will have to be 

shipped by truck down to their location in order for someone to 

put it together. A fleet of trucks, it going to be tremendous 

getting that much material down there and I would say they would 

have to haul more than one shift a day. It would be around the 

clock. It's going to be a tremendous undertaking. We have so 

much material that you have to ship in different ways too. Rodney's 

talking about the spare parts shipments, we have contracts, we've 

got a Canadian plant that builds structure and we ship the reducer 

and the cranks from over in this area here but all of the component 

parts that he needs to build his structures and build some of the 

other thiggs are shipped from our Rodney's place over here at the 

spare parts shipping because he used tool in Argentina. WE crate 

and ship to them, their sub-assemblies they need for their 

production. Right away we sold 55 units to----------- down in 

Mexico and Hughes is shipping us 55 reducer cranks that they produced 

in Argentina. There is, with the growth of the company there is a 
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lot of work and Mac-Pac has helped us through it. 

E. There's no way it could be donw without Mac-Pac. 

In my opinion right now with the volume we have it would 

be mass confusion. If we tried to do it the way we used to do 

it it'd take month to get a stock order out to the shop now if 

we were doing it the other way. 

Mac-Pac it has to be mechanized. 

Before material control or production either one could react 
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to any type of order on the old system we had it had to be completed 

by either order entry of engineering before we knew anything. Now, 

they can get an order today and say that it's a lot of design work 

on marine gear but they know the demensions of the -----. Taking 

out a couple of part number and properly loading the structure 

building material the next time MRP runs it, pick it up tells us 

-------while they're doing all the other design work. And as they 

get other long lead time item designed and load those to the system 

you can do it piece by piece and MRP plans like I said while ago 

from the bottom up. The longe~lead time item's first up to the 

shortest lead time items till you get to your end item. Before we 

started with the end item and worked down and your priorities 

weren't there and the length of time it took to notify the proper 

production departments that they needed to do this was a lot longer. 

The reaction tim eis real fast and I just don't believe we could 

do it even with the expansion we've had we just coldn't do it. 

E. About how many parts are in a standard pumping uni? 

I'd say around 500. You're talking about all of the little nuts 

and bolts and plates, a reducer has about 50 different part and 

you've got several sub-assemblies, I'd say 4 to 500, that's a guess 

of course. 

That's right because there are so many small ---- of parts. Each 
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one is a different part. So 500 will be about right. It's amazing 

how many different size nuts and bolts in that. 

That is one of the features that we have in the engineering 

it's what is called multi-level bill of material. 

E. What is that? 

That's you can take a live order, a unit, say we've sold a 

Cl14, 14364 on back order so and so. You can take and submit 

for that part number and say I want a multi-level Bill of material 

and it will take it from the highest level item all the way down to 

the melt of the casting over here and show you how many different 

parts and what levels they're at. That's why I said I could 

get you one and you could count it. I'd say on an average of 

500. 

E. For each unit that's a lot. Are there that many variables? 

There are quite a few. I'd say for the more popular units 

your standard units 114 through the 640 there are sometimes as 

many as 8 different options that you could get and most of those 

options are in the structure cranks, counter weights, the reducer 

is always the same and that even though it's not the biggest item 

it's by far the most expensive item. That's one thing that makes 

it easier for Lufkin to plan a good accurate production plan is 

because the reducer is alway the same. That's normally you longest 

lead time item and your more expensive item. But that's where your 

gear ----- The sub-assemblies are different too. It's like the 

structure and the variations can cause when your planning through 

just a production plan without actual orders, it calls orders to 

get on the shop floor that you don't need in a certain time frame. 

That's the reason we like to enjoy the type business we're having 

now but we don't get the full benefit out of it, the sales d~partment 

don't get the actual order in and the order entry group get it loaded. 
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If you know something and don't tell the system well it's not going 

to help you. So we're constantly on them. Some of those salemen 

want to wait and wait and wait, they just don't understand the 

total effect of what they're doing. So we have to push them all 

the time. But we do it. 

E. I'd like for each of you to tell me a little bit of background 

about yourself. 

M. I came to work for LUfkin May 8, 1967 in material control. 

I started out working with Perry Grisham at the time we were developing 

the bills of materials through engineering,they'd send drawings out 

and we would set up part numbers on what we called a master description 

list and we also developed, through the drawings at engineering, 

what it took, what other parts it took to make a -----part. Then 

we coded distribution codes and recording stations, where did the 

stock order go and what reporting station will report this part 

when it's finished and I worked on that till 1973 and in 1973 I 

became a planner in charge of purchased parts on pumping units. 

In regard to, I think everything except the structure, I had all 

the purchased parts that went into the pumping units both ---

bearings, oil sales, things of this nature. I stayed on that job 

until 1976 and with Mac-Pac coming along was wanting 

someone from every department to work closely with them in developing 

the system so I started working with them and developing Mac-Pac 

from the material control standnoinq. The title is Mac-Pac coordinator. 

I kept that until 1979 and then they give me the job of material 

planning manager. At that time, like I said while ago I'm in charge 

of the material planners and also developing the production plan 

doing the detailed work with the master schedule and once approved 

by the executive planning bbard. 
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E. Rodney would you like to tell me about yourself? 

I came in Mav of 1961 and came in as a planner, what we call 

today a junior planner in that the other older planners, most all 

of it working with the older planners and shipping around, 

20 

the gas engines section, service section and the structural section. 

And working there with some of the older planners and I ------

a little division then as we called it -----things were broken 

down into division and that was the structural division -----

stock order to the structural shop and buying the steel. Then after 

about 3 years I moved into what was called the service division 

these were serviced parts. I guess I worked there probably about 

4 years then I moved back into the structural area again issuing 

orders to the truck shop and buying the steel. Probably stayed 

there about 7 years and then about a year after I guess about 1977 

Mac-Pac carne along and I moved into the physical inventory manager 

roll which I still have that. This pretty well covers it. 

E. Is there anything else you would like to add that you 

would like to see in this history? 

One thing I think Rodney is pretty much in agreement, Lufkin 

employees as a whole in my experience in 1967 they're whether you're 

talking to a department head or whether you're talking to a guy 

that's been on the assembly floor for 20 years they usually do not 

mind speaking their mind. They're going to tell you how they feel 

and as a whole the employees they sure don't mind cursing the company 

from time to time but they don't want anybody else doing it. But I 

think what's made LUFKIN great down through the years and what's helped 

us and made us great through these last 4 to 6 years with developing 

Mac-Pac and the expansion growth in business that we've had is 

the character of the employees here. They always seem to be able to 

get it done somehow. You don't see that in a lot of companies. I think 

Copied from an original at The History Center, Diboll, TX     www.TheHistoryCenterOnline.com     2013:023

Copied from an original at The History Center, Diboll, TX     www.TheHistoryCenterOnline.com     2013:023




