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| Frequently Asked Questions - and Answers

The questions below are related to how our courses are designed and how our classes are taught.
For questions about PLC subjects, we recommend that you “search” one of the excellent public
internet foruns |listed on our Links to PLC Resources webpage. You can also join the foruns at no
charge and post your questions there. You can expect answers from PLC users around the world.
And, of course, you're always welconme to contact us directly for assistance.

01 Your website says that you' Il go anywhere to do a ten-minute denp | esson. Are you serious?

Sure — as long as there are enough students potentially involved. Naturally we don't want to
travel conpletely across the country if only a few students are at stake — but for a |arge enough
account, we’'ll definitely make the trip.

W’ ve had sone peopl e ask, “Suppose that you do the show - and |'mnot inpressed?” W’'Il| take our
chances. So far, every ten-mnute denpnstration that we’ve ever done has al ways been a success.
It’s hard to understand just how different — and how nmuch better — our teaching nethods are until
you' ve seen themin action. W don't ask people to believe us — but we’d certainly appreciate a
chance to prove it.

So, yes. |f your conpany has enough technicians who need training, then we'll be glad to drop in
anywhere and do a free denp | esson - using a few of your plant’s “top guns” as students. G ve us
ten mnutes — for three rungs — no joke. If you're not convinced that the PLC training that we're
offering is better than anything el se available, we'll pack up our gear and go hone.



02 Why train ny technicians on PLCs since nost problens are caused by field devices?

The “short answer” is because the PLCis located precisely at the center of your plant’s contro
wi ring. Technicians who don’'t know what goes on inside that nysterious “black box” often waste
troubl eshooting time - and needlessly replace parts - even if the root problemhas nothing to do
with the PLC

Reality check: In many plants the follow ng scenario is a common occurrence. The machinery is
down - and the plant’s technicians are stunped. An outside contractor is called in to

troubl eshoot the system Eventually he arrives and goes online with the PLC. A few mnutes |ater
he points out the problem— usually a sinple field device. The technicians replace the part — and
the contractor sends a hefty “mninumcharge” bill. It doesn't take nmany episodes |ike that
before effective PLC training becomes a highly attractive investnent

In the days before PLCs, the plant’s

mai nt enance technicians were able to track
down many probl ens sinply by “fol | owi ng the i
wire” between the input devices and the 0
out put devices. Mnor adjustnents like tiner :ré
settings were easy to do. The wiring for each

field device was usually brought back to a 2*ﬁz
central ly-1ocated control cabinet. |nput and

out put devices were tied together with “hard
wi red” connections. Control devices such as

&

o—{ ¥ T %,
%) B X0
rsom || ) o)

QR

relays, timers, and counters were easily accessible by the plant’s maintenance technicians

Today the “hard wi red” connections which once
tied the plant’s field devices together have
been replaced by the PLC s | adder program To o
an untrained technician, the PLC represents a -0 O
nmysterious “black box” located at the precise
center of every control circuit. Tracking
down a problemis no |longer just a matter of
followi ng a physical wire — but instead
requires significant conputer skills to
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access and interpret the PLC s program Even
sinpl e probl ens often appear excessively conplicated when confusion surrounds the PLC. Confusion
wastes tinme and noney. Production downtine, troubleshooting time, and needl essly replaced parts
are all common exanpl es of how i nadequate training can affect the plant’s bottomline. Even
sinpl e adjustments such as tinmer settings often require an expensive outside contractor if the
plant’s technicians lack the skills to access and understand the PLC program

Effective training for your nmintenance
techni ci ans renoves the nystery and confusion
about what goes on inside the PLC. The

i nterconnections between the plant’s field
devi ces becone easily accessible — so

troubl eshooting takes | ess time. Production
downti me can be minimzed. Needl ess “part-
swappi ng” can be reduced. M nor adjustnents
to the controls can be nmade in-house without
the del ay and expense of outside contractors
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The key to success is nmaking sure that the
PLC training you purchase is effective — and that it provides the specific job skills required by
your plant’s maintenance technicians



03 W' ve al ways been satisfied with another vendor’s training — so why switch to yours?

This probably isn’t the answer you expected, but if our conpetitors are already providing PLC
training that fully neets your needs, then we recommend that you don't switch to us. W only ask
that you keep us in mind for special cases. For exanple, training an otherw se “good” technician
who's truly notivated to |l earn - but sonehow just can't seemto “get it” when it conmes to PLC
skills. Qur sinple step-by-step training nmethods have hel ped a | ot of “untrainable” students over
the years. Just please nmake sure that they're notivated — no one can hel p the ones who aren’t

Anot her area where we can often help is with special content courses designed to target specific
training needs. Take a | ook at our Custom Courses webpage to see how easy it is to customdesign
a PLC training programfor your plant’s own prograns - right down to the specific |adder file and
individual rung level if necessary. Just tell us where your technicians are having the nost
problems. W' Il type up a custom designed course specification for your approval — and include a
price quote for you to consider. Usually we'll have it ready within a few hours. There's no
charge for the design work — and you're not obligated to purchase the training

So, as we said, if you already have a good working relationship with one of our conpetitors, it’'s
best to stay with them Just keep us in mind for any special students — or special projects -
whi ch the other guys might not be set up to handle

05 What about the free one-day or two-day “PLC Sem nars” available at nmy local distributor?

Well, the good news is that they're “free” — so our “short answer” advice is to go ahead and take
advant age of them The real question is: how much training will your people actually receive?

You don’t have to sit through many of these sessions to realize what's actually going on. Wile
mai nt enance technicians are usually wel come, the audience that's really being targeted are the
engi neeri ng-type personnel who specify (and purchase) the distributor’s products. Usually the
textbook is the distributor’'s sales catalog — and the “training” turns out to be a series of
feature conpari sons between “Mdel -A" and “Model -B" products

Anyway, based on the general idea that any training is better than no training — sign up and take
the free ride. Especially if a decent lunch is provided. And definitely if some deno equi pnent
wi Il be available for sone hands-on exercises. Everybody |ikes that part

Now for the possible downside. In some plants the “powers that be” have a habit of considering
these little semnars to be actual training classes. Each enpl oyee who attends one gets a
checkmark next to his name — and is duly regarded as having received a proper dose of “PLC
training” — for free. In sone plants this approach is quite an i ssue when it cones tinme to
justify an adequate training budget. But as long as that's not a problemin your plant, then the
distributor’s little semnars are usually pretty harnl ess

The biggest issue is to realize that your maintenance technicians probably won't gain nmuch in the
way of useful troubleshooting skills fromattending — but they might get a free |unch



08 Why not use our plant’s own “in-house-on-the-job” training program— for free?

Qur basic advice is the same as for all other training nmethods. |If the training program neets
your needs, at a price that you find acceptable, then go ahead and use it. The bi ggest problem
with “in-house-on-the-job” training is that it isn't “free” at all. In fact, prograns like this
invariably have a lot of hidden costs that often go unrecogni zed

First, the personnel conducting the training are usually anong the nost highly skilled in the
plant. Unfortunately those high-level skills can't be put to their best use while the nost
experienced enpl oyees are tied up in training their coworkers

Second, the plant’s “in-house” trainers often |lack effective teaching skills — which can lead to
ineffective training. Training prograns such as this often take a long time to conplete — and
still give unsatisfactory results

Next, conducting the training program “on-the-job” practically guarantees that getting the job
done will often be delayed — in order to take care of training. On the other hand, if the job is
given priority, then the training programwll suffer

“On-the-job” training often gives satisfactory results for teaching skills which are highly
repetitive. Seeing the concept work for their equipment operators often tenpts a conpany to use
the same type of training programfor their plant maintenance technicians. The fact is that
troubl eshooting and probl emsolving skills don’t fall into that “highly repetitive” category.

Al so, the students being trained through “in-house-on-the-job” prograns usually aren’t avail able
for their full job duties until the programis finally conpleted. Students who coul d be trained
in a fewdays in a classroomare often tied up for nonths in an on-the-job training program

Yes, “in-house-on-the-job” training prograns do work well in sonme cases. Situations where they
wor k best generally involve large plants - with plenty of experienced personnel — with plenty of
spare tine in which to conduct the training — and where | ost production isn't a big concern. Mst
plants don't fit that description — but nmaybe yours does. As we said earlier, if an “in-house-on-
the-job” training program neets your needs, at a price that you find acceptable, then go ahead
and use it

Finally, the biggest problemoften occurs when the Human Resources departnent controls the
training budget — and deci des that an “in-house-on-the-job” program provides “free” training. The
pl ant’ s mai nt enance nmanager, on the other hand, soon recogni zes how nuch the “free” training is
actual ly costing the conpany. He's forced to deal with the issues we |listed above on a day-to-day
basis. At his level, the hidden costs of this type of training program qui ckly becone obvious

10 What about ny local tech school’s price reductions through governnent subsidies?

Those subsi di es are probably being provided through the Enterprise Zone Act — or through sone
simlar governnent program You' |l need to check with your |ocal technical college, of course
but in nost cases the school is allowed to use outside contractors to provide the training for
those types of programs. W' ve successfully worked with schools on projects like this in the
past. Usually it's just a sinple matter of paperwork — and your conpany may be able to save a
consi derabl e amount of noney on PLC training

If you're interested in taking advantage of prograns like this, it’'s definitely best to start by
contacting the continuing education departnment of your |ocal tech school. Tell them what you need
— and specify that you want us to do the training. In nost cases the school will then get in
touch with us and we'll work out the details fromthere. Usually a one-page boil erplate contract
is all that is required



11 W're looking for training at the | owest possible price — so what’s your best deal ?

Vell, if all that you're looking at is the “bottomline” price tag in dollars and cents, then
we're probably not going to be the training vendor you choose. On the other hand, if you're
trying to save “real noney” in the long run, then our training is 100% guaranteed to hel p

It’s no nore conplicated than buying |aundry detergent. Every snmart shopper knows that the half-
priced brand isn't really a bargain — not when you need four tinmes as nuch as the “good” stuff to
get the clothes clean. Once you' ve nmade the “actual cost” conparison for PLC training, you'l
choose us every tine

Here's an easy to do exanple: Conpare the naterial that we cover in our five-day PLC Boot Canps
with the material that our conpetitors cover in one of their five-day classes. Match up the lists
of topics and you'll usually find that it takes two (or even three) of their oranges to equal one
of our apples. “Five days of training” are not always equal to “five days of training” — but the
real differences aren’t obvious until you dig into the details. So do the math and find out how
much it really costs to give your technicians all of the PLC skills they need. And don't forget
the expenses for travel, |odging, scheduling, etc. required for those extra sessions that you'l
need with the other guys

Next consi der how nuch material the students will “take hone” with them Qur Probl em Sol ution
training nethod insures a much higher retention rate than traditional Lecture/Lab approaches. Qur
website includes an extensive list of conmments fromour forner students — and from sone popul ar
public PLC forunms. Just read through a few of those for a quick idea of how nmuch nore “in depth”
and effective our classes are when conpared to other training prograns.

Another area to watch is the class size. W keep our classes small — only six students at the
nost. Some of our conpetitors cut their costs by enrolling as nany as ei ghteen students in each
class. Naturally the ampbunt of instructor attention suffers — but the biggest disadvantage cones
at lab tinme. Many of the bargain vendors assign two (or even nore) students to each training
station. W recogni ze that nost of the actual “learning” takes place during the hands-on projects
— S0 we never assign nore than one student to a workstation. |If you' re paying for “hands-on”
training, make sure that your personnel are getting their fair share of it

Finally, every meani ngful cost conparison should al ways consider the “val ue received” and not
just the “bottomline” price tag. Qur classes cover nore useful material, at a far greater depth
with nuch better retention, than any other PLC training available. That's what we nmean when we
say “effective” PLC training

12 What if we’ve already spent our training budget with another vendor — with poor results?

Unfortunately, we hear that a lot. The custoner’'s sad story usually goes sonething like this

“I wish | had known about your training a year ago. | recently put ny entire maintenance crew
through a full PLC training programw th one of your conpetitors. Mst of ny people got alittle
bit better - but none of themhave all of the skills that they really need. |I'm convinced that
you coul d have done a better job for us — but nowit’'s too late. |1've already spent ny entire
training budget. If | go back upstairs and ask for nore nmoney, |'Il get nyself fired.”

So where does that |eave us? The custonmer |oses. The students |ose. W |ose. The only ones who
really come out on top are our conpetitors. And since nost of themdon't offer a guarantee
there’s not nuch that the custoner can do about the situation

Unfortunately there’s not nuch that we can do about it either - except synpathize - and nmake one
final offer. Call us up and tell us your own sad “bl own the budget” story. In nost cases we’l

l et you send one student to our next PLC Boot Canp class - absolutely free. Think of it as those
deal s where Pizza Hut accepts the coupons from Donmino's. Basically we want you to see what you
m ssed out on — and hope that you'll think about us the next tine around



13 How hard is it to set up a custom desi gned course?

Actually it's quite easy. In nost cases the process only takes a few hours — you’'re under no
obligation to purchase the training - and we'll help you with the design work for free

The easi est approach is to mx and match conmponents from sone of our existing courses. Then

pencil in anything new that you want to add — and mark out anything that you don't need. O you
can build a new course of your own conpletely fromscratch. The Course List page on our website
i ncl udes exanpl es of courses that our custoners have cone up with in the past to get you started

Once you’' ve got an idea of what you want on paper, give us a call. W'Il type up a set of
specifications for you to |l ook at — and include a price quote for you to consider. O just cal
us right fromthe start and tell us what you have in mnd. W’ll be glad to work with you.

If you need nore detail, just see the Custom Courses page on our website. O give us a call and
we'll be glad to work with you

14 Can you do onsite training here at our plant?

Yes - all of our lab equiprment is designed to be portable so onsite classes are available if you
need them

Pl ease all ow for adequate |ead tinme when you consider the class schedule. Keep in mnd that
conducting one week of onsite training requires that we reserve a three-week bl ock of tine from
our local training calendar. This is necessary for transportation to and fromyour site - and to
allow sufficient time for setting up and taking down all of our hands-on |ab equi pnent

Just contact us to discuss the logistics involved and to request a free no-obligation price quote
for the extra expenses required

15 Any suggestions on which of ny plant’s technicians | should send first?

Surprisingly it usually works out best if you send us your “top guns” first. That's because even
the nmost experienced technicians invariably have certain “m sconceptions” about what really goes
on inside the PLC. W' ve had several occasions in the past where a “begi nner” has gone through
one of our PLC Boot Canps — and then gotten into a heated debate with one of experienced
techni ci ans back at the plant. Sure enough, the “new guy” was right — and the “old guy” was w ong
— but stirring up argunments isn't the best way to build teamwrk. A better approach is to nake
certain that the experienced technicians have all of their facts straight first. That way they
can help reinforce — instead of contradict - what the greener guys have just |earned

Now suppose that you think that your “top guns” would be wasting time in a PLC Boot Canp cl ass
There's an easy way to find out. Just have them work through some of the “Email Quizzes” that we
have in the Sanple Lessons area of our website. This is an entertaining way to |et themtest
their own PLC know edge — and get a good idea of how nuch detail we include in our classes

Another way is to have themgive us a call. Ten or fifteen mnutes on the phone is usually plenty
of time to help them see where they stand. Mst “top guns” only get to that position through
their determination to learn. Once they find out that we’'re able to help themlearn even nore

t hey becone sone of our npst enthusiastic students



22 If you skip the lectures, how can your students possibly do their hands-on projects?

Short answer: We coach them over the rough spots. Keep reading if you want nore detail.

Notice that the idea of “coaching” is not the same as just spoon-feeding the correct answers — or
even giving hints. Actually it consists of hel ping the student nentally “connect the dots” and
recogni ze how a new piece of information is related to a framework of existing know edge

Next let’s talk about the lectures that you nentioned in your question. The students in every
classroomall have different |evels of experience and capabilities. So which |evel student do
nost instructors lecture to? If they aimhigh enough for Experienced Ed's |evel, then Begi nner
Bob gets left behind. Shooting for Bob's |evel |eaves Ed bored. And of course, trying to cover
all of the bases just spreads the misery around. No matter how you slice it, a |large amount of
tinme gets wasted in each and every lecture. We skip the lectures in our PLC Boot Canp cl asses —
which lets us recover that wasted tine and put it to better use

Now l et’s see how all of this ties into our students’ hands-on projects. The instructor makes the
assi gnment and the students go to work. The instructor continuously circles the roomand nonitors
each student’s progress. Experienced Ed is noving right along — so the instructor doesn’'t even
pause at Ed’'s station. Beginner Bob nmade it through one or two steps — but then he ran into a
probl em The instructor hel ps Bob recogni ze the problem - and then provides just enough coachi ng
to help himfind a good solution. Once Bob is back on track, the instructor noves on again. Even
Experienced Ed will need hel p sonewhere along the way. Qur hands-on projects are designed to be
chal | engi ng

Notice that Experienced Ed isn’t being held back. Beginner Bob isn't being dragged al ong
Instead, all of our students are constantly working — and learning — at their optimmlevels
That’' s sonething that just never happens in a traditional |ecture

Finally just ask any technician-type student where nost of the |earning goes on - while listening
to a lecture - or while working through a hands-on project? You know what the answer wll be.
That’'s one of the nmain reasons that our PLC Boot Canps can acconplish so nuch nore than other
training prograns. W skip the stuff that doesn’'t work — and concentrate on the stuff that does



23 Aren’t there sone students who don’'t do well in a PLC Boot Canp cl ass?

Only the very few who aren’'t seriously notivated to learn. Once in awhile we get a student who

| ooks at “training” as being a paid vacation fromwork. They arrive Mnday norning expecting to
crui se through a cozy “getting to know you” session, then sleep through a PowerPoint slide show,
take a break, sleep through a long lecture, take a break, then be |ed step-by-step through a
sinple | ab exercise. In other words, they expect the sanme old run-of-the-mll training that
they’ ve al ways seen before. The PLC Boot Canp is different

Less than ten mnutes after the class starts on Mdnday norning, our students are working on their
first hands-on project — and they keep working — and thinking - all the way through the five-day
class. There are no PowerPoints, no | ectures, and breaks are taken on a “need to go” basis. The
vast majority of our students fully enjoy the constant mental challenge of the continuous hands-
on | abs and foll ow up discussions — but the very feww th a “vacation time” attitude sometinmes
have i ssues

You' re probably already aware of any of your enployees who fit into this particular category.

Pl ease just give us a call before you send themour way. W have sonme suggestions on how to
correct a potential problembefore it ever surfaces. Qur 100% noney-back guarantee gives us a
vested interest in hel ping each and every student get the npbst out of our classes. The notivated
ones always do well. The real trick is making sure that they're all notivated when they arrive

24 Don't you ever have any conpl aints about your PLC Boot Canp cl asses?

There's one that comes up quite frequently. The students often wish the class could be | onger

Actually we |l ook at that “conplaint” as nore of a conplinment. It means that the students stayed
constantly busy — not bored - and that they really enjoyed the time that they spent in the class

As for wishing for “longer classes” - we're in conplete agreement. Unfortunately the plant’s work
schedul e and training budget are usually the biggest obstacles standing in the way of that

42 How about the web-based courses and training CDs avail able online fromother vendors?

Qur basic advice is the same as for all other training nethods. If the training program neets
your needs, at a price that you find acceptable, then go ahead and use it. Sone people can |learn
quite well by follow ng these “go-at-your-own-pace” type courses. O her people need a nore

di sci plined approach to training

Qur PLC Boot Canp classes are intended primarily for plant maintenance technicians who need
effective PLC skills for troubl eshooting purposes. Qur courses use five days of intense training
to prepare a student with the PLC skills normally needed by a mai ntenance technician

On the other hand, working all the way through one of these “go-at-your-own-pace” courses
invariably takes a lot |longer than just five days. Usually several nonths to a year are required
If that longer time frame is acceptable, then one of those other courses mght work fine for you

Even nore inportant than the tine required, let’'s look at the skills offered by one of those web-
based or CD based courses. |In nobst cases, sone of the course material is concerned with how PLCs
are supposed to work. The rest of the material usually focuses on witing basic |adder |ogic
programs. Those skills mght be valuable to a programrer — but they don't really satisfy the
requi rements of a maintenance technician who is troubl eshooting a mal functioning system The
point is that nost of those other courses don't cover nmuch at all along the lines of

troubl eshooti ng and probl emsolving skills

Suppose that time isn't an issue — and that the skills being offered are adequate for your needs
Then al so consi der whether your personnel will really be determ ned enough to work on their own
for several nonths while conpleting the program I|f all of those conditions are net, then a web-
based or CD-based PLC training course mght serve you well.



Future questions — just call us for answers

Wiy use your 5-day class instead of a 16-week senester at our |local tech school ?

What if | can’t deci de between your PLC Boot Canp training or another vendor’s class?
How can | convince ny Human Resources departnent that your training is better than others?
Coul dn’t one of ny techs take your class, then cone back and train the rest?

Do you offer an “assessnment test” to see where each of ny technicians stand?

Could a totally “green” beginner do well in one of your classes?

Won't ny experienced technicians be bored in your “start at the beginning” classes?
Don’t your students ever get “burned out” fromthe pace?

If the “Boot Canp” approach is too intense for sone of ny techs, can you tone it down a bit?
How do you handl e both experienced and non-experienced students in the sane cl ass?

Do | need a background in electricity to take your PLC cl asses?

Any suggestions on how to get ready for your class?

Besi des the PLC Boot Canps, do you al so offer PLC programm ng cl asses?

What do you nean by “Programmer Skills” and “Technician Skills” - what's the difference?
What’'s the difference between Level 1 and Level 2 - and what about Level 3?

Can you do a basic 1-day or 2-day “PLC Introductory” class for ny new hires?

Al ladder logic is the same — so how can your courses be nmuch different fromthe rest?
Isn’t your nethod of teaching just one nore way of |ooking at |adder |ogic?

VWat nmekes you say that sone other PLC training prograns are teaching wong ideas?

Do your students really “correct the instructor” the way you nmentioned on your website?
Wiy do you say that “the progranm ng screen |ies?”

Wiy can’t | find the class | want on your online schedul e?

What tine do your classes end on Friday afternoon?

Can | buy a copy of the text book that you use in your classes and study on ny own?

Wiy don’t you wite a book — or sell videos of your classes?

Do you allow tape or video recorders in your classes?

If | could get the hardware and the software, couldn’'t | just learn PLCs on ny own?

VWhat can | do about ny clueless PLC instructor at the local technical college?

Any suggestions on how to keep ny technicians “sharp” after they take your class?

W Il taking your class help ne land a job working with PLCs?

Ron Beaufort Training, LLC Phone: 843-437-1883
5900 Core Avenue, #102 Fax: 843-225-0512
Charl eston, SC 29406 Email: ronbeaufort @nail.com
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