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Abstract: The integration of devices that support manufacturing activities and the interaction of
workers with these devices in production plants, leads to potential benefits in the industrial environ-
ment. Problems, bottlenecks and improvement opportunities throughout production times need to
be detected, analyzed and prioritized in order to select the most suitable solutions and address them
properly. The integration of particular devices supports the manufacturing process and prevents the
need for contingency planning; it also increases the quality of the produced goods, which leads to
higher customer confidence and satisfaction. The scope of this article focuses on the development and
experimentation of a vision system for the recognition of product components in order to support
the classification of such items by the users working in a particular area of the production line. Even
if the proposed solution presents a low level of human interaction and innovation, the objective of
this paper is to demonstrate how the proposed classification system brings valuable benefits to the
overall manufacturing process in a traditional furniture environment, with the inherent advantage
that workers can perform this task in a more guided and riskless manner. The Overall Equipment Ef-
fectiveness (OEE) approach was adopted to measure the benefits of the solution, which are described
in article.

Keywords: furniture; factory connectivity; production optimization; vision system

1. Introduction

This paper focuses on the practical experimentation of a vision system deployed in
a furniture industrial environment and how this deployment affects the performance of
the tasks carried out by workers at a particular point of the production line. The vision
system implemented brings benefits not only to the production performance but also to
the quality of the work performed by the operators in charge of the classification process
that becomes supported by the system. The presented implementation, a vision solution
for the recognition of codes attached to pieces that are processed by an edge-banding
machine, does not present a high level of human interaction and innovation, but the focus
of this paper is more on how a ‘traditional” production line adopts a particular system
to improve its efficiency. The system interacts with the Enterprise Resource Planning
(ERP) of the company in order to provide the workers with information about how to
manage the pieces. This way, the classification process is sped up, becoming easier for the
workers and reducing the risk of errors. The impact of this deployment is measured by
performance indicators related to the overall effectiveness of the production process. A
comprehensive context is provided in this article by describing the industrial experimen-
tation environment and the solution deployed in the company LAGRAMA, a furniture
producer located in Spain. The definition of three different scenarios (optimistic, basic and
pessimistic) depicting conditions in the factory, based on real measurements, enabled the
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calculation of the effective impact of the solution on the traditional way of working in the
company. After a review of the related literature, the applied methodology is explained,
including some technical details about the deployed solutions. The experimentation in the
industrial environment is described in order to later conclude the most relevant results of
the experimentation, as well as particular remarks.

2. Literature Review

The automation of code recognition has become both a necessity and a challenge in
industrial environments, considering the adverse conditions related to the orientation,
illumination and quality of images that can be found. Computer vision algorithms can be
implemented to read and decode these codes accurately and overcome these difficulties [1].
All these aspects are mainly focused on readability, which affects the interpretation of codes
regardless of the industrial sector. Intensive studies and trials have been performed in
order to reduce errors and improve reading time [2].

The placement of the scanning system is also critical, depending on the environment.
For activities such as price calculation, handheld devices are considered an optimal ap-
proach, but in situations where the volume of information is high and readings should be
rapidly taken, this is not a proper solution. The software that comes with the scanning
system usually simulates the behavior of the handheld device, tracing lines through the
laser beam in order to calculate the dimensions of the code to be scanned. In order to
improve this mechanism and fix the noise problems that lead to poor quality for code
recognition, a Hough transform approach can be adopted [3]. The software that supports
code reading usually uses specific algorithms to improve the reading ability of the system.

The practical experience exposed in this paper assumes nearly constant values for
the position, lighting, and distance of the scanning system during the management of
the pieces within acceptable ranges for the interpretation of codes, so the manufacturer
generally maintains regular conditions during the workflow. Furthermore, the hardware
deployed for the implementation of the vision system is flexible enough to save any minor
program changes in these parameters.

Vision systems are widely used in smart factories in the scope of Industry 4.0, where
information from industrial equipment is collected. This allows a higher level of inte-
gration in the production environment, which, in turn, becomes more flexible. Relevant
examples include production environments, where the identification technology involves
local decoding software, enabling communication between the production line and the
server, improving production efficiency and reducing errors [4].

In addition to QR codes and barcodes, a significant improvement for the identification
of pieces is the use of smart labels containing embedded modules to enable communi-
cation via wireless and integration with sensors [5]. Thus, the practical experimentation
covered in this paper considers the factory as a single production unit. The retrieval of
piece information from an ERP system is enough to obtain the status of the piece and its
track, providing full traceability throughout the factory. Furthermore, for several reasons,
barcode technology is adopted instead of Radio Frequency IDentification (RFID). RFID
is a wireless communication technology that allows capturing data that may be linked to
identification attributes (i.e., serial number, position, color, date) of items carrying labels.
Its use is increasing, and its performance is being refined [6]. However, in the production
environment, which is the focus of this experiment, the use of barcodes is preferred as the
RFID technology may present problems with the metal rollers of the edge-banding machine.
The shift of the resonance frequency and the use of metallic objects in RFID applications
often degrade the efficiency and readable range of the tag antennas. To overcome these
problems, researchers have proposed different approaches [7]. However, many of the
standard solutions currently available do not guarantee compatibility with this type of
environment. Furthermore, the resistance and durability of the barcode labels are higher
than the RFID, and its deployment, considering that this is the current implementation in
the selected factory;, is less costly.
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Measuring the impact through the Overall Equipment Effectiveness (OEE) approach
has been adopted by previous research [8]. Furthermore, this has been targeted at compa-
nies in the furniture industry [9]. Instead of applying different improvements at the same
time, the present experimentation is focused on the velocity parameter in the OEE, while
the rest of the parameters remain constant.

The described experimentation compares a traditional approach for the recognition
of pieces to a detailed extraction of results, focusing on the impact of the vision system
display for workers’ instructions. The OEE approach provides a reliable mechanism to
measure this impact.

3. Applied Methodology

In order to get a reliable and comprehensive vision of the components and mecha-
nisms put in place to improve the performance in the production plant, the solution for
Factory Connectivity and the deployment in the industrial premises are described in the
following subsections.

As a general overview, the steps involved in the research are shown in Figure 1. Firstly,
the Overall Equipment Effectiveness (OEE) indicator in the machine considered in the
experimentation has been measured before deploying the solution. Then, the Factory
Connectivity solution has been implemented and tested. Finally, once the solution has been
deployed, the new OEE value has been calculated.

e ™\ Availability
Measure of actual OEE=AXPXQ
— i Performance
OEE (3 scenarios)
\ J Quality

e ) ™
Implementation of

Factory Connectivity [— Factory Connector (+ Vision system)
L solution r
s ~
Experimentation — 3 hypotheses for improvement
\ J
s ~
Calculation of new )
— OEE=AXxPxQ » 3 scenarios x 3 hypotheses
OEE
\ J

Figure 1. Steps involved in the methodology for experimentation and evaluation.

This situation is measured in this experimentation by the OEE manufacturing KPI [10].
This indicator, usually used in companies with Lean Manufacturing methodology im-
planted, measures the use of equipment by the composition of three basic indicators:
availability, performance and quality.

OEE (%) = Awailability x Performance x Quality 1)

The availability is quantified as the time available for the machine to work respect the

planned time:
Run Time

Planned Production Time

Availability = 2)
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The performance is strongly related to the speed of the process. This can be affected by
some non-productive tasks (i.e., the classification activities carried out around the bending
machine area):

(Ideal Cycle Time x Total Count)

Run Time

®)

Finally, the quality depends on the number of right and wrong pieces that the process
is able to manufacture:

Per formance =

Optimal Count @
Total Count

Traditionally, the OEE indicator decreases because of the following 6 parameters that
affect the measurement of its value in the industrial environment [11]:

Quality =

the equipment failure/breakdown losses;
the set-up time;

the idling and minor stops;

the reduced speed;

the reduced yield;

the quality defects.

SARNLIE IR

The losses of the list above decrease the Availability, Performance, and Quality of the
machine, and therefore OEE value.

Automating the calculations of the OEE indicator becomes difficult in the scope of
SMEs [12]. Manufacturing Execution Systems (MES) generally allow companies to obtain a
machine’s OEE, however in the presented experimentation the manufacturer does not man-
age a MES system that supports the automatic acquisition of this information. Therefore, in
order to obtain an accurate OEE estimation for the edge banding machine in LAGRAMA,
several scenarios have been defined, with the support of the operational manager of the
company. The possible types of waste have been evaluated and those related to the focus of
this research have been fully considered. Through this methodology, the initial OEE value
(based on different scenarios) has been calculated, as well as the corresponding impact on
the OEE, according to the savings achieved from the experimentation.

The Edge Solution—that supports the vision camera system—is the main asset de-
ployed in the factory environment. In order to provide a comprehensive technical overview
of the solution, the Edge Factory Connector, as well as its deployment in the factory, are
described below.

3.1. Edge Solution

The Edge Factory Connector enables the monitoring of real-time data in business
processes to increase the machine efficiency. By measuring KPIs, a wide range of data and
information can be derived from multiple systems, revealing opportunities for productivity
and efficiency improvements.

As can be seen in Figure 2, the Industreweb 4.0™ Edge Factory Connector is mainly
oriented to the collection of raw data from real-world applications, its conversion into clean
and usable data, and finally, its presentation and dissemination. The collected data can
be processed by other tools focused on areas such as analytics and machine learning, risk
evaluation, or visualization and reporting.
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Figure 2. Industreweb™ 4.0 Edge Factory Connector architecture.

The Factory Connector is a small industrial computer that runs the Industreweb 4.0™
IIOT Platform. This comprises two primary components which are described below, which
interact with the manufacturing process:

3.1.1. Industreweb Collect™

This is a high-speed runtime logic engine that can communicate with a very diverse
range of factory data sources including Programmable Logic Controllers (PLC), Comput-
erized Numerical Control (CNC), and standard protocols such as Ethernet/IP, Message
Queuing Telemetry Transport (MQTT) and Open Platform Communications Unified Archi-
tecture (OPC UA). The logic engine can then perform actions based on the programmed
logic, such as publishing data to the IOT broker, saving to a database, triggering alerts or
pushing data to a control system, such as a PLC. The value of this solution is its ability to
link together any type of shop floor system and its flexibility to be programmed with rules
to suit the production challenge.

3.1.2. Industreweb Global™

This is a Web Admin suite that allows Industreweb Collect™ to be configured, in-
cluding an inbuilt version control system. It also contains a Dashboard editing framework
and a web server, so that real-time data can be visualized in a web user interface (UI).
Industreweb Global™ is based upon a Service-based architecture that includes a workflow
engine and a Data API, to support data orchestration.

3.2. Deployment of the Vision System Solution

The deployment initially involved the Industreweb 4.0™ Edge Factory Connector, the
camera and a PLC. To make it clear to the operator how to proceed with the current piece,
the code attached to each piece is scanned with a barcode reader, which is connected to the
Industreweb Collect™ Engine; this allows the Factory Connector to query the ERP in order
to get the piece details back. These instructions are then displayed in a clear way to the
operator on a screen next to the machine.

Barcodes are unique for each piece and they are represented in the Code 128 for-
mat [13]. Besides this, the text available in the label is also a unique identifier and it is used
to get the information for the piece. As an example, the following four relevant parts of the
code “CSF25203327P2" depicted in Figure 3 have been selected to provide an overview of
how the pieces are identified:
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The prefix CSF in the ERP code represents that the piece above is a flexible standard
piece but unique inside the current lot;

The code 08/20 in the top left corner of the label represents the lot, and means week 8
of year 20;

The codes 3094 and P14, which are on further to the previous one, represent the first
and second part of an identifier used for that piece;

Finally, the keyword Ruta represents the route that the piece traverses in the factory.
For example, 1xN1 means one operation made in machine N1, while 4xB2 represents
4 operations which have been done in the machine B4, all of them performed in the
same production line at LAGRAMA.

ISR TR T
08/20 3094P14 PE-BIB652 EMBALATGE
$ 21214 EST SEP vmr)ll;n(m 741 1,9) ” @
Vesting_2_30 Esq 0 Seq 0|Parcia lotal 14
[L739.4 A500.7 G30]" vETH1
7211 CENDRA

1XN1 /4xB2 {L1} T1,5 {L2} X0,8 {A1+A2} X0,8 | 1xBrema
inall L741 AS503 G 30| | FLEXIBLE

LT lIIIHIIIIIIIIIIIII\III\I i

Paramétri et

Figure 3. Detail of label attached to piece.

All the information about the piece can be fetched from the barcode by querying the

database through the API of the ERP. Once the rig was configured, this was transferred to
the manufacturer premises to connect the sensors placed in the machine, which then en-
abled a first connectivity testing with the EFPF Data Broker and tools. A bespoke electronic
panel and cabinet, to host all the required devices and connections for the collection of
sensor data in the industrial environment, were designed and built. The main components
included in the cabinet included:

1.

Ll

Industreweb 4.0™ Edge Factory Connector: this is the Edge solution described above
which enables the monitoring of real-time data;

Programmable Logic Controller (PLC): this controller is needed to manage the recog-
nition of the codes through the camera;

Vision system camera: the autofocus system in charge of scanning the codes in the pieces;
Network switch: to enable the network connection of the PLC and the Factory Connector;
Power supply: to power all the devices installed in the electric panel placed inside
the cabinet.

The electrical cabinet is placed halfway along the second part of the conveyor belt,

which is considered to be the best location given the layout distribution. The camera is
placed in the end of the conveyor just before the classification point, as seen in Figure 4.
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Figure 4. Preliminary placement of the devices around the edge banding machine.

The metallic cabinet is used to store the electrical panel with all the connected devices.
This is plugged into AC power and connected to the network through an Ethernet cable.
This also provides the external connections to the temperature probes, pressure sensors and
electrical current sensors to monitor the parameters of the machine. Whilst this machine
monitoring is part of the solution, the focus of this paper is the interactive element led by
the barcode scanning functionality. A PLC has been included as part of the solution and
is the component in charge of supporting the code recognition through the vision system
camera. In order to manage the network connection between the different components, a
network switch is also included in the electrical panel. Figure 5 shows the final installation
of the cabinet containing the hardware next to the machine.

Figure 5. Edge banding machine and detail of the electrical cabinet in the production line.

The electrical cabinet and the camera—that make up the vision system—are installed
at the selected part of the production line. The camera scanning the codes is connected to
the electrical cabinet as shown in Figure 5.
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4. Industrial Experimentation

The experimentation is located in LAGRAMA's production plant. LAGRAMA is a
furniture manufacturing company (SME) for youth rooms, lounges, wardrobes, bedrooms
and home offices. The company—which is based in Vinaros (Castellon, Spain)—takes
part in ambitious renovation projects for large organizations, such as hotels and public
institutions, for commercial and residential clients as part of “project-oriented” ad-hoc
decoration projects. The company is introducing the collection and analysis of production
data and industrial equipment in order to improve manufacturing and reduce machine
downtime. The occasional breakdowns of a machine can mean significant delays in
production time and subsequently in the delivery time to the customer.

Finding new customer segments to increase the company turnover pushes the fur-
niture manufacturers to diversify both their production systems and supply chains. Cus-
tomers in the home furniture sector behave in a very traditional way, browsing different
options from catalogues that include the different customization options offered by the
manufacturers. These customers coexist with new ones from the contract channel who
demand highly-customized integral furnishing and decoration services. These unique
products are manufactured in unit-sized lots and customized according to a specific interior
decoration project.

The exposed furniture scenario envisions the creation of a ‘Lot Size 1" Consolidation
Centre to control small scale stocking and consolidation points for large manufacturers,
managed by LAGRAMA. The Lot Size 1 concept considers the manufacturing of one
single item but produces it at the same cost and efficiency as a big batch. This is closely
related to the market preferences that are shifting toward a desire for customized products,
pushing the manufacturers—whose production process is usually defined by repeatability,
productivity and price point—to reinvent their operations accordingly, as they move toward
mass customization [14].

For this particular use case, the furnishing and decoration of rooms in a small the-
matic hotel—each inspired by different decorative concepts—is the main challenge for
LAGRAMA. The experiment is supported through the European Connected Factory Plat-
form for Agile Manufacturing (EFPF) tools and services; in this case specifically those
related to the improvement of the production process and equipment maintenance at the
manufacturing plant. For LAGRAMA, the concept of Lot Size 1 is highly relevant as each
element of the customer’s order is based on unique requirements. As such, each process,
machine and staff member need to adapt to each piece being produced. The machine
setup is affected by each furniture component on the production line, each one needs to be
identified to ensure the production schedule is correctly fulfilled and this requires manual
intervention along the whole cycle.

The flexibility the company needs to implement the Lot Size 1 manufacturing strategy
impacts the current efficiency and productivity of manufacturing resources. In the edge
bending area in particular, the operator reads every printed label on every piece in order to
know where to send the piece to in another area of the factory, creating a bottleneck in the
process. Depending upon the number of different pieces involved in the manufacturing
process in the bending machine, the time needed by workers for classification changes: i.e.,
the more variability of pieces, the more time the workers need for classification.

In the presented scenario, the video system is used to scan the label codes placed
on the different items circulating on the belt of the edge banding machine, after being
processed by the machine. The items to be classified are mainly rectangular and square
wooden pieces with a reduced thickness, while the label containing the code on each piece
is manually placed by workers in the first production phase, just after the board cutting.

The heterogeneity of the pieces is represented by the number of different lots. One lot
is a collection of pieces which have common features, mainly in terms of thickness and type
of material applied to the edges. Although the number of different lots depends on the
orders in progress, an average of 3 lots is usually processed by the company in a working
day. This is further illustrated in the Base Scenario described in the Results section.
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The impact of the deployment of the solution is measured by the OEE manufacturing
KPI [15] by using the formulas for OEE, including availability, performance and quality, as
previously introduced at the beginning of the Applied Methodology section.

Based on the calculations made by the technicians from AIDIMME and LAGRAMA,
in the edge banding machine, the OEE is variable depending on the type of pieces the
company produces, with a value between 59% and 74%. Details on the calculation process
are provided later in the Results section.

As described above, the focus of the experiment is on the component classification
process. Traditionally, workers spent lot of time reading the labels from pieces and classify-
ing them properly for redirection in the plant. An automatic reading of the labels saves
working time and avoids mistakes, reducing the associated performance indicator, which
is eventually reflected in the OEE approach.

The deployed solution provides a low level of Human-Computer Interaction, pre-
senting a dashboard to the worker at the factory to support them to take an appropriate
action, based upon data captured from the component, which is retrieved via API from the
ERP system.

Before installing the electrical cabinet containing the hardware components in LA-
GRAMA, the solution was first tested in AIDIMME's facilities to validate the connectivity
and the expected functionality. To that end, the PLC was coded to recognize the barcodes on
pieces and the ranges that the barcode scanner is able to cover; the label positions were also
evaluated. This experimentation is illustrated below in Figure 6, enabling definition of the
ideal height at which the scanner should be placed in the target production environment.

MICROSCAN. [

®WEBLINK

Figure 6. Experimentation of scale and variation and training of the camera system.

Consistent barcode recognition was established and the associated information was
successfully retrieved through the camera of the scanner, as can be seen in Figure 6.

The functioning of the hardware was validated and then the cabinet was moved to the
production plant of LAGRAMA and placed beside the edge banding machine. The sensors
were connected to the recipients prepared in the cabinet, following a specific mapping
between each PIN of the 3 analogue cards and each sensor placed in the machine.

The Factory Connectivity solution, once put in place, was immediately adopted by
the operators in the production plant. The workers scan the barcode label with the barcode
reader to discover what operation should be undertaken with each piece. The Industreweb
4.0™ Factory Connector receives the code and contacts the LAGRAMA ERP via AP, in
order to retrieve detailed information about the next step and prompt the worker via
a visual display. An important issue detected during the experiment process, was the
management of pieces by operators after the edge banding machine processing, ensuring at
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that point they are redirected to another repository in the factory to continue the following
corresponding operations. The allocation of pieces has traditionally been a manual process
and, in order to improve this task, a system that automatically reads the barcode in the
label and displays the next destination of the piece has now been implemented.

(A)

(B)

©

(D)

The functional steps are shown in Figure 7 and described below:

The operator loads the component into the machine and the component part is
automatically scanned as soon as it is loaded into the edge banding machine. The
value is read into an Omron PLC memory and then accessed via Ethernet/IP by the
Edge Factory Connector;

The Edge Factory Connector makes a request to the API of the ERP in order to get
the information of the piece, which not only includes the current status but also the
sequence of operations to be fulfilled by the piece;

The resultant data is received. If the data received is complete, the data will be
converted into a format suitable for display;

The data is asynchronously published to a web dashboard that can be viewed by the
operator at the machine, but also on any web enabled device on the factory network.
Then the worker moves the piece to the proper place for the next operation, following
the instructions prompted in the dashboard.

B
Current Part ID
Factory
Connector
(Industreweb) List of Production Operations
Cc
Part ID
Other Part Display Unit
Information? (Industreweb)
Display next operation(s) for

Vision the operator to do
J System v
D
@ Work
Instructions

Nl = 55

Piece

Operator

Figure 7. Data flow within Vision System solution.

Figure 8 below shows the conveyor belt of the edge banding machine with the camera

system deployed and a detail of the scanning camera.

Figure 8. Camera scanning pieces in the conveyor of the edge banding machine.
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In step B above, the information is retrieved from the ERP system via API and shown
in a display to the worker. This not only includes the internal parameters such as the code
of the manufacturing order, the code of the piece, a short description, the cutting measures
and the color and dimensions of the piece, but also a table indicating the sequence to be
followed by the piece and the step of the sequence where the piece is located at that moment.

As shown in Figure 9, the Ruta (route) parameter reveals that the actual piece requires
1 operation in machine N1 and 4 operations in machine B4, while the X0,8 expression
indicates the kind of edge to be applied to the piece. The texts in the interface are shown
in Valencian language so the parameters are retrieved from the ERP of the company. The
table of Segiiencia (Sequence) prompted in the dashboard allows the workers to redirect
each piece to the appropriate repository in a more reliable and agile way, providing a full
traceability of each piece throughout the plant.

INFO ETIQUETA INFO CANTO

OF: 10/21 Color :

Etiqueta: 4060P1 camo:  GFis Vulcano

Objecte: S.14818 ]

Ob}ecte TRAS SIM EST. S 19

Desc: 1456 BOX30 Ruta: N1/4xB4 {L1+12} X0,8 {A1+A2} X0,8 /

Color 1xUnix

T Sequeéncia Magquina L1 L2 A1 A2
Mides L1456 x A133 x 1 B4 X0,8

TaII G19 2 B4 xo’s

N!ldes L1456 x A133 x 3 B4 X0.8
Final: G189 2 B4 X0.8
Anotacio: s
Perfila?: Actual:

Tallat a: A2

AGRUPACIO SORTIDA FAMILIA

Figure 9. Asynchronous Web Dashboard to provide Work Instructions.

5. Results

As described earlier, the impact of the solution is measured by the OEE indicator,
focusing on the use of the selected edge banding machine. This indicator varies depending
on the type of piece produced. Therefore, this has been defined through 3 different scenarios
(optimistic, base and pessimistic) which cover an open range of situations in the factory.

Before the deployment of the solution, the OEE in the company for the three scenarios
has been setup as: 74% in the optimistic scenario, 68% in the base scenario and 59% in the
pessimistic scenario.

On the one hand, as can be seen in Table 1, the values in the left column (Optimistic)
have been calculated from an ideal working day in which all the pieces processed are
homogeneous (one single lot), and the setup time as well as the maintenance and stop time
have been the shortest. On the other hand, the values in the far-right column (Pessimistic)
represent a hard working day, covering a heterogeneous group of pieces (eight lots) with
considerable time spent on setup, maintenance and stops in the machine. From both
situations, the middle column (Base) is taken as reference for an ordinary working day.
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Table 1. Initial scenarios for calculation of current OEE in the edge banding machine.
Scenario Optimistic Base Pessimistic
OEE 74.0% 67.8% 59.2%
A (Availability) 95.3% 92.0% 84.0%
TT (Total Time) 480 480 480 min./day
PPT (Planned Production Time) 450 450 450 min./day
RT (Run Time) 429 414 378 min./day
ST1 (Stop Time) 21 36 72 min.
Maintenance 20 30 40 min./day
Number. Lots 1 3 8 lots
Setup Time 1 2 4 min./lot
P (Performance) 80.0% 77.6% 75.8%
ICT (Ideal Cycle Time) 0.43 0.63 0.83 min./piece
TC (Total Count) 792.0 506.9 343.6 pieces
RT (Run Time) 429 414 378 min./day
CT (Classification Time) 0.10 0.17 0.23 min./piece
MST (Micro-stops Time) 0.008 0.017 0.033 min./piece
Q (Quality) 97.0% 95.0% 93.0%
GC (Good Count) 768.2 481.6 319.6 pieces
TC (Total Count) 792.0 506.9 343.6 pieces

The classification time is reduced because of the level of automation in the interpre-
tations of the codes for each piece. Three different hypotheses on the reduction of the
processing time have been defined in Table 2 below.

Table 2. Reference of classification time reduction because of factory connectivity implementation.

EFPF Project Hypothesis H1 H2 H3
CT (Classification Time) —75% —50% —25%

min./piece

Hypothesis 1 (H1) implies 75% of reduction in classification time, while in Hypothesis 2
(H2) the reduction is 50%, and in Hypothesis 3 (H3) the reduction is just 25%. The results
are also affected by the size and shape of piece manufactured: in small pieces the time
reduction is higher as per H1, but when large pieces are involved, the time reduction is
lower as per H3, due to the difficulty in handling these pieces.

According to the initial estimation of OEE (before deploying the solution), and the
prototype test carried out to estimate the solution’s impact, a ‘What If” analysis was
conducted to estimate the final impact on the OEE of the edge banding machine. The three
initial scenarios with the current OEE were cross-referenced with the three hypotheses of
classification time reduction, obtaining the results shown in Table 3 below.

As commented earlier, the values in the far-left column (Optimistic H1), represent an
ideal working day, while the values in the far-right column (Pessimistic H3) represent a
hard-working day. Therefore, the middle column (Base H2) should be taken as reference
for the actual impact in the factory environment.

It should be noted that these values have been measured through ad-hoc monitoring
in the real production environment of the number of lots and time dedicated to setup,
maintenance, and eventual stops.
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Table 3. Calculation of OEE in pilot machine because of factory connectivity implementation.

Scenario Optim. H1 H2 H3 Base H1 H2 H3 Pessim. H1 H2 H3
OEE 74.0% 84.6% 80.3% 76.8% 67.8% 78.4% 74.0% 70.5% 59.2% 68.6% 64.6% 61.6%
A (Availability) 95.3%  953% 95.3% 95.3% 92.0% 92.0% 92.0% 92.0% 84.0%  84.0% 84.0% 84.0%
TT (Total Time) 480 480 480 480 480 480 480 480 480 480 480 480 min./day
PPT (Plan. Prod. Time) 450 450 450 450 450 450 450 450 450 450 450 450 min./day
RT (Run Time) 429 429 429 429 414 414 414 414 378 378 378 378 min./day
ST1 (Stop Time) 21 21 21 21 36 36 36 36 72 72 72 72 min.
Maintenance 20 20 20 20 30 30 30 30 40 40 40 40 min./day
Number. Lots 1 1 1 1 3 3 3 3 8 8 8 8 lots
Setup Time 1 1 1 1 2 2 2 2 4 4 4 4 min. /lot
P (Performance) 80.0% 91.5% 86.8% 83.1% 77.6% 89.7% 84.6% 80.7% 75.8% 87.8% 82.7% 78.8%
ICT (Ideal Cycle Time) 0.43 0.36 0.38 0.41 0.63 0.51 0.55 0.59 0.83 0.66 0.72 0.78  min./piece
TC (Total Count) 792.0 10953 9713 8725 5069 7306 6369 5645 343.6 5040 4362 3844 pieces
RT (Run Time) 429 429 429 429 414 414 414 414 378 378 378 378 min./day
CT (Class. Time) 0.10 0.03 0.05 0.08 0.17 0.04 0.08 0.13 0.23 0.06 0.12 0.18  min./piece
MST (Mic. stops Time) 0.008 0.008 0.008 0.008 0.017 0.017 0.017 0.017  0.033 0.03 0.03 0.03  min./piece
Q (Quality) 97.0%  97.0% 97.0% 97.0% 95.0% 95.0% 95.0% 95.0% 93.0%  93.0% 93.0% 93.0%
GC (Good Count) 768.2 1062.5 9422 8464 4816 6941 6051 5363 319.6 4687 4056 3575 pieces
TC (Total Count) 792.0 10953 971.3 8725 5069 730.6 6369 5645 343.6 5040 4362 3844 pieces

As can be seen in Table 4, according to the performed analysis, in the Optimistic sce-
nario, the original OEE (74%) improves until 77%-80%-85% (depending on the type of pieces
being processed). In the Base scenario the OEE improves from 68% until 71%-74%-78%.
Finally, in the Pessimistic scenario the OEE improves from 59% to 62%-65%-69%.

Table 4. Final OEE values obtained according from the different scenarios and hypothesis.

Absolute OEE Optimistic Base Pessimistic
Initial situation 74% 68% 59%
H1 85% 78% 69%
H2 80% 74% 65%
H3 77% 71% 62%

In relative terms, the improvement in OEE is 2-3% higher in hypothesis 3 (H3), 5-6%
higher in hypothesis 2 (H2), and 9-11% higher in hypothesis 1 (H1). This is summarized in
Table 5 below.

Table 5. Improvement in OEE according different scenarios and hypothesis.

OEE improvement Optimistic Base Pessimistic
Initial situation 74% 68% 59%
H1 11% 11% 9%
H2 6% 6% 5%
H3 3% 3% 2%

6. Concluding Remarks

The technical solution deployed in the industrial environment has been described,
along with how the classification process is improved by the use of the vision system, and
the approach followed to measure the impact on the overall production process.

The impact of the solutions developed in the production line has been measured by
OEE: a standard KPI used by the companies to improve manufacturing operations.

Further improvement of this KPI could be achieved through a standardized process
with big batches, manufacturing the same piece. Otherwise, the set-up times increase
with the number of lots and some activities, such as the classification tasks, increase the
dedicated time which also reduces the overall performance. However, the market demands
customization, together with an agile and efficient supply chain.

A furniture producer like LAGRAMA wants to face this challenge by adapting its
production processes and adopting a Lot Size 1 manufacturing strategy. The solution
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implemented demonstrates that, in such a complex situation, the OEE can be improved
in every adverse scenario (from 2% in the worst situation, to 11% in the optimistic). This
OEE improvement increases the capacity of the factory, suggesting an increase of 303 more
pieces in a single shift, according to the “What-If” analysis performed in this research. This
achievement, in the specific scenario of this study, affects one of the bottlenecks of the
factory; therefore, the capacity of the whole factory could increase in the same range. It
should be noted that two relevant parameters which are the Mean Time to Repair (MTTR)
and the Mean Time Between Failures (MTBF) have not been explicitly introduced in the
analysis, so the presented scenarios have been defined through specific values measured on
premise. Furthermore, the maintenance time has been globally considered and the vision
system implemented does not directly affect the availability of the machine, but rather the
speed of the production line.

In the scope of a manufacturing process, where the flexibility is quite high and one
machine can be used to produce a huge variety of different pieces, the measurement of the
impact of new solutions becomes difficult because of the variables in the process. Several
scenarios have been presented and, therefore, the alternative potential impacts achieved
with different situations regarding the use of the edge banding machine in the company
have been evaluated.

Difficulties found during the deployment of the system in the factory should not be
overlooked. The introduction of new hardware and software components at a specific
point in a real production line often becomes complicated. The connectivity of the ele-
ments in the electrical cabinet as well as the Ethernet connection—which is required to
connect the software—usually requires additional effort. Despite this, the system was
deployed in a reasonable time with support from both the solution providers and the
factory management.

As a main conclusion, the factory connectivity solution implemented demonstrates an
improvement in the overall production performance. The solution also offers the potential
ability to change the production strategy based on requirements that the manufacturing
industry may need to face, providing traceability throughout the process, which facilitates
the reconfiguration of the production line to meet specific needs. The solution reported
in this paper also demonstrates the benefits of Human—-Computer Interaction through
Edge Computing and connectivity to legacy and multivendor systems. The vision system
provides time saving and a reduction in errors, which leads to obvious benefits in reducing
production costs and maintaining high quality. From the worker’s perspective, the system
alleviates the human tasks in the edge banding area of the production line, making the
operators feel more confident during the handling of the parts. The solution provides
reliable instructions and complete traceability of the manufactured pieces. The activities
carried out during the experimentation have also confirmed that the measurement of the
impact of a solution in the factory environment using the OEE approach becomes very
valuable, enabling the quantification of the advantages which can be achieved through the
adoption of specific systems, oriented to the production improvement.

Future research studies are required to compare other factory connectivity solutions
applied in other type of processes, in order to find out how the local impact differs, and
how single machines affects the global efficiency of a complete factory by following the
Theory of Constrains -TOC [16], considering the effect of the different bottlenecks during
the manufacturing in the factory.
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