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1 INTRODUCTION

1.1 Background

In the current internationalization and globalization of business, the market
demands are volatile due to unpredictable customers’ demands, diversified
product range, shorter lead times and shorter lifecycles of products and services
(Francisco, Azevedo & Almeida 2012). To accommodate this dynamic business
environment and faced with considerable challenges in these turbulent economic
times, organizations need to make continuous changes in all aspects.

Additionally, information and communication technology (ICT) is playing an
increasing role in improving efficiency, effectiveness, and productivity in
manufacturing industry. New business demands are forcing the development of
dedicated ICT solutions. By reviewing the evolution of manufacturing industry,
changes can be observed from traditional manufacturing, such as the assembly
line (the 1900s), Toyota production systems (the 1960s) and flexible
manufacturing (the 1980s), to intelligent manufacturing, such as reconfigurable
manufacturing (the 1990s), web-based and agent-based manufacturing (the
2000s), to today’s smart manufacturing (the 2010s) (Wu et al. 2014). Business
models have changed through all the epochs of manufacturing according to the
ICT evolution. ICT offers new possibilities in the reconstruction of traditional
industrial paradigms towards a new level of intelligence in manufacturing
enterprises.

Meanwhile, ICT signifies new challenges concerning the scope of business. The
main requirements of modern manufacturing models are not only focusing on
TQCSEFK (i.e. fastest Time-to-market, highest Quality, lowest Cost, best Service,
cleanest Environment, greatest Flexibility, and high Knowledge) value-added
networks (Tao et al. 2011a), but also are more and more oriented towards
digitalization and servitization (Lu, Xu & Xu 2014). Therefore, with the
combining effect of both business and technology, and the connecting efforts of
both the internal and external organization, some manufacturing paradigms have
been raised to elevate the manufacturer’s capability to face all these changes in
the business environment.

Although different paradigms emphasize different aspects, they aim to improve
the manufacturing business model from two aspects, namely level of information
sharing and integration and level of ICT involvement (Hao & Helo 2015). The



2 Acta Wasaensia

shared information can be bill of materials, structure, specification, product plan,
and so on (Qanbari et al. 2014). Information integration means agreeing on the
information sharing format and framework (Romero et al. 2009). Moreover, the
level of ICT involvement indicates to what extent ICT is used within the
enterprise to support its business activities. In the action to solve complex
manufacturing problems and organize distributed manufacturing among
different enterprises on a larger scale, the collaboration formations are more
decentralized and dynamic rather than static hierarchical structures
(Kankaanpéa et al. 2010).

Inspired by previous research, the manufacturing paradigms are described in this
paper by the level of geographical distribution of all stakeholders and level of ICT
involvement in their business, as plotted in Figure 1. The relative position of each
paradigm also implies its positioning among them. The paradigms are lean
production (Shah & Ward 2003), agile manufacturing (Yusuf et al. 1999), global
manufacturing (Ulieru et al. 2000), virtual manufacturing (Shi & Gregory 2005;
Lomas & Matthews 2007), digital manufacturing (Mahesh et al. 2007;
Chryssolouris et al. 2009), computer integrated manufacturing (Kwak & Yih
2004; Kahraman et al. 2004), holonic manufacturing (Van Brussel et al. 1999;
Leitao & Restivo 2006; Giret & Botti 2009), networked manufacturing (Mitsuishi
& Nagao 1999), and grid manufacturing (Tao, Hu & Zhang 2010). (More detailed
discussion regarding these manufacturing paradigms can be found in Section
2.5.2)
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Figure 1. The evolution path of manufacturing paradigms (Adapted from Hao
& Helo 2015)

Nonetheless, the existing concepts cannot meet the demands of higher quality
production and a more flexible collaborative network. Although current
manufacturing concepts attempt to achieve the business collaboration at the
enterprise level, the obstacles to achieving actual manufacturing process
integration remain in the collaboration network.

In order to establish a collaboration network that incorporates machinery, shop
floor systems and various production facilities, and also to fundamentally
improve the manufacturing processes, cyber-physical systems (CPS) were
proposed to embody decentralized and autonomous elements from both
information (from computing systems) and material (from the physical world by
networked sensors, devices, and software) (Rajkumar et al. 2010; Sokolov &
Ivanov 2015; Wang et al. 2015). The elements communicate through information
sharing and are supported by many new computing and networking technologies
(Baheti & Gill 2011; Lee 2008). Most of the new factory concepts based on the
CPS principle share attributes of cooperative collaboration network and
connection with ICT (Mezgar 2011; Sokolov & Ivanov 2015). This phenomenon
can yield a power-shift from the hierarchical business model to a collaborative
business model, which can afford higher level of agility, creativity, and
connectivity to keep the companies’ competitiveness in today’s environment (Wu
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et al. 2013). Consequently, based on the appearance and the maturity of CPS, it is
time to think again about a new paradigm.

Industrie 4.0 (a.k.a. Industry 4.0) appeared in Germany to describe the fourth
generation of industrial evolution. It creates a ‘virtual copy’ of the physical world
and enables enterprises to make decentralized decisions and it facilitates the
development of the smart factory (Hermann, Pentek & Otto 2015). The Chinese
‘Internet Plus’ Strategy proposed by the Chinese government in 2015 is an action
plan to integrate various internet-enabled technologies, such as cloud computing,
big data, the internet of things (IoT) and mobile technologies with traditional
sectors, and to generate new business models, including modern manufacturing
and innovative manufacturing business (Tang 2015). The industrial Internet is a
similar concept proposed by General Electric (GE) to invest in the integration
and alignment of technologies and industrial business (Agarwal & Brem 2015),
and this terminology is mostly used in the U.S. It underlines the value of CPS in
manufacturing process prediction, intelligent monitoring and control, and
planning. It is very obvious that the trends of future manufacturing industry are
transforming manufacturing businesses from physical production to new
technology-based integrated manufacturing solutions. Several similar concepts
have also emerged, such as integrated industry (Hilger 2014), smart
manufacturing (Davis et al. 2012), and so on. The trends in both technologies and
terminologies are shown in Figure 2.

Industrial Trends

Distributed Manufacturing Smart Manufacturing 3D printing
Cloud Computing

Demand Driven d /
Industrial Internet
Lﬁ Internet Plus Internet of Things

Qutsourcing
Big data

Industry 4.0

Collaborative Manufacturing
Integrated Industry

Virtualization )
Cyber Physical System

Integration

Figure 2. Industrial trends in recent years

Cloud computing is one of the top ten technology trends based on Gartner’s
prediction in 2015. It has been regarded as one of the major technical enablers
and new business strategies for the manufacturing industry (Tien 2011; Xu 2012).
According to the estimation of the research company IDC (International Data
Corporation), the ‘cloud’ will improve the productivity of manufacturers over the
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next decade (Adiseshan N.D.). By 2020, 80% of global IT (information
technology) spending will be allocated to cloud computing and big data analytics
(Cattaneo 2012).

Cloud computing per se is not an invented concept but a collection of different
existing technologies. Cloud computing is a multidisciplinary research field (Xu
2012) that stimulates both technological-oriented and business-oriented
evolution. Therefore, cloud computing adoption can cause a paradigm shift of
both IT infrastructure and business infrastructure, particularly in IT efficiency
and business agility. The cloud can produce computing results almost
instantaneously; therefore it can achieve business agility. When considering the
industrial sector, the benefits and advantages of cloud computing are innovation,
mobility, and collaboration. Cloud computing is an ideal model for delivery of
collaborative solutions. Therefore, it is being widely utilized in today’s industry
and society.

In the manufacturing sector, two types of cloud computing adoptions have been
described in previous research, i.e., manufacturing with the direct adoption of
cloud computing as a technology, in other words the manufacturing version of
cloud computing, and secondly, industry-specific vertical cloud (James & Chung
2015), namely cloud manufacturing (Xu 2012; Xu 2013). Figure 3 summarizes
the scope of cloud computing adoption in the manufacturing industry.

Cloud Computing Adoptionin
Manufacturing Industry
|

v v
Cloud as a technical enabler Cloud as a business initiative
* Software as a Service Manufacturing Version of

»
Social Network
» Platform as a Service

| Cloud Manufacturing
» Infrastructure as a Service Platform

Figure 3. The scope of cloud computing adoption in the manufacturing
industry

First, in terms of the direct adoption of cloud computing, user companies do not
need to purchase dedicated hardware and are able to eliminate the initial IT
investment cost, and the end users can access configurable computing resources
(e.g. networks, servers, storage, applications and services) based on demand, and
pay the services based on usage (Tien 2011; Park & Jeong 2013). Besides the cost-
related benefits, other major advantages are scalability and flexibility. The
computing resources can be rapidly provisioned and deployed in a flexible and
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customized way. The provisions are also scalable based on the real-time demand.
Normally, the cloud services are classified in three distinct categories based on
their purpose: Software as a Service (SaaS), Platform as a Service (PaaS) and
Infrastructure as a Service (IaaS). SaaS and IaaS are the favorite solutions (Hao &
Addo-Tenkorang 2014). Moreover, SaaS, such as cloud-based ERP (Enterprise
Resource Planning) and cloud-based B2B (Business-to-Business) solutions, are
the favored manufacturing solutions (Adiseshan N.D.; Xu 2012).

Second, cloud computing is adopted as a metaphor. Under this circumstance, not
only the computing resources are provided as services, but also the entire
manufacturing business. Cloud manufacturing is a new concept based on ‘share-
to-gain’ philosophy to represent an intelligent manufacturing model (Wu et al.
2013). Cloud manufacturing emerges naturally as a sequence of successful cloud
computing implementation. Its main characteristics can be highlighted as
service-oriented, knowledge-based, high performance, and energy efficient (Li,
Zhang & Chai 2010; Wu et al. 2013; Wang 2015). In this model, the synergies of
the combination of state-of-the-art technologies, such as cloud computing, big
data, and IoT, etc., provide a secure and reliable service platform at relatively low
prices in supporting the whole manufacturing lifecycle (Li, Zhang & Chai 2010).
Whilst cloud computing serves the computing purpose and shares computing
resources, cloud manufacturing serves the manufacturing purpose and shares a
wide number of manufacturing resources with users.

Building on NIST (National Institute of Standards and Technology)’s definition
of cloud computing, numerous scholars have proposed definitions of cloud
manufacturing in recent years, including Li, Zhang & Chai (2010), Xu (2012), Wu
et al. (2013b), and Wang & Xu (2013). These works give an initial overview of the
cloud manufacturing concept. There are several groups researching in this area
from China, Europe, the United States and New Zealand, among others. In these
regions, manufacturing is considered as the pillar industry in their national
economy. Typical examples of projects are key technologies in the cloud
manufacturing platform (2009-2013) (Li, Zhang & Chai 2010), ManuCloud
(2010—2013) (Meier et al. 2010), ADaptive Virtual ENTerprise ManufacTURing
Environment (ADVENTURE) (2011-2014) (Hao, Shamsuzzoha & Helo 2012),
ManuFuture (Jovane, Westkamper & Williams 2008). The emergence of relevant
concepts in cloud manufacturing are promising to transfer the benefits and
profits of cloud computing to the globalized, distributed, and servitization
manufacturing.

According to a survey of cloud-based collaboration by CurrentAnalysis, only 11%
of manufacturers used cloud services and implemented cloud-based
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collaboration in various formations (CurrentAnalysis 2014). At present, cloud
manufacturing implementation is still in its initial stage. Many companies are
still facing obstacles in terms of understanding cloud manufacturing. There has
been a growing number of research in the managerial and technological fields of
cloud manufacturing since it was first coined in 2010. Most of the research topics
are conceptual and focus on key enabling technologies. Some of them aim to
technically implement cloud computing in manufacturing concerns, such as in
service systems, while others focus on resource sharing, service models, and so
on (Ren & Cao 2013). In general, there are two levels of cloud manufacturing
service systems:

e Lower level: this is a manufacturing version of the social network (Gould
2014) that can support business sharing (Wang & Xu 2013b). It acts likes
a web portal and provides real-time communication and information
exchange. The final products or mature business services are categorized
and published in this portal by providers. Searching and matching
algorithms are used to help the demanders allocate best fit products or
services, and suitable products or services are locally provided to
demanders. Alibaba, ThomasNet, and GlobalSpec are a good example of
this level of service system.

e Higher level: This is a B2B cloud manufacturing platform (CMP) that
provides a full integration of back office with shop floor and offers
collaboration in the manufacturing process across different factories. This
CMP also includes providers and demanders. But they are not focusing on
final products along, instead the manufacturing resources and capabilities
are virtualized and encapsulated as services (Wang & Xu 2013b). These
services are requested by demanders to accomplish the manufacturing
activities. CMP offers a fundamental framework that aids in managing all
activities that occur during the collaborative manufacturing process (Laili
et al. 2012).

1.2 Research Objectives

In this research, cloud manufacturing is examined through the combined
theoretical lenses of services science (SS), enterprise integration (EI), and
strategic management (SM). This research provides an enhanced understanding
of the circumstances whereby companies are willing to adopt cloud
manufacturing for their business. Successful cloud manufacturing
implementation means establishing full understanding about a series of
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intermediate processes, which including interoperations and interactions among
separate enterprises, from raw material to finished products (James & Chung
2015). Furthermore, when the cloud manufacturing environment is increasingly
complex, no single comprehensive solution that can be applied to all
circumstances. Consequently, it is of importance to analyze how companies adopt
and select cloud manufacturing solutions, and also how this new technology
affects companies’ business strategy or business infrastructure. After all, it is not
the technology itself which creates value but the business processes that make
good use of the technology.

More specifically, two primary research problems (RP) are formulated in this
dissertation:

e RPi1: What are the implications of the cloud in manufacturing
industry?

e RP2: How do manufacturers leverage the cloud to shape and
support their business strategies?

These RPs highlight that this dissertation is focused exclusively on cloud
manufacturing and its related issues. They are mainly answered by a conceptual
framework of cloud manufacturing, and also a cloud manufacturing adoption
strategic model, respectively.

According to the increasing amount of research in this competitive area, new
efforts are being continuously made by researchers and practitioners. Although
many concepts, models, and methods have been developed for some years, most
of them are partial approaches, focusing only on some aspects. There has thus far
been no report on an integrated cloud manufacturing environment. Therefore, it
is very necessary to step forward and elevate the research to a new level. With
this study, there is an attempt to meet this need and extend the current cloud
manufacturing literature using an alternative research method. Four specific
research objectives are constructed to serve as basis for guiding this study:

e To gain a comprehensive understanding of cloud manufacturing.

e To study the effect of cloud computing on the manufacturing industry
from both the business and the technical perspectives.

e To investigate possible implementations of cloud manufacturing.

e To provide a conceptual approach for manufacturers to think critically
about adopting their business in a cloud manufacturing environment.
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With these purposeful objectives, this dissertation should not only be of academic

interest but also have important managerial implications.

1.3

Research Motivation

It is crucial to define the motivations of research. There are several main reasons
for undertaking this research:

The research is very timely: Since cloud manufacturing is still in its initial
stage of evolution, it will be gradually unfold and fully revealed. Because
of the novelty of cloud manufacturing, it ensures that this research has
built a leadership position and will not be outdated within at least five
years. Especially for Europe, which is standing at a crossroads in moving
to a new business pattern of industrialization, it is very critical to carry
out research in this area.

The research is very necessary: Wu et al. (2013b), Li, Zhang & Chai
(2010), Tao et al. (2011b) and Huang et al. (2012) emphasize the
challenges associated with cloud manufacturing implementation; for
instance, lack of standards for describing cloud services, lack of
technologies to support run-time scheduling, optimization and
collaboration, and also safety and security problems. These references
imply that it is essential to conduct more research and develop concerted
solutions in this field.

This research contributes theoretically: Liu et al. (2011) and Lu, Xu & Xu
(2014) indicate the importance of thinking diversified cloud
manufacturing deployment models for different-sized manufacturing
enterprises. For instance, large-sized enterprises may choose an internal
cloud while the small and medium sized enterprises (SMEs) may choose
the external cloud, and dynamic expanding enterprises can choose
federated cloud. Xu (2013) and Wu et al. (2013b) also point out that one
critical issue that needs to be addressed is identifying effective operation
modes (i.e., private, public, hybrid, and community cloud) and
strategically leveraging all the cloud deployment models. However, only
considering the cloud deployment is not enough. Cloud manufacturing is
facing calls for closer collaboration between discrete manufacturers.
Cloud manufacturing is not only about cloud deployment, but also other
options. Camarinha-Matos et al. (2008) emphasize the importance of
high level integration in flexible collaboration strategy. It is critical to
achieve common goals, mutual trust, and the ability to manage inter-
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1.4

organizational processes. Therefore, it is important to expand the current
research scope and move to a new research direction.

This research contributes practically: Furthermore, as a result of the
increasingly rapid changes in both technology and business,
manufacturers are seeking an approach to tackling the issues and
challenges in planning and deploying a cloud manufacturing environment
in concert with their specific business strategies and business priorities.
Similar in a cloud manufacturing environment, despite all the hype
surrounding cloud manufacturing, it is not a simple task to adapt the
cloud approach to a traditional manufacturing business paradigm.
Companies are facing some obstacles to adopting a cloud approach, i.e.,
they are in different stages of cloud solution acceptance and they have
different technological structures in adopting cloud infrastructure.
Therefore, it is important to avoid a one-fits-all solution and thereby
compromise the business benefits. More specifically, different companies
have different business conditions and thus require different cloud
solutions (Lu, Xu & Xu 2014). Therefore, it is imperative to ensure
alignment in terms of the strategic objectives of cloud manufacturing. It is
important to design a strategical alignment model for discrete
manufacturers to accelerate the cloud computing adoption, and achieve
intelligent management and efficient collaboration across the value chain.

This research will stimulate further studies: Even though comprehensive
research is conducted, the research findings are still at the beginning
stage. Therefore, further research related to both theory and practice in
cloud manufacturing will be recommended.

Research Method

In order to answer the two research problems pre-defined in Section 1.2, four

case companies were included to explain the concept of cloud manufacturing and

to illustrate the entire cloud manufacturing process. Interviews and workshops

with various industrial managers and workers were organized to obtain specific

primary data and to initiate dialogues between the researcher and managers. A

set of meetings was carried out to elicit the system implementation requirements.

More detailed, closely-knit case specifications were described in seven individual

papers published in different international journals.

The overview objectives of the first publication were to define the scope of cloud

manufacturing and to demonstrate the cloud manufacturing implementation to a
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large size company. The second publication explored the collaboration
relationship between SMEs, and designed a cloud-based manufacturing
information system platform to support all the cloud manufacturing activities.
The third publication, in conjunction with the fourth publication, jointly
discussed the impact of big data in the manufacturing industry, and also
provided a solution to implement cloud-based data storage. The fifth, sixth and
seventh publications presented the designs and applications of the Cloud
Manufacturing Platform (CMP) in different contexts to support different
manufacturing services.

Additionally, this research also evaluates the alignment between cloud strategy
and manufacturing strategy for realizing the benefits of cloud manufacturing.
The cloud manufacturing strategic model (CMSM) is designed to help
organizations extend their processes and IT architecture from cloud of record to
cloud of engagement, from lean and efficient to agile and effective. Equally
important, CMP is designed to support the mix of structured and unstructured
manufacturing processes. CMP becomes critical factor in today’s diversified
business environment. Moreover, the CMP implementation map is a framework
to enhance cloud manufacturing performance backed by technology components
that can be road mapped into any enterprise environment. Jointly, the CMP,
CMP implementation map, and CMSM provide guidance for aligning technology
capabilities or ‘pillars’ with business priorities.

The contributions of this dissertation are twofold. First from the scientific aspect,
the findings and relevant theories created in this dissertation can fill a research
gap in the area of adopting cloud services in enterprises to improve their
business, and provide a new solution for enterprise integration. It also extends
the scope of service science by intensively elaborating the concept of
manufacturing as a service. Moreover, the research on cloud manufacturing and
the knowledge explored in this dissertation can be easily transferred to other
kinds of enterprise systems in other industries. The knowledge is convertible,
meaningful, and referential. Secondly, from the practical aspect, it will provide
support to organizations, not only large size companies, but also SMEs, which are
attempting to expand their business and collaborate with other SMEs. In terms of
cloud service providers, they can obtain more knowledge about cloud
manufacturing as a whole picture and network. They can provide better services
to the cloud service consumers over the cloud manufacturing platform.

This dissertation can be beneficial to researchers, who are attempting to tackle
the primary issues of cloud manufacturing and need information and insight in a
useable way. It is also suitable for people who have difficulty in moving into CMP,
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so that guidance such as CMP implementation map, is needed. These are the key
drivers that will be addressed through CMSM.

1.5 Structure of the Study

This study presents essential literature related to cloud manufacturing and
different approaches to adapting to a cloud manufacturing environment. It also
introduces the main issues related to how to align business strategy with
manufacturing strategy in cloud manufacturing from the organizational
viewpoint:

e Chapter 1 presents the research background and research motivation

e Chapter 2 identifies the theoretical foundation and a systematic literature
review related to cloud manufacturing, existing definitions, as well as
research and development activities in both academia and industry.

e Chapter 3 explains the main methodology applied in this research. An
appropriate research model is designed based on the research paradigms.

¢ Chapter 4 explores the author’s contribution by presenting the findings of
the included seven individual publications. Qualitative case studies are
developed to the main research problems. This chapter builds a further
framework for the research by presenting a comprehensive conclusion
developed from RP1.

e Chapter 5 explores the issues of research and also extends the current
state of cloud manufacturing strategies by addressing RP2. A strategic
alignment model is designed to help enterprises moving towards cloud
manufacturing.

e Chapter 6 outlines the research conclusions and discusses the benefits of
the proposed strategic alignment model for managers.
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2 LITERATURE REVIEW

This chapter aims to present the relevant literature in this research context and
to build the theoretical foundation for this research.

2.1 Conceptual Framework

The major two aims of this study are to design an integrated solution for the
cloud manufacturing environment and to propose an approach for
manufacturers to think strategically and make the move to cloud manufacturing.
Although much significant and insightful research has been found in recent
years, theoretical challenges and issues remain in current research. Scientific
foundations for supporting the modeling, analysis, and design of cloud
manufacturing have not yet been fully developed. This section mainly focuses on
discussing the theories and determining the scope of this research.

Theories give the research credibility and serve as a foundation to understand the
development of knowledge. As White (2009) indicated, a theory is a contested
term, and while many people write about it, they do not always refer to exactly
the same thing. According to Bryman (2008), the research foundation can be
depicted by means of ontology. Evolution in the manufacturing domain is an
integration of enterprise business and information systems at both strategic and
operational levels beyond the scope of operations research. Particularly in the
context of cloud manufacturing, cloud computing, as a multidisciplinary research
term, intensifies current business structures and improves enterprise
information systems (He & Xu 2015).

After a thorough study of different theories in the literature, this research is
conducted based on three main theories: Service Science (SS), Enterprise
Integration (EI), and Strategic Management (SM). SS is an interdisciplinary
approach and it is a combination of engineering and management science. EI
represents the technology aspect, while SM represents the manufacturing
strategy and management aspect. These theories jointly define the breadth and
depth of this study, and they provide an ultimate direction for cloud
manufacturing-related research:

e Service Science: services are value-added intangible business activities
to support business process (Cardoso, Voigt & Winkler 2009).
Manufacturing industry has already undertaken a major transition to
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services in both the sales and business structure (Hidaka 2006). The
objectives in SS are to analyze services, manage services, raise the
productivity of services, and explore a framework for service innovation
(Hidaka 2006). It is not only about customers’ high-level requirements,
but also about better value creation through a shift from providing
products to providing services (Baines et al. 2009). As suggested by Bell
(1973), knowledge-based services would elevate manufacturing to a new
level and act as a growth engine for the manufacturing economy (Bell
1973). SS is the key theory in this thesis. It implies the development trend
of cloud manufacturing from only selling final products to providing
manufacturing resource and capabilities as services.

¢ Enterprise integration: EI has emerged as an extended research
domain since computer integrated manufacturing (CIM) was developed in
the 1990s. There are two sub-themes in EI research: ‘enterprise modelling
and information technology’ (Panetto & Molina 2008). EI defines the
approach to model the activity flow that enable organizations to integrate
and coordinate their business processes and information systems (Li et al.
2012). Over a decade, more and more enterprises have carried out
enterprise modeling. In this research, the main focus is to define
collaboration models among different companies, and EI is an important
base for establishing understanding of collaboration activities.

e Strategic management: SM is about decision making and linkage
between business strategy and operation strategy (Hayes & Wheelwright
1984). In the manufacturing industry, the strategy acts in supporting the
consistency between business and the manufacturing processes, for
competitive advantages (Blackstone & Cox 2005; Dangayach &
Deshmukh 2001). SM in this research serves as a coordinated approach to
facing the challenges in moving towards cloud manufacturing ecosystems.

With the development of technology, it is becoming more and more complicated
to design enterprise information systems (EIS) in manufacturing environment,
and they have lower interoperability (Li et al. 2012), the EI should be considered
at three different levels: from the function, to the system, and to the organization.
In the meanwhile, more and more manufacturers shift their business towards a
service-oriented, and customer-driven paradigm (Lartigau et al. 2015). The entire
concept of cloud manufacturing is to provide an EIS to integrate and share
different services among manufacturers. In recent years, emerging technologies
such as cloud computing, Web 2.0, WSN (Wireless Sensor Network), RFID
(Radio Frequency IDentification), or other cutting-edge technologies make it
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possible to develop a suitable integrated EIS. It is thus believed that SS can offer
insights into effective cloud manufacturing service platform design, accelerating
the business model changes through exploration of the cloud manufacturing
concept. In the early stage, services in manufacturing refer to different value-
added activities, such as maintenance and assistance (Hidaka 2006). However, in
the cloud manufacturing context, the scope of services is extended: it not only
increases customer values, but also increases companies’ values, partners’ values,
and in other words, this new business ecosystem with new manufacturing
business and technical strategy is beneficial to all the parties related. Many
earlier studies have often investigated cloud manufacturing from many
theoretical aspects. But most of the research adopt single theory lens. In this
study, different theoretical perspectives will be combined and used as an
integrated theoretical lenses to investigate cloud manufacturing and to generate a
holistic view of cloud manufacturing. By doing so, it will contribute to improving
the effectiveness of cloud manufacturing and to enhance the process of moving to
cloud manufacturing. Figure 5 presents an overview of the conceptual framework
of this study.

Theoretical Foundations

Service

™ Science

\
>
Y

Figure 5. Conceptual framework of the dissertation

As mentioned, the theories provide the holistic theoretical structure of research
model. Therefore, the logic of this research is to find out the challenges and
requirements in the manufacturing industry, and then exam them through the
theoretical lens. The output of this study should be the manufacturing business
and the technical strategy. To fulfill this requirement, the next step is to find out
the manufacturing trends and challenges.

2.2 Manufacturing Industry Trends and Challenges

In recent years, internet technology, IT, and other relevant technologies have
been fast developed and widely applied. Future scenarios of the manufacturing
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industry place ICTs at the core of its development. Innovation in the
manufacturing industry needs to speed up to respond to the development of ICTs
in order to heighten product quality and reduce problems and other obstacles.

In today’s globalization manufacturing business, many companies have changed
their business model from highly centralized vertical operations to horizontally
integrated operations. The companies did not produce everything locally but
needed to work in tandem globally with other companies such as suppliers,
partners, and customers (Gould 2014). But current manufacturing solutions have
not made the transition to support distributed operations. There are three main
prevailing tendencies in manufacturing industry: more and more partners are
involved, more and more dynamic and complicated customer requirements are
appearing, and business processes are becoming more and more distributed
(globalization) (Ford et al. 2012). Four prevailing tendencies are identified in
previous research (4A) (Liu & Jiang 2012), and all these trends drive the
requirements and development directions for the next generation of distributed
manufacturing environment:

e Active: Means to achieve concurrency in all operations to rapidly respond
to the changing market, reduce products’ time-to-market, and to shorten
the product’s lifecycle (Romero et al. 2009; Shamsuzzoha, Helo & Kekale
2008)

e Agile: Refers to the ability to be more adaptive to different business
scenarios. Besides effectively responding to changing needs, it also
important to be flexible at the business level and to be reconfigurable at
the system level (Romero et al. 2009). It is critical to minimize spare time
and to maximize the usability of resources/capabilities, and consider
human factors to increase end-user workforce productivity.

e Aggregative: Means integrating all the partners from disparate locations,
and supporting a closer relationship with each other. The integration
mainly refers to the data integration to improve internal communication
within a company and external communication across different
companies (Chituc & Restivo 2009). Aggregation and communication are
achieved by run-time information flows, instantaneously transforming
data gathered from diverse sources into insightful knowledge for
supporting effective decision-making.

e All-aspects: Means covering all the aspects of the manufacturing industry
to enhance the overall business process efficiency, to target
manufacturing processes and related activities not only within a
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particular company but also in a network of companies in the whole
supply chain (Chituc & Restivo 2009).

However, the current manufacturing environment involves several issues, and
some of them have a direct impact on the manufacturing paradigm. Due to issues
of lack of open and flexible architecture, lack of effective operational mechanisms
and efficient tools, lack of strong management mechanisms, and also lack of
reliable safety solutions (He & Xu 2015), new substantial challenges are set for
the manufacturing industry, namely the 4S’s:

e Standardization: Many different machines, systems, information and
people are distributed through the whole manufacturing process, so that a
standard is required to integrate decentralized resources and control
centrally. The purposes of standard are to define product structure, to
establish central management across manufacturers, and to integrate
distributed production (Qanbari et al. 2014). More specifically, a standard
of data exchange between organizations is required (Helo & Szekely
2005). Standardization is the foundation of solving another three
challenges.

e Sharing: Data sharing among different companies is very critical (Helo &
Szekely 2005). In order to create collaborative manufacturing
environment, distributed information should be able to be interpreted
and acquired by different companies. However, information sharing is
very difficult to achieve for many reasons: not only the huge amount of
data, confidentiality of information, and the complexity of knowledge, but
also the geographical distribution of existing partners’ information
systems (Valilai & Houshmand 2013). Lack of efficient integration tools
and the complexity of manufacturing collaboration processes hinder
information sharing (Valilai & Houshmand 2013).

e Security: Security is always a major concern of users. All data must
undergo integrity and quality checks to ensure security (Veas et al. 2013).
Cloud infrastructure can provide a security platform which can meet the
need for development and security of high-end manufacturing
equipment. Cloud-based remote access is a solution for plant-floor
networks and it intensifies the understanding of how the IoT translates
into practical use. It is important to set up security rules to protect against
opening up plant networks to cloud-based remote access.

e Scalability: Scalability is one of the critical issues still not fully addressed
yet (Wu et al. 2013b), because it can be considered horizontally (in term
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of flexible increase or decrease cloud manufacturing instances) and
vertically (in term of flexible increase or decrease the manufacturing
resource). Scalability must be implemented at certain levels in different
situations (Wu et al. 2013b).

All these aforementioned prevailing trends (4A) and issues and challenges (4S)
set requirements for a new manufacturing paradigm and a better-integrated
collaboration tool with business systems, as shown in Figure 6.
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Figure 6. Issues in current manufacturing industry

Besides all the functional requirements in the manufacturing industry, there are
several non-functional requirements related to more stringent regulatory
mandates, such as emission standards, green behavior, banned materials, etc.
(Kang et al. 2013).

With all the effort to address these limitations and requirements, it is required to
have a platform to support a new model in the manufacturing industry. In
competitive business, collaborative approach enable manufacturing companies to
expand their business with more capacity. Therefore, they can quickly responsive
to the changing business. This collaborative manufacturing environment can be
achieved through sharing product data and information. Besides, manufacturing
agents usually are involved to enable a collaborative environment, to ensure
agility in satisfying customers’ requirements, and to allow the autonomous and
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distributed companies working in tandem (Lartigau et al. 2015; Valilai &
Houshmand 2013).

Although the new manufacturing model consists different geographically
distributed partners, each partner works with its own resources and capabilities
directed to particular functions in manufacturing process. Despite the IT
evolution and improvements facilitate the exchange of knowledge and
manufacturing information in this business model, there is a long way to enable
management of different manufacturing operations from multi-companies,
multi-plants, multi-locations, with multi-site planning and control. However,
many traditional EIS supporting the local manufacturing operations are designed
to work as standalone agents, they cannot solve complicated problem when the
manufacturing operations are in distributed locations (Valilai & Houshmand
2013). Therefore, there is a need for a fully integrated solution.

2.3 Cloud Computing in the Context of Manufacturing

In this new industrial wave, the manufacturing industry is supported by new
technologies, i.e. Internet, analytics, and also integrated with assets, i.e.
machines, facilities, and fleets. IT and related smart technologies are enabling a
major transformation in the manufacturing industry. Cloud computing is one
such technology. NIST defined cloud computing as (Mell & Grance 2009):

“a model for enabling ubiquitous, convenient, on-demand network access to a
shared pool of configurable computing resources (e.g. networks, servers,
storage, applications, and services) that can be rapidly provisioned and
released with minimal management effort or service provider interaction.”

The key characteristics of cloud technologies are available in distributed
environment and dynamically reconfigurable. Adopting companies can request
the cloud resource to meet their demand. Under this everything-to-cloud (i.e.
X2C) trend, everything is virtualized as a service (i.e. XaaS), e.g. SaaS, PaaS and
TaaS.

Cloud computing is the evolution of several technology trends, such as Internet
delivery, ‘pay-as-you-go/ use’ utility computing, elasticity, virtualization,
distributed computing, storage, content outsourcing, Web 2.0 and grid
computing, and so on. Because it is a multidisciplinary research field, the
business oriented evolution should be consider as well (Foster et al 2008).
Implementing cloud computing means a paradigm shift of both the business and
IT infrastructure (Xu 2013).
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In reality, many companies are struggling to achieve cost effective manufacturing
strategies. Cloud computing gradually becomes one of the major enablers for the
manufacturing industry to achieve their business goal in high-level collaboration.
It is reasonable and possible for manufacturing businesses to embrace the
concept of cloud computing to give rise to the manufacturing version of cloud
computing, i.e. ‘cloud manufacturing’ (Xu 2013). Cloud computing can transform
the traditional manufacturing business model to produce an innovation business
model with the help of intelligent factory networks. Naturally, the distributed
manufacturing resources can be also virtualized and encapsulated as
manufacturing services that be managed centrally. This service model can easily
integrate and provision everything at low cost, and achieve high automation with
flexibility (Xu 2013; Wang & Xu 2013; Chen, Chen & Hsu 2014).

Of course, Downing & Schultz (2015) point out that the benefits of cloud
computing tend to be more than simply cost saving, but focus on more strategic
topics, for instance, supporting collaboration, making the manufacturing more
agile and adaptable, providing more possibilities of mobility, making it easier to
supply IT support for operations from a central location, etc. (Field 2015). Cloud
computing can give two competitive advantages to manufacturing: cumulative
economic benefits and innovative technological benefits, as shown in Table 1.
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Table 1.
manufacturing industry

Economic and technological benefits of cloud computing to

Economic benefits

Cost efficiency: no duplication of software/hardware and
no unnecessary IT investment

Ren et al. 2014;

More responsive business solution: continuous availability,
easy access to information and easy to accommodate the
business needs

Parker 2011

Business model transformation: a new service delivery
model, strong alignment with business capabilities and
business model transformation

Qanbari et al.
2014; Parker 2011;
Talerico 2014

Increased visibility: not only internal visibility but also
across companies boundaries, particularly when different
partners are involved

Shacklett 2010

Technological benefits

Standardized communication: it can be achieved by a
flexible and scalable virtual platform

Chen, Chen & Hsu
2014; Ren et al.
2014

Consolidated infrastructure: enabling data integration and
centrally managed IT resources, and eliminating
geographical constraint

Field 2015;
McDonald 2014

Connection with shop floor: creating a virtualized layer
based on physical resources at shop floor layer and
integrating the distributed product lines to enable
collaborations

Qanbari, Li &
Dustdar 2014;
Qanbari et al. 2014

In addition to all the benefits brought above by cloud computing for
manufacturing, a main contribution is its collaboration support capabilities. It is
important to create an understanding of cloud computing in the manufacturing
industry as a technological innovation.

Cloud computing is a disruptive technology that leverages many other existing
technologies, such as utilities computing, parallel computing, and virtualization
(Wu et al. 2014). All these technologies jointly support the IT atmosphere of
cloud-enabled manufacturing, and also act as a catalyst to enable business
transformation. Big data is another concept profoundly influence the
development of the manufacturing industry. Big data refers to the management
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of massive data collected from the manufacturing assets, such as sensors and
microchips, and transforming these valuable data to decision making
information. Big data analytics can support activities related to IoT and also CPS.
IoT technology can virtualize and control the physical world by effectively
connecting and communicating, while CPS connects the physical world with
cyber systems. Big data analysis is used to tackle most of the data relevant
challenges and issues. Big data is a new method for business intelligent and
resource sharing (Tao et al. 2014). In a recent study on supply chain trends,
about 60% of the respondents actually had planned to invest in big data analytics
in product lifecycle management within the next five years (Handfield et al.
2013).

Cloud computing and big data have both been widely studied and applied in the
manufacturing sector. At the same time, HPC, SOA, virtualization technology,
embedded technology, etc., have provided new methods to address the
bottlenecks faced by the existing manufacturing industry. All the important
technologies and their impact on the manufacturing industry are listed in Table
2.
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Table 2.

Relevant technologies

Relevant

Technologies

Impacts on Manufacturing Industry

References

Cloud
computing

It is the most essential and fundamental
concept in cloud-based manufacturing, and
provides both IT infrastructure and a new
business model.

Xu 2012

Big Data

It deals with an enormous amount of data
collection generated by IoT connections and
CPS activities. IoT connects smart devices in
the manufacturing industry and enables the
interconnection of different objects, while CPS
integrates computation and physical processes
in manufacturing. The emerging of big data
ensures that the manufacturing
resource/capabilities are instrumented.

Wang et al.
2015

High-
performance
computing
(HPC)

HPC is used to solve large-scale and complex
manufacturing issues and carry out parallel
collaborative manufacturing. Currently, grid
computing and parallel computing are
expanding the capability of HPC, and providing
more technical possibilities for distributed
manufacturing activities.

Tao et al.
2011a;
Zhang et al.
2014

Service
Oriented
Architecture
(SOA)

It is an architectural approach to cloud-based
manufacturing, and provides a collection of
technologies, i.e. web service, ontology, and
semantic web for the construction of a virtual
manufacturing and service environments. In
cloud-based manufacturing, all the
manufacturing resource/capabilities are
provided as services. This architecture can
ensure the communication between different
services through standard interfaces and
protocols.

Tao et al.
2011a

Virtualization

It is a key enabler in cloud-based
manufacturing. This intelligence technology

provides a virtualized service to users, and the

Wu & Yang
2010
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services are generated based on the physical
manufacturing resources/capabilities.
Virtualization can enable sharing,
management, and collaborative activities.

2.4 Cloud Manufacturing

The role of cloud computing has shifted beyond its technology impact and
business influence. It brings opportunities to the manufacturing industry.
Therefore, a fully integrated cloud computing solution in manufacturing should
also enable seamless global business management. It should include
comprehensive support for enterprise collaboration and instant real-time
communication in all aspects of the manufacturing operations. It should be easily
adapted from traditional production to discrete manufacturing to complex, and
concurrently discrete manufacturing processes.

Cloud manufacturing contains different definitions and perspectives. In general,
it converges different elements, as demonstrated in Figure 7. This holistic
concept illustrates the scope of cloud manufacturing. It is a consolidated core for
all the elements requirements in the manufacturing industry:

e Manufacturing users: both factories and business partners are users of
cloud manufacturing. However, the end users can be individuals from any
level of the organization.

e Manufacturing technological applications: all the required software, data
storage, computing tasks, etc. that can be deployed on the cloud
computing platform (Wang & Wang 2015).

e Manufacturing resources: a collection of devices, equipment, machine
tools, robots, monitors, etc. that are provided by distributed factories and
centralized in the resourcing pool, and can be shared with others (Wang &
Wang 2015).

e Manufacturing capabilities: they refer to working abilities defined based
on task demands and business opportunities (Luo et al. 2013).
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Figure 7. Holistic view of cloud manufacturing

The purpose of cloud manufacturing is to provide a collaborative work
environment for companies and their partners in the entire manufacturing
ecosystem. Users acquire for the services and associated resources to complete
their manufacturing tasks. By using cloud-based technologies, all the
heterogeneous and regional distribution manufacturing
resources/manufacturing capabilities are virtualized and digitalized, and present
through the cloud manufacturing with its cloud resource pool (Luo et al. 2013).
Cloud manufacturing aims to orchestrate and allocate such distributed
manufacturing resources/capabilities and render production services for users to
seamlessly enable manufacturing on demand (Qanbari, Li & Dustdar 2014).

Although no legal entity exists beyond this collaboration, cloud manufacturing
covers all the processes across the entire production lifecycle and provides all
types of manufacturing resources as services. To implement a system to support
all the activities of cloud manufacturing, a cloud manufacturing system is needed.
The development of this system should be synchronized with the enterprise
integration and manufacturing strategic management. It should support the
servitization by considering products, resources and all related elements in the
manufacturing process.
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Purdue Enterprise Reference Architecture (PERA) is a reference model of
enterprise architecture targeting the manufacturing environment. The PERA
functional hierarchy model has three decision-making levels: business planning
and logistics, manufacturing operation, and control. ISA-95 standard defines the
information flow between the MES (Manufacturing Execution System) and
various heterogeneous connected systems. Based on the study of other
architecture, a cloud manufacturing framework is proposed by Qanbari et al.
(2014). The pyramid maps the data flow from the shop flow to the back office in
five distinct levels, namely, the manufacturing virtual applications layer,
manufacturing core services layer, manufacturing execution system layer,
manufacturing service bus layer and manufacturing infrastructure resource layer
(Qanbari et al. 2014). They are organized from the most basic to the most
sophisticated.

Figure 8 illustrates the information flow and operating principle based on input
& output model (IOM). IOM takes the input and output variables into
consideration, and reveals the interactions of the system and its environment (Bi
et al. 2014). In cloud manufacturing, the input is manufacturing resource and
capability which include all relevant elements that play a part in a manufacturing
lifecycle (Ren et al. 2015).

The cloud manufacturing activities are based on every partner’s own input, from
the physical facilities (i.e. materials, energy, etc.), physical actions
(manufacturing activities), execution plan (schedule and availability), to the
collaboration rules (to what extent they attempt to collaborate with other
companies). The output of cloud manufacturing is services that providing to
customers. The services provision in cloud manufacturing is considered from
virtualized resource, virtualized capabilities, operation process and collaboration
states. The cloud manufacturing environment can be mainly decomposed into
four layers: the infrastructure layer, including all the resources to fulfill the
manufacturing requirements; the competency layer, including all the capabilities
of production; the control layer, including manufacturing operations and actual
execution; and the management layer, responding to the collaboration and
relationship with other partners.
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Figure 8. Cloud manufacturing framework

The cost of implementing solutions in all layers is prohibitively expensive for
most SMEs. Cloud-based solutions will help SMEs by providing scalable
solutions regardless of the company’s size. Early adopters are increasingly
considering cloud manufacturing as solutions when implementing a wide array of
EIS, not only owing to its competitive prices, but also a variety of other
advantages of cloud computing. The benefits of cloud manufacturing can be
summarized in the following respects: closer partner relationships, flexibility,
additional data analysis capabilities, efficiency, and, of course, cost savings (see
Table 3).

Table 3. Benefits of cloud manufacturing

Value Disciplines Cloud Manufacturing

Closer partner All partners are more transparent and equal to each

relationships other

Flexibility The decision on the capital investment and capacity
expansion are flexible

Additional data analysis Accelerated data analysis by more data availability

capabilities

Efficiency Parallel processing mechanism

Cost savings Relatively low initial investment and usage costs
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It is not possible to make the challenges entirely disappear. However, cloud
manufacturing strategy is the core to face up to and overcome the challenges. The
enterprise needs to have a strategy or plan to adopt and implement cloud
manufacturing. This strategy can provide some serious considerations around
how cloud manufacturing can leverage business capabilities with IT capabilities.
The strategy can ensure that the value of an investment is fully realized and all
the challenges are addressed.

2.5 Research Contributions in Cloud Manufacturing

Current cloud manufacturing research is in its initial stage. Based on literature
review, the common research topics are about cloud manufacturing concept,
general system design and key technologies to enable the structure (Tai & Xu
2012; Chen 2014). However, the research has rarely focused on the
manufacturing point of view (Chen 2014). Although both cloud manufacturing
and cloud computing emphasize the sharing of resources from the technical
perspective, the characteristics of manufacturing make the implementation of
cloud manufacturing more complex than cloud computing from the business
point of view (Tai & Xu 2012). Therefore, there is a need for research on
manufacturing-oriented cloud manufacturing also supplemented by technology.

2.5.1 Definitions and Taxonomy

Cloud manufacturing research can be discussed from four different views:
functionality, resource, information, and manufacturing process (Lv 2012).
However, the function view and resource view are generally used by most
researchers to describe their understanding of cloud manufacturing (He & Xu
2012). Some previous papers focus on technical interoperability, whereas others
address environmental and organizational issues (Panetto & Molina 2008). But
cloud manufacturing addresses both simultaneously. Table 4 distinguishes the
concept of cloud manufacturing presented by different researchers.
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Table 4. Comparison of definitions (Listed in chronological order)

Reference Definition of cloud manufacturing

Li, Zhang & “Cloud manufacturing is a service-oriented, knowledge-based

Chai 2010 smart manufacturing system with high efficiency and low energy
consumption”

Tao et al. “Cloud manufacturing is a new service-oriented manufacturing

2011b model, and it integrates different technologies such as networked

manufacturing, cloud computing, IoT, virtualization and service-
oriented technologies to support collaboration, sharing and
management of manufacturing resources”

Mezgar 2011

“Cloud manufacturing is an integrated supporting environment
both for the sharing and integration of resources in an
enterprise. It provides virtual manufacturing resource pools,
which foster the heterogeneousness and the regional distribution
of resources by way of virtualization. Cloud manufacturing
provides a cooperative work environment for manufacturing
enterprises and individuals and enables the cooperation of
enterprises”

Tai & Xu 2012

“Cloud manufacturing is a new service-oriented, efficient and
energy-saving, knowledge-based, networked intelligent
manufacturing model. Heterogeneous manufacturing resources
can be virtualized and deployed on the cloud service platform,
and they are shared by different complex collaborative
manufacturing demands. The services are used to offer support
for all stages in the full lifecycle of manufacturing, covering
product design, simulation, experiment, fabrication, and
logistics. The aim of cloud manufacturing is to organize
effectively all kinds of manufacturing resources separated in
different enterprises”

Klosowski “Cloud manufacturing is a model for enabling ubiquitous,

2012 convenient, on-demand network access to a shared pool of
configurable manufacturing resources (e.g. manufacturing
software tools, manufacturing equipment and manufacturing
capabilities) which can be rapidly provisioned and released with
minimal management effort or service provider interaction”

Wu et al. “Cloud manufacturing is a customer-centric manufacturing

2013b model that exploits on-demand access to a shared collection of
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diversified and distributed manufacturing resources to form
temporary, reconfigurable production lines which enhance
efficiency, reduce product lifecycle costs, and allow for optimal
resource loading in response to variable demand customer-
generated tasking”

Qanbari et al. | “Cloud manufacturing is a distributed manufacturing execution
2014 model, where underlying resources envisaged in the internet of
things are elastically exposed and utilized as cloud services, then
composed and orchestrated for utilization as cloud services, then
composed and orchestrated for a manufacturing task in an on-

demand fashion”
Ren et al. “Cloud manufacturing is a smart networked manufacturing
2014 model that embraces cloud computing, aiming at meeting

growing demands for higher product individualization, broader
global cooperation, knowledge-intensive innovation and
increased market-response agility”

Chen et al. “Cloud manufacturing is a computing and service-oriented
2014 manufacturing concept developed from existing advanced
manufacturing models, architectures, and enterprise
information technologies under the support of 10T, service
computing, virtualization, and advanced computing
technologies”

By summarizing and comparing all the definitions, it is clear that a shared
understanding is the manufacturing resources (hardware and software) and
capabilities transformation, from physical products into intangible cloud-based
services, and then managing services over the Internet (He & Xu 2015).

2.5.2 Comparison with Current Manufacturing Paradigms

Although the concept of cloud manufacturing is new, the fundamental concepts,
such as virtual enterprise and distributed manufacturing concepts, have been in
existence for some time, and some of the proposed systems and frameworks bear
visible traces of cloud manufacturing or make contributions to cloud
manufacturing systems. This section discusses some of these research outcomes.

Several new manufacturing paradigms have been proposed in recent years to
solve manufacturing problems and overcome the classical manufacturing
challenges. In this section, different research intensification on new
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manufacturing paradigms is presented. In parallel, the differences with cloud

manufacturing are discussed in Table 5.

Table 5. Other manufacturing concepts proposed recently
Concepts | Main Definition/Characteristics | Difference to cloud
references manufacturing
Crowdsour | Ren et al. It is based on an ‘idea Customers have vague
cing 2014 ; Wu competition’ model. A ideas about their product,
et al. 2012 particular business problem is | no specific target services
outsourced to the general providers. It mainly
public or a large targeted focuses on collaborative
group, and expertise can all design process.
participate to get the best
results/solutions.
Networked | Park & It refers to the integration of The centralized operation
manufactu | Jeong 2013 | distributed resources for a management of the
ring small-scale collaborative services is lacking in this
environment for a single business model. It limits
manufacturing task. in the choice of different
operation modes, and
embedded access of
manufacturing equipment
and resources.
Agile Yusuf, It creates the environment to | Emphasizes the
manufactu | Sarhadi & enable a quickly respond to adjustment to unexpected
ring Gunasekara | customer needs and market changes or events, but it
n 1999; changes while still controlling | mainly focuses on
Chituc & costs and quality. The four enterprise-wide
Restivo main characteristics of agile operations. Cloud
2009; Helo, | manufacturing are manufacturing also
Xiao & Jiao | visualization, market covers external
2006 sensitivity, integration operations (cross-
cooperation, and being enterprise).
network-based.
Virtual Chen et al. Different computer models In cloud manufacturing, it
Manufactu | 2014 and simulation technologies covers not only network
ring are used to digitalize the supported manufacturing

manufacturing processes and

process, but also points
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the production of products. out business
collaborations
Grid Tao et al. Provides a supportive Grid manufacturing
Manufactu | 2011b; Ai et | environment to coordinate focuses on resources
ring al. 2013 distributed and heterogeneous | integration, but cloud
manufacturing resources. manufacturing also
considers resource
distribution.
Holonic Chituc & A holon is an autonomous and | It is short of standards to
manufactu | Restivo cooperative manufacturing be widely accepted, it only
ring 2009 block with hierarchical control | covers manufacturing

manufacturing information
and physical objects.

partially. In contrast,
cloud manufacturing
covers the entire
manufacturing processes.

However, these most of models concentrate on discussion of applications along
product lifecycle manufacturing (Lartigau et al. 2015). In the research area of
networked and virtual manufacturing, the limitations are flexible operation

model, real-time access of physical resources, and security (Lartigau et al. 2015).
Helo, Xiao & Jiao (2006) highlight three requirements of structural changes in

agile management operations: the collaboration and synchronization of partners,
utilization of ICTs, and a new supply chain infrastructure and operations model.

Hence, the research focus should move towards more advanced business model,

cloud manufacturing.
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3 METHODOLOGY

The research methodology employed in this dissertation is presented in this
chapter. It includes the definition of research questions, philosophical
foundation, and details of research approach and design. Moreover, data
collection and analysis methods and research quality control are assessed.

3.1 Research Questions

Research
- . .
O— Cloud Manufacturing p1
o |\___ Framework & Model
~ [ | w T
g_.._- -§ c Cloud as a Business Initiative - g P2 |
5 15 P
g — 1 8% P3
™ o3 .
g —= 5 < Cloud as a Technical Enabler .
o 2 P4
S o = =
gJ_,, Cloud Manufacturing
| |Implemenation & Application P5 P6 P7

Figure 9. General view of the research questions and approach used in this
dissertation

The problem statement defines and presents the issue to frame specific
questions. In this dissertation, five research questions (RQ1-RQ5) were designed
based on pre-defined research problems (RP1 & RP2) to establish the link
between this research and other previous research. Seven publications (P1-P7)
were included to address these research questions. An overview of the
relationships between the research questions and publications is delineated in
Figure 9.

In this research, cloud manufacturing is a complicated concept with multi-
granularity features. It is supported by cloud-related technologies, and enables
collaboration and communication among enterprises and individuals for the
entire manufacturing process based on demand. As cloud manufacturing is not a
well-defined field of study, most research areas within this field are delineated by
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assumptions. The priority is to define the scope of cloud manufacturing. The first
research question is as follows:

RQ1: What is the concept of cloud manufacturing?

Cloud manufacturing is a repository of multidisciplinary knowledge from the
viewpoints of both business and technology. From the business perspective, it is
potentially creating new business models (Wu et al. 2012). From the technical
perspective, it makes use of internet- and cloud-based architectures, and
manages the manufacturing resources for sharing and collaboration (Laili et al.
2012). Cloud manufacturing leverages cloud computing in existing
manufacturing business models and IT infrastructure. Therefore, RQ2 & RQ3 are
structured as follows:

RQ2: What are the overarching business opportunities of
cloud manufacturing?

RQ3: What are the primary technical implications of cloud
manufacturing?

Customer relationship management (CRM) is one of the first business
applications to have been deployed on the cloud to streamline the workflow and
communication with customers. In addition, Enterprise Resource Planning
(ERP) is another important application deployed on the cloud, and it is used to
coordinate the various business functions of a manufacturer. But there are more
applications for different business purposes. However, prevailing research that
deals with cloud computing and cloud manufacturing domains does not cover
how to implement cloud manufacturing in practical terms, and does not have any
methodology to show how to build up a robust architecture to achieve the goal in
steps (Talhi et al. 2015). Therefore, RQ4 is intended to show some examples of
cloud applications in supporting business for the manufacturing industry.

RQ4: How to implement and transform applications to cloud
manufacturing?

It is important to determine how much benefit a company can obtain from
moving those systems to the cloud. In order to take full advantage of the potential
of cloud manufacturing, it is imperative to determine how it can be employed and
how its applications can be implemented to promote sustainable competitive
advantage. It is important to remember that migrating to the cloud does not have
to be an ‘all-or-nothing’ proposition. All the business related considerations, such
as operations, partnerships, and industry value chains, need to be taken into
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consideration (Downing & Schultz 2015). Therefore, it is important to determine
how to leverage the cloud to shape and support business strategies, and make
sure that the cloud manufacturing strategy is appropriate for the business goal.

RQ5: How can manufacturers anchor a cloud manufacturing
strategy within its business context?

When looking retrospectively, there are five major research themes (RT). These
research themes closely correspond to the research questions and are derived
from analysis of prior research. The research themes that outline the results of
the research are cloud manufacturing concept (RT1), cloud manufacturing
business implications (RT2), cloud manufacturing technological implications
(RT3), cloud manufacturing applications (RT4), and cloud manufacturing
adoption strategy (RT5). The relationships of research themes (RT), research
problems (RP), research questions (RQ), and publications (P) are demonstrated
in Figure 10.

Research Research Research Publications
Problems Questions Themes
Literature
Review
RQ1 RT1 P1l
P2
RQ2
RP1 RT2 ‘4 RT3 P3
0 \/ P4
P5
RQ 4 RT 4
P6
RP 2 RQS5 RT 5 p7
Discussion

Figure 10. Overview of the research themes and how the selected publications
are positioned



Acta Wasaensia 37

3.2 Research Strategy

Research is a systematic investigation to interpret collected data and to
understand a particular phenomenon or to answer specific questions (Mackenzie
& Knipe 2006). The research onion (Saunders et al. 2009) is a metaphor of the
research design process. It illustrates all the research paradigm elements and
helps researchers to understand the research process and guide them to make
research decisions (Saunders & Tosey 2012). The research paradigm explains the
way researchers studying and interpreting relevant knowledge (Mackenzie &
Knipe 2006). Table 6 systematically categorizes the research process according to
six dimensions, which represent all the layers of the research onion, from the
outermost layers to the subsequent inner layers. The core of this onion is the
selection of techniques used to obtain data, along with the procedure to analyze
these data (Saunders & Tosey 2012).

Table 6. All layers of the research onion elements and their associated
options

Research Onion | Options/Traditions

Layers

Research Epistemology: Objectivism; constructionism; subjectivism;

Philosophy Ontology: Positivism; Realism; Interpretivism; Pragmatism.

Research Inductive; Deductive; Abductive.

Approaches

Research Quantitative approach (Roots in positivism); Qualitative

Methodologies approach (Labeled as interpretivism).

Research Experiment, Survey, Case study, Grounded Theory,

Strategies Ethnography, Archival Research; Action Research;

Narrative Inquiry.

Time Horizons Cross sectional; Longitudinal

Data Collection | Sampling; Secondary Data; Observation; Interviews;

Methods Questionnaires

Research philosophy is a fundamental set of beliefs that guide research actions,
and it represents researcher’s stand point of knowledge (Saunders & Tosey 2012).
Research philosophy has two branches: epistemology and ontology.
Epistemology leads an imperative position in many kinds of research (Crotty

1998; Eriksson & Kovalainen 2008) and it helps to determine the researcher’s
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view regarding what constitutes adequate knowledge. Ontology is the study of
how something existed by its nature.

The nature of the relationship between theory and research is an important
factor. The deductive approach means formulating hypotheses based on theory
and then guiding research to examine particular phenomena. On the other hand,
the inductive approach means using empirical material to conduct research
leading to theoretical results (Bergman 2008). Most researchers use a mixture of
both approaches in their research processes, which means abductive reasoning.
When researcher’s objective is to discover new things, they use inductive and
abductive approaches; on the other hand, the deductive approach is fruitful when
developing propositions from new theory and attempting to test the theory in the
real world (Dubois & Gadde 2002).

Based on the different scientific paradigms, two main research methodologies
are: quantitative approaches (originating from positivism) and qualitative
approaches (originating from interpretivism) (Eriksson & Kovalainen 2008;
Gummesson 2000). They are considered from different research philology.

In most of information systems research with the aim of designing and
implementing innovative business solutions, a design-oriented approach is
chosen (Osterle et al. 2010). The main goal of this research is to use design-
oriented research to create a holistic understanding of cloud manufacturing, and
to provide guidelines for the innovation and operation of cloud manufacturing
platforms. This research follows the subjective interpretive approach. A
qualitative case study is adapted to follow inductive reasoning from specific cases
to general theory. Case study approach is an optimal option when the theories are
still in the formative stage (Benbasat et al. 1987). Qualitative research focuses on
understanding the key features of the cloud manufacturing phenomenon and its
ecosystem. This research mainly focuses on ‘what’ and ‘how’ questions that
belong to exploratory research. Therefore, case studies are used in this research.

3.3 Research Approach

Case study research is often used to examine the characteristics of a real-life case
and to answer the questions of ‘why’, ‘what’ and ‘how’ (Meyer 2001). It
emphasizes both the details of research and holistic knowledge based on
empirical sources (Tellis 1997; Eriksson & Kovalainen 2008; Meyer 2001).

There are two main challenges with case studies, namely generalization (Gomm
et al. 2000) and unexpected conditions of object during the process of the case
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study (Dubois & Gadde 2002). However, they are beneficial when other
companies facing similar problems and struggling with similar challenges. It is
important to follow an appropriate approach to face the challenges.

Different data collection methods are applied in case studies to get research data
from different aspects, such as interviews, questionnaires, and observation. The
combination of a quantitative spirit and qualitative data can produces better
results (Yin 2009; Flyvbjerg 2006; Voss et al. 2002; Eisenhardt 1989; Eriksson &
Kovalainen 2008).

Normally, case studies can include a single case or multiple cases, but single-case
studies limit the generalizability and produce information-processing biases
(Eisenhardt 1989; Leonard-Barton 1990; Eriksson & Kovalainen 2008; Yin
2009). Therefore, to counter the bias of a single case study, this study builds on a
complementary in-depth investigation of four original cases to generalize the
results. The case studies defined real-world industrial scenarios.

In-depth multiple case studies were selected as the primary method of this
research to examine the concepts and issues related to cloud manufacturing.
However, the case study is a loose research design; it requires appropriate
decisions on the research process. One of the critical steps in forming a series of
case studies for this research was to obtain a common approach for all the case
companies. Both Eisenhardt (1989) and Yin (2009) outline the processes of
conducting case studies. These generally accepted frames were adapted in this
research and a case study process was created to build up theories.

Figure 11 presents the five phases of the research methodology, and these
research practices were organized following this structure. This research steps
meet the conditions defined for the case study method described by Eisenhardt
(1989) and Yin (2009).

The first phase focuses on defining the research questions and selecting the cases.
The research questions helped to define the scope of this research. Certain case
selection criteria were identified to choose the case companies. The second phase
focuses on defining the business case and the interview procedure. This step
limited the scope of each case, and the initial situation and an overview of the
companies were presented. The third phase includes the actions of conducting
interviews with key users from the case companies. All the collected data were
analyzed within the cases. The main objective of the fourth phase is to find out
relevant conceptual frameworks and identify current prevailing trends through
an intensive literature review, simultaneously understand the case companies,
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and then generalize the research results which can contribute to the theory. The
final phase is to establish the final discussion and specify future research.

* Define * |dentify * Interview * Review * Final
research business key-users literature discussion
questions processes « Describe * Evaluate * Specify future
* Select cases * Define business case trends scenarios
interview e Present and * Generalize
procedure discuss results

Figure 11. Five stages of the research methodology

3.4 Case Studies Design

Structured interviews were conducted in this research with management
personnel from the case companies. Information about the companies’ business
objectives, manufacturing strategies, potential partners, and specific business
requirements were analyzed, collected, and compared. Domain experts such as
managers, employees, workers, etc., were interviewed to gather details about the
current manufacturing process. The interviews were designed and performed
according to Yin (2009)’s semi-structured interview guide. The interviews were
organized as face-to-face personal meetings. This approach eliminated possible
misunderstandings during the data collection process. Additionally, workshops
and follow-up meetings were organized with domain experts to verify and
validate the data collection. By such a series of actions, a comprehensive
understanding was created about the requirements, challenges and development
opportunities of cloud manufacturing.

There are various strategies with regard to the case selection process. However,
the strategies are not necessarily mutually exclusive (Flyvbjerg 2006). The
interpretation of a carefully selected case can provide valuable information,
because various perspectives have been considered (Flyvbjerg 2006). The
replication approach for case studies is different with the process of survey
replication (Eisenhardt 1989). The findings of each case study will be used as
data in other case studies, although each individual case consists of unique
evidence, facts, and conclusions (Yin 2009). The summary of case studies should
be the results part of the research as has been done in this particular research.

Although there are many aspects of manufacturing as there are in any sector,
there are also similarities with those in business. For example, all manufacturers
have customers and suppliers, they follow certain processes, and they look to
increase efficiency and reduce waste. Thus, in order to rationalize the
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requirements for the collection process and formulate the case study process for
this research, there are several choices involved in the selection of the cases. In
this study, the cases companies were carefully selected to illustrate cloud
manufacturing from different aspects and to understand different operation
processes. To obtain a comprehensive understanding of the core of cloud
manufacturing, the case selection included different dimensions and various
factors. Therefore, four dimensions were considered when selecting appropriate
case companies:

¢ Different business fields

¢ Different business sizes

¢ Different business focuses

¢ Different levels of collaboration among the partners and customers

Table 7 defines the selection of the case studies. These are of great use for
organizations to gain a specific insight into their market positioning,
collaboration situations, and in the end lead to a sound collaboration strategy
and future direction in cloud manufacturing. Each case company represents
some unique characteristics of cloud manufacturing and all the cases together
enrich and complete each other, and maximize the applicability of the research
results. They jointly bring new insights to the topic under investigation.
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Case company selection and reasoning of the selection

Table 7.
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3.5 Data Collection and Analysis

Data collection is a critical part, and it is very important to evaluate and select an
appropriate data collection method based on the research purpose (Bryman
2008). This study includes interviews and workshops from the case companies to
collect primary data. The interview results were transcribed and arranged in
written format. This primary data were collected as a foundation for the required
analysis.

Applying inductive logic is suitable for this particular research, which aims to
build a combination of all the cases and to understand the phenomenon of cloud
manufacturing. This research includes seven publications, and each publication
address different research questions. Every case used in each publication is
slightly different to the others and focuses on different issues. The method and
results of each publications are presented in the second part of this dissertation.
Table 8 shows the summary of publications.
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Summary of publications

Table 8.
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3.6 Quality Control in Qualitative Case Studies

In every qualitative research, it is important to perform quality control and
evaluation. Classic criteria for study quality are considered from three aspects
(Eriksson & Kovalainen 2008):

e Reliability refers to designing the research in a repeatable approach, so
when other researchers intend to conduct the same study, they can get
similar results and findings.

e Validity refers to testing the accuracy and genuineness of conclusions
drawn from the research.

e Generalizability tackles the issues of applying the method or results to a
wider context one way or another.

In this research, an article based collection is selected as the dissertation
approach. Several in-depth case studies were conducted to guarantee reliability
and validity, and combining the results from different case studies can guarantee
the generalizability. The quality control was conducted throughout the whole
research process. Firstly, multi-source of evidence can increase the validity of this
research. In the research design phase, replication logic was used in the multiple
case studies. This is to perform external validity and ensure the study’s findings
can be generalized beyond the case studies. Secondly, in order to ensure the
quality of the qualitative study and the quality of the primary data collection,
most of the interviewees were contacted in advance and had explained to them
the key features of the research. Thirdly, collaboration in the research was
important to ensure reliability. For instance, several researchers in a professional
academic environment were participating the case studies, and the final research
results were also validated by one of the co-authors.
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4 RESULTS

This chapter presents summaries of all the publications with their objectives and

contributions. Each of the selected publications contributes in its own way to the

overall research results. The findings of each publication are summarized in

Table 9.
Table 9. Summary and contributions in brief
Contributions to the dissertation
P1: Cloud ® Introducing cloud manufacturing and its characteristics
Manufacturing ® Developing a conceptual model of cloud manufacturing to
Towards foster internal collaboration of large organizations
Sustainable ® Emphasizing information exchange and communication
Management . .
across the whole manufacturing collaboration
® Pointing out the role of cloud manufacturing in
supporting R&D, MES, and shop floor
P2: Virtual ® Emphasizing the importance of collaboration in
Factory System manufacturing industry to achieve sustainability and
Design and flexibility
Implementation: | @ Designing the architecture of virtual factory to support
Integrated SMEs working collaboratively in an integrated virtual
Sustainable environment
Manufacturing ® Developing a cloud-based virtual factory (VF) platform to
manage geographically distributed manufacturing
activities across manufacturing lifecycle
® Providing a dashboard design idea to demonstrate the
communication platform
P3: A Holistic Presenting big data and its relevant challenges
Analysis of Cloud Describing the importance of big data analytics in term of
Based Big Data supporting cloud manufacturing integration and
Mining collaboration
P4: Cloud-based | ® Presenting the challenges of supporting manufacturing
Data Storage for integration and collaboration
Data ® Emphasizing the importance of implementing cloud-

Management in

based data management solution in a virtual factory
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Virtual Factory environment
Providing cloud-based data storage to manage various
types of data from various resources
P5: Cloud Proving an overview of cloud manufacturing in a sheet
Manufacturing metal forming company
Approach for Presenting a cloud-based production planning and
Sheet Metal production system for sheet metal processing
Processing Ilustrating the interoperability of various manufacturing
systems
Providing multiple level production optimization as a
service in cloud manufacturing
P6: Toward a Pointing out the importance of an integrated solution in a
Cloud-based single platform to support distributed manufacturing
Manufacturing Designing a cloud-based MES for distributed
Execution System manufacturing
for Distributed Achieving the integration of ERP and MES systems to
Manufacturing

support the whole cloud manufacturing lifecycle

Using private cloud deployment to decrease the security
risk

P7: The Role of
Wearable Devices
in Meeting the
Needs of Cloud
Manufacturing: a
Case Study

Supporting the field service management in terms of
cloud manufacturing

Considering humans as a resource on the shop floor and
providing a knowledge integration framework in cloud
manufacturing

Designing of a cloud-based help center and providing
remote monitoring and assistance to customers

It is worth noticing that the terminology virtual factory (VF) was used in P2 and

P4. The different between VF and cloud manufacturing is mainly because of

different perspectives. Cloud manufacturing explains more the relationships
between different manufacturers and how they collaborate in tandem. VF refers

to the dynamic combinations of various manufacturing services to customers.

Customers can access all the services as they are provided by one organization
and shown as one facility. The customers will not be aware of the physical
location or nature of the infrastructure providing the service. The use of different
terms depends on the perspective and purpose of the research. The definition of
cloud manufacturing should be synonymous with the VF.
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4.1 Cloud Manufacturing Concept

Cloud manufacturing is proposed for the whole product realization lifecycle, from
pre-manufacturing, manufacturing, to post-manufacturing (P1; P2). Cloud
manufacturing is mostly concentrated on the ‘integration of distributed
resources’ and the ‘distribution of integrated resources’ (P5) and providing all
manufacturing resources as services based on customers’ requirements. In cloud
manufacturing, the definition of services is extended to a broader scope. The
manufacturing services are not limited to the conventional end-user-oriented
domain, but cover all phases of the manufacturing lifecycles, from design,
simulation, production, testing, maintenance, after-sales services, logistics and
integration. The cloud manufacturing lifecycle, from JOIN, SEARCH, PLUG &
PLAY, is in accordance with the product lifecycle (P1; P2).

There are two principles of cloud manufacturing: autonomy and aggregation.
Organizations or individuals in this cloud manufacturing environment are
autonomous, but they are aggregated together based on their needs from cloud
manufacturing (P2). However, cloud manufacturing makes it possible for
different manufacturers to share their best practices and their unique or spare
manufacturing resources/capacities in an industry-specific resources pool. All
the companies can manage, schedule and optimize the cloud/manufacturing
resources/capabilities and share them with other companies.

A company can act different roles in a cloud manufacturing platform depending
on its business scope, business goal, and business structure. Agents are the
primary controllers in the cloud manufacturing platform. They collect orders and
publish business requirements. Partner factories, which are suitable and specific
to the production process, are searched by the agent. The best fit partner
factories are screened with strict specification checking. The selected partner
factories are temporarily procured to the manufacturing processes (P1; P2).

Cloud manufacturing is considered as ‘a system of collaborations’, as shown in
Figure 12. The general idea is to provide a cooperative work environment in the
entire manufacturing ecosystem. This model enables both internal and external
communication and collaboration across multiple companies. With the support
of the cloud, manufacturing resource pools can manage geographically
distributed manufacturing resources by collecting and reallocating them.
Production services are distributed to other factories to seamlessly enable
manufacturing process on demand.
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Factory 1 Factory 2 Agent Factory 3 Factory 4
Autonomous Entities
Integrated Virtual Factory

Cloud Manufacturing:
System of Collaborations
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Figure 12. Cloud manufacturing concept

4.2 Cloud Manufacturing Business Implications

Cloud manufacturing aims to break two significant constraints for multiple
collaborating manufacturers: geographical distributed and temporality. It can
achieve both business and manufacturing collaboration between enterprises by
the sharing and integration of various manufacturing resources. Cloud
manufacturing offers transparent resources and support automatic processes. It
increases the level of business transparency and flexibility by dynamic
configuration and portability. Cloud manufacturing can be designed for
collaboration and can be used to facilitate communication. This collaboration can
be discussed from two aspects: intra-communication and inter-communication.
Case 1 in P1 describes how cloud manufacturing implemented for large global
manufacturers that have multi-manufacturing sites distributed across the world,
can ultimately integrate distributed production lines. Case 2 and Case 3 in P2
illustrate how geographically distributed manufacturers can collaborate together
to fulfill specific customers’ requirement. However, the manufacturers are self-
organized individual companies. P1 and P2 together show how cloud
manufacturing implemented for different size companies, and cloud
manufacturing formation can be of benefit both for single factories and also for
multiple factories working together.

The cloud manufacturing conceptual model is designed based on these three
levels (Figure 13). These three levels (P1) utilize the entire product lifecycle
information from product design, manufacturing process, and after sales services
to the customer. The two surrounding bands indicate vertical information
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integration (across different organizations, e.g. customer, partners) and
horizontal information sharing (across different departments, i.e. internal
collaboration from digital order process, dynamic product design to product
development process):

e Manufacturing resource level: provides the manufacturing resource and
capability as services in the whole lifecycle of manufacturing to users. The
resource level contains virtualized physical resources managed within a
resource pool.

e Technology support level: provides a basic operation technical support
environment, which includes data storage resource, e.g. cloud database.

e Business management level: is a business process and commerce
transaction definition layer that enables communication between
different business partners and stakeholders. This level provides the
management capabilities required for all types of services. It provides a
holistic view of the infrastructure and end-to-end visibility.

Information Integration

anufactur
Conceptual

Informa!on Sharing — Model
X

W Business Management Level

Informati@n Sharing

Technology Support Level

Manufacturing Resource Level

Information Integration

Figure 13. Cloud manufacturing business implications

4.3 Cloud Manufacturing Technical Implications

The scope of manufacturing industry extends not only from the physical product
but also to handling product data and information. Information is the glue for
collaboration and cooperation, and also for QoS (Quality of Services). It is the
input of every service and the output of services. Companies are making efforts to
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achieve effective business decision-making by accurate data-driven insight. P3
and P4 describe cloud-based databases and the coming trends in big data. A data
model is a way to achieve collaborative integration. Cloud computing can help
outsourced manufacturers to concentrate on process integration and data
visibility in different business processes and also minimize data transfer.

Many companies have realized that big data and cloud-based data storage are a
game changer for the manufacturing industry (P3). Considering the benefits of
integrating data streams from multiple manufacturing companies, customers and
partners could enable collaboration and eliminate heterogeneity. There are two
key features of data management in a cloud manufacturing environment, as
shown in Figure 14:

e First, the amount of data is massive (P3) and the number of devices and
sensors is increasing along with their capability of information
processing. Normally, data are continuously generated by embodies
technologies and attached markings, such as, barcodes, data tags,
augmented code, RFID, and so on, and then the data are streamed back
and collected by systems. The velocity of data aggregation and processing
are also increasing.

e Second, the types of data are extremely varied (P4) because
geographically dispersed data have a wide variety of locations, sources,
types, and purpose. Moreover, when the data are constructed as different
production information, they can be used for different functions.
Therefore, constant data integration is paramount.

Data Locations Data Sources Data Types Data Purposes  Cloud Storage Cloud Storage Providers
Data Data Data
Factory 1 integration Processing  Storing
Binary o ‘:j A <3
RFID readers “_ > T i WL
Factory 2 ) . Logistics ~ s
tructure
Web cams MysQL
Agent Collaboration
S —
Sensor networks Semantic T Sesame
Factory 3 Semi-structured MangoDB

Factory 4

Cloud
Manufacturing

Big
Data

Figure 14. Cloud manufacturing technological implications
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P3 & P4 describes the advent situation, where a massive amount of historical
data, either semi-structured or unstructured, is generated when devices changing
status. The great deal of data needs to be efficiently and properly managed,
organized, stored, and analyzed. It is vital to provide a constant data integration
solution and highly available analytical methods and tools (P3). The problem is
that different data sources have different data formats, so P4 demonstrates a
cloud-based data storage system with different data buckets to integrate all the
data. The main aim of this part is to improve access to unstructured data and
processes.

4.4 Cloud Manufacturing Applications

This research theme points out the implementation of cloud-based applications
in a cloud manufacturing environment. In P1 and P2, the cloud manufacturing
platforms are designed for both internal collaboration for large size organizations
(ultimately integrated-distributed production lines), and external collaboration
for SMEs (cross-factory manufacturing governance). P5, P6 and P77 demonstrate
how to implement cloud-based applications to solve particular cloud
manufacturing problems. P5 focuses on production planning and control (PPC),
P6 focuses on manufacturing execution systems (MES), while P7 focuses on
customer services, remote monitoring and assistance (RMA), respectively. These
applications were chosen because they served different departmental needs with
large numbers of users. Therefore, there was a need to quickly implement these
cloud-based solutions.

To achieve cloud manufacturing, there is a need for a real and deep knowledge of
current procedure in manufacturing enterprises and of future needs as well as
various stages of production activities. P2-P7 show the business requirements
from different companies as CMP potential users, and also show how cloud-
based applications can be delivered from CMP and meet the manufacturing-
specific requirements. It is very critical to fulfill the key implementation
requirements of CMP and translate the requirements into the operations of
achieving cloud manufacturing, as follows:

e Providing an interactive form: P2
¢ Enabling a partner selection mechanism: P2

e Web portal-based solutions with dashboard and key performance
indicator (KPI) monitoring: P2
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e Data security and backup: P4

¢ Providing interface with real-time access to resources: P5

¢ Integrating enterprise systems in SaaS model: P6

¢ Enabling operator collaboration in a virtual environment: P7

The cloud manufacturing platform needs to be enhanced with different IT
supporting tools: here in the case studies, PPC, MES, and RMA are introduced.
All these cloud-based solutions jointly promise a seamless integration of
information flow throughout the company and the entire supply chain:

e PPC provides a real-time view of the production lines. CloudPPC is
capable of serving multiple levels of optimization in planning, control and
collaboration for distributed manufacturing (P5).

e MES facilitates machine and device monitoring on the shop floor.
CloudMES provides real-time information and communication in the
shop floor. Both managers and operators can access information for
management purpose and for operation purpose. Only inter-integration
down to shop floor level can support production related inter-enterprise
integration. It links manufacturing related strategic planning and direct
execution information with enterprise resource related management and
control information (P6).

¢ RMA monitors the operators and supports the maintenance process. In
the pursuit of illustrating the potential benefits of wearable technologies
in the field of cloud manufacturing on the shop floor, P7 presents an
interesting demonstration. Smart glasses, as one of the key wearable
technologies, provide more mobility to operators, and unify the
manufacturing shop floor to the top floor. This new technology expands
the collaboration scope in a cloud manufacturing environment, and
enables remote operation and remote monitoring, as well as effective
collaboration on troubleshooting related issues. These technologies can
both monitor the status of machines in their daily operation and also
centrally provide remote assistance to operators (P7).

Figure 15 presents cloud manufacturing fulfilling different functional
requirements, and different cloud manufacturing applications implemented to
utilize the cloud manufacturing environment in supporting companies’ business
objectives. Of course, the number of cloud-based applications is growing. They
are not limited to the business requirements mentioned in this research. The
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applications shown here demonstrate the potential and possibility of applications

across a wide spectrum of cloud manufacturing.

Applications

Requirements

Providing an interactive form

Cloud-based
Production

Enabling partners selection
mechanism

Planning &
Control

loud

Web portal-based solutions with
dashboard and KPI monitoring

N Coud-based

Data security and backup

Manufacturin
¢ Execution
System

\

Manufacturing

Proving interface with real-time
access to resources

Integrating Enterprise Systems in

latform

Cloud-based
Remote
Monitoring &

SaaS model Assistance

System

Enablingoperators collaborationin a
virtual environment

Figure 15. Cloud manufacturing applications

4.5

Summary and Contributions

The seven publications are used to address different research themes and answer

different research questions. The key findings of all the publications redefine the

concept of cloud manufacturing and also expand the scope of manufacturing

industry from different aspects. They help to construct a clear view of cloud

manufacturing and describe the transformative journey of manufacturing

industry.

Figure 16 shows the scope of cloud manufacturing and demonstrates how it is

shifting from traditional manufacturing, to intelligent manufacturing, to smart

manufacturing, and to today’s cloud manufacturing;:

Traditional manufacturing: only focuses on physical production activities;

Intelligent manufacturing: an IT-driven manufacturing environment,
using production automation to improve the manufacturing processes;

Smart manufacturing: an information-driven manufacturing environment
to increase the flexibility of manufacturing processes, using information
to connect different factories;

Cloud manufacturing: collaboration-focused manufacturing strategy to
enable different factories and organizations to pool and provision their
resources/capabilities, to be able to respond to a particular business
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opportunity; not only building up a bridge between factories, but also
setting up communication and real collaborations.

This IoX (internet of everything) concept brings together users, manufacturing

processes, machines, and all required data and relevant information, and also

makes all elements more valuable and more connected in cloud manufacturing

than ever before. Table 10 explains the spectrum of cloud manufacturing by
describing each IoX. The internet of manufacturing (IoM) is the general term

consisting of IoT, IoU, IoS and IoB. These four IoX are co-existing and realize the
formation of each other.

Table 10. Definitions of new spectrum of cloud manufacturing
IoX Definitions
IoM Manufacturers are connected by a collaborative platform, namely the

cloud manufacturing platform.

IoT

More ability to monitor the connected and automated machines and
their performance in real time, and to manage the manufacturing
assets, thereby, achieving virtualized manufacturing.

IoU

All factories are users and all individuals involved are end users (i.e.
providers, consumers, and operators in manufacturing), and they are
connected at different levels to fulfill a system of collaboration.

IoS

All enterprises can generate their own business-oriented cloud
manufacturing services based on their manufacturing resources,
capabilities, technical applications, etc. These services are virtualized to
enable the business process and are provided to other factories.

IoB

Business opportunities in the global-wide environment are collected
and enable the creation of cloud manufacturing.
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Figure 16. The spectrum of cloud manufacturing



Acta Wasaensia 59

5 DISCUSSION

This dissertation was concerned with understanding the theoretical aspects of
cloud manufacturing and its related practical issues. It revealed a number of
interesting observations through four complementary case studies. The seven
publications were mainly focused on addressing the first research problem and
creating a comprehensive view of cloud manufacturing.

Supposedly, although cloud computing has evolved from its traditional
technological orientation towards a business strategic role industry, it still lacks a
fundamental framework to understand the potential of the cloud for most of the
companies to embrace business evolution, especially in the context of
manufacturing industry. It is challenging to say using one cloud manufacturing
platform (CMP) will be better than another, where it is radically dependent on
the organizational behavior towards achieving the particular business goals
(Almulla & Yeun 2010). Especially in a cloud manufacturing ecosystem, multiple
organizations are involved and tend to be more integrated and interoperable, and
they face obstacle analysis, understanding and solving problems due to their size,
complexity, and their relations (Panetto & Molina 2008). Many companies are
not clear about how to transform their business model towards cloud
manufacturing or the CMP.

In fact, cloud adoption is an IT directive business decision. Therefore, it seems
very important to align cloud adoption decisions with business strategies. Both of
the IT managers and business executives need to recognize the business goals
and objectives that lead company to implement cloud manufacturing (Alkhlil,
Sahandi & John 2013). Therefore, the second part of the research problem is
about providing a strategy to help organizations move to cloud manufacturing.

To address the second research problem and provide suggestions on how to
leverage the cloud technology and manufacturing business, and align technology
capabilities with companies’ business strategies, four steps are taken in this
discussion part. First, the benefits of cloud manufacturing are discussed. Second,
the essentials of cloud manufacturing are summarized. Third, the cloud
manufacturing implementation keys are described. Fourth, a cloud
manufacturing strategic model (CMSM) is provided to leverage the technologies
for enterprises adopting a cloud manufacturing environment.
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5.1

Benefits of Cloud Manufacturing

Cloud manufacturing aims to achieve an innovative ecosystem of manufacturing
enterprises. It will be the most effective way to open the door to future business
and reduce the market entry barriers. This dissertation demonstrates different
variations in the approach towards cloud manufacturing. Different companies
adopt cloud manufacturing for different reasons and to pursuit different benefits,

such as those shown in Figure 17.

Continuous >> Short Term >> Long Term >

Manufacturing
Process

Manufacturing
Services

Figure 17. The potential benefits of cloud manufacturing

The benefits of cloud manufacturing can be summarized in two areas: the
benefits to the manufacturing process and the benefits to manufacturing services,
by three different time scales:

From the manufacturing process point-of-view: the potential benefits of
cloud manufacturing are in operational efficiency. All the partner
factories and actors can utilize collaboration and communicate with
others at distributed locations. Therefore, the operation efficiency can be
heightened. The short term benefits are improving resource sharing based
on the particular business requirements. The design and engineering
process can be improved and be faster to the prototyping phase, hence
reducing costs on a general level. The long term benefits are supporting
distributed manufacturing, collaborative design and integrated planning.
Cloud manufacturing can readily facilitate communication across a widely
dispersed global production process. In this collaboration system,
distributed manufacturing activities can be integrated by standard
regulation and all the partners are verified.
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e From the manufacturing services point-of-view: the potential benefits of
cloud manufacturing are to improve service and then enhance the user
experience. In a cloud manufacturing environment, staff at different
locations can share ideas and provide feedback on working efficiently.
Services such as remote training, guidance and remote assistance
ultimately improve the user experience. The short term benefits are
reducing time-to-market, and also lowering the maintenance cost. In a
longer term perspective, stakeholders’ value co-creation is achieved
across the manufacturing process. Cloud manufacturing facilitates rich
interactions with customers and other partners by promoting information
sharing.

5.2 Cloud Manufacturing: System of Collaborations

By taking a close look at different implementations of cloud manufacturing in
real case companies and studying previous research, cloud manufacturing is
named as ‘system of collaborations’. Cloud manufacturing intents to achieve
collaboration by integrating and coordinating the distributed manufacturing
resources/capabilities.

Collaboration is a very broad and encompassing term (Barratt 2004) and needs
to be achieved at different levels: at field level, management level and corporate
level (Panetto & Molina 2008). In previous research, collaboration means
information exchange, resource sharing, and the capacity of companies to pursue
mutual benefit and to achieve a common purpose (Mezgar 2011). In the cloud
manufacturing concept, collaboration covers activities such as cooperation,
interoperability, and integration. Cooperation means different partners do things
together; interoperability is about agreed-upon the technological framework and
their business ontology; and integration is beyond both and about integrating
applications and data (Xu 2012). The goal of collaboration in cloud
manufacturing is to deliver improved closer business relationships in distributed
manufacturing industry.

The collaborative model shown in Figure 18 represents both manufacturing
business granularity and information granularity. The extent to which
collaboration levels are concentrated depends on the objectives of organizations
and their information sharing levels. There are a variety of forms of potential
cloud manufacturing collaboration, and their processes can be integrated at
different organization levels: corporate management level, internal management
level, and field management level. All the levels are connected with each other. In
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order to generate shared knowledge and resources, the collaboration can also be
logically partitioned by its information degree: operational level, tactical level,
and strategic level. Creating an understanding of this collaborative model can
lead to faster cloud manufacturing realization.

Organization
Levels

Corporate
Management

Internal
Management

Field
Management

Operational Tactical Strategical

Information
Levels

Figure 18. Model of cloud manufacturing collaboration levels
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Table 11. Model of cloud manufacturing collaboration across organization
levels and information levels.

Collaboration
Levels

Explanations

Cross-enterprise

Collaboration

The most common collaboration model in cloud manufacturing is
the collaboration of different partner factories, suppliers, broker
agents, and even customers’ companies. All the organizations join
together to face a dynamic market, and achieve sustainable
development. Strategic information is required to support business
process integration, such as partner information sharing, knowledge
sharing, regulations, standardization, etc. In this ecosystem, partner
factories which are more involved in this fast-paced environment
can find the right partners more easily than ever before. Broker
agent organizations can understand the business needs and draw in
the right partners, who can provide the right services to make things
happen.

Enterprise-wide
Collaboration

For an individual organization, especially a large size enterprise, the
goal is not only to collaborate with other partners, but also improve
its internal management, respond to global operations, and achieve
functional internal integration. Every department must have joint
objectives, shared resources, and a common vision to achieve the
business goal. This internal integration consists of different
functions within a company. Therefore, tactical information about
real-time business and integrated planning are very critical.

Plant-wide
Collaboration

The fundamental infrastructure of a manufacturing organization is
its field service management, such as scheduling, shop floor
activities, and connections with the back-office system. The
intentions of collaboration at this level are to increase productivity
and reduce cost of service, to enhance visibility across multiple shop
floors, and to create value-added services for the customer to
experience based on smart devices connected to the cloud.

Collaboration in a cloud manufacturing is not just about establishing information
sharing environment and message exchange relationship at the operational level,
it should be considered through the companies. If the cloud manufacturing
implementation is not thought through at these three levels together, then the
performance benefits of cloud manufacturing collaboration will be limited.
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5.3 Cloud Manufacturing Platform (CMP) Implementation

As stated previously, the proposed collaboration level model is used to define the
manufacturer movement towards a cloud manufacturing collaborative strategy.
The dimensions are related to the objectives of a manufacturing company and the
information sharing levels. Consequently, the rationale here is to define the
decisions for moving towards a cloud manufacturing platform in four layers (i.e.,
manufacturing management layer, manufacturing planning layer, manufacturing
execution layer, and manufacturing resource layer) that allow a company to
explicitly position its journey towards cloud manufacturing.

In order to utilize a cross-enterprise collaboration level, such as business
integration and decision making, the CMP should be implemented at both the
manufacturing management layer and manufacturing planning layer. For
enterprise-wide operational management and the production planning level’s
objectives, the CMP should be implemented across the manufacturing planning
layer and manufacturing execution layer. For plant-wide actual control and
execution over the manufacturing facilities on the shop floor, the CMP should be
implemented in the manufacturing execution layer. Simultaneously, integration
plant-wide needs intelligent devices and sensors to drive production agility and
efficiency, and this should be implemented at manufacturing resource layer.
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Each layer is assigned to a particular phase of the manufacturing process and
they are assessed through six dimensions, which are illustrated in Figure 19.
More specifically, it is crucial to be precise in every dimension:

e Value offering indicates the value proposition offered to a company when
the collaboration level is achieved.

e Actors point out the decision makers and who directly benefit when the
collaboration level is achieved.

e Activities indicate the main business activities for manufacturing to
implement cloud manufacturing.

e Timescale implies that the decision-making and the lifecycle of
collaboration are different with respect to time standard. For instance,
business layer collaboration only exists for the lifetime of a specific
business opportunities.

e Information refers to the information and data that are required to
implement cloud manufacturing.

e Supporting tool refers to the systems and technologies required to
implement cloud manufacturing. Because the number of applications is
increasing, and the needs of different functional blocks are also
increasing, it is important to implement correct and accurate applications
to monetize information across a wide spectrum and integrate with the
cloud manufacturing platform.

Take the case companies mentioned in the methodology section (cf. Section 3) as
examples. The company CC1 moved towards cloud manufacturing in order to
establish a collaborative working environment, and focus on the business of
improving customer relationships, providing more services to their customers,
and increasing the productivity of the machines. Based on these business
objectives, CC1 can implement cloud manufacturing at the manufacturing
management layer. Customer-focused services such as remote monitoring,
remote training, and remote assistance are deployed at the manufacturing
resource layer.

5.4 Cloud Manufacturing Strategic Model (CMSM)

Owing to the sophisticated diversification of manufacturing business models and
cloud operational model, it is difficult to prepare one unified strategy that would
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be applied to all companies implementing cloud manufacturing (Klosowski
2012). It is important to distinguish between these different levels of cloud
manufacturing, otherwise it is difficult to achieve the potential benefits of cloud
manufacturing.

In order to support companies’ cloud manufacturing implementation, a roadmap
to cloud manufacturing is needed to align with their own business operation,
manufacturing processes and services. Companies need to clearly identify their
current and future capabilities. It is important that they adopt only the
technologies that fit with their manufacturing management strategy and enable
them to improve business performance.

The direct impact of cloud manufacturing on the business model is that it
profoundly changes the ways manufacturing collaborate with each other. In this
paper, a cloud manufacturing strategic model (CMSM) for conceptualizing and
directing the emerging area of strategic management of cloud manufacturing is
developed. This model, as shown in Figure 20, defines four fundamental blocks
of strategic decision, namely manufacturing strategy, cloud strategy,
manufacturing infrastructure and process, and cloud infrastructure. Each block
has its own underlying dimensions. These four domains are designed based on
Henderson and Venkatraman’s (1993) strategic alignment model (SAM).
However, the strategy decision logic of cloud manufacturing is more complex and
challenging.
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Figure 20. Cloud manufacturing strategic model

e Manufacturing Strategy: The first phase is to assess the manufacturer’s
business strategy, because it is important to establish a coherent business
strategy before implementing an integrated solution. The business
strategy includes distinctive aspects of the manufacturer’s business goal
(i.e. fulfilling the business demands in a rapid and flexible way), business
structure (i.e. the company’s organization architecture), business process
(i.e. the decision-making and manufacturing process), and collaboration
model (i.e. the collaboration levels of the company) and should thus
significantly influence a manufacturer’s decision to adopt a new cloud
strategy. Cloud strategy is defined based on this manufacturing strategy,
and vice versa, each manufacturing strategy needs to be adapted to cloud
strategy.

e C(Cloud strategy: In order to compete with other companies in cloud
adoption, manufacturers must interlink their manufacturing strategy and
cloud strategy, and also link with collaboration models. Once the
manufacturing strategy is clearly defined, it is time to assess the cloud
opportunity and readiness, such as the cloud deployment and cloud
services model. Two main factors impact the decision regarding public or
private cloud: company’s business size and its business structure. The
security and safety standards are also essential. The decision to use a
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cloud model for delivering services (i.e. IaaS, PaaS, and SaaS) depends on
the company’s business needs or requirements. All these decisions related
to the cloud strategy will jointly build up an integrated cloud working
environment that can facilitate collaboration framework to fulfill cloud
manufacturing business goals (Raj & Periasamy 2011). Of course, the
decision to adopt cloud computing is not only about outsourcing
resources and services, but also actually has an impact on the growth of
the business.

Manufacturing infrastructure: In the cloud manufacturing’s resource
pool, the variously dispersed manufacturing resources/capabilities are
virtualized and transformed into cloud services. For manufacturers that
intent to provide their resources to resource pool or require more
resources from others, it is important to define what cloud services can be
shared and what cloud services are needed to fulfill a company’s
particular business goal. Firstly, the spare facilities which might be very
expensive or rarely used assets can be shared to the cloud resource pool
and provided as manufacturing services; secondly, their
unique/competitive resources can be outsourced to the cloud. These cloud
services need to be effectively managed and coordinated in a centralized
way to ensure the cloud manufacturing performance and operation.

Cloud infrastructure: The choice of architecture in terms of user interface
and interaction should be considered. Common interfaces are very
important when multiple systems are integrated for collaboration.
Different cloud infrastructures are chosen to fulfill different business
goals in the changing enterprise environment. Of course, most companies
usually have different requirements regarding the privacy of data
management. Manufacturing must consciously build the cloud
infrastructures that align with their key cloud strategy and also support
the manufacturing infrastructure.

Cloud manufacturing platform: It provides all the functionalities to
support the cloud manufacturing lifecycle. The company can decide which
processes/phases of its production lifecycle need to be supported by cloud
manufacturing. Different sized companies need to be aware of their roles.
A big company can host a platform to benefit their customers’ companies
by accelerating the integration of business and IT investment. Also, the
company can host the platform to integrate internal business by
improving the information flow between the shop floor and other internal
departments. Furthermore, a big company can host cloud manufacturing
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to increase efficiency between enterprises throughout its supplier
network.

The cloud can help manufacturers in their operations and communications,
therefore it is important to identify which cloud model is most appropriate and
how to move forward to cloud manufacturing. Of course, IT managers need to
develop essential business skills to align the cloud with business strategy, and
vice versa for business executives to develop IT skills. It is important to develop
an understanding of manufacturing strategy along with business and operation,
and produce a roadmap aligned with a strategy and infrastructure for business
(Alkhlil, Sahandi & John 2013). Defining CMSM is an essential step towards
achieving the success of cloud manufacturing, and gaining competitive advantage
in business. CMSM can provide the right path forward and help managers
understand how to manage their cloud manufacturing effectively and efficiently
in order to realize all of the expected significant merit of cloud manufacturing.

Based on the cloud manufacturing strategic model (CMSM) in Figure 20, here
are two examples of choosing a cloud manufacturing implementation approach.

e Private Cloud: For instance, when the cloud manufacturing is set up for
large size companies, and their in-house manufacturing resources and
capabilities are distributed in branch companies, subsidiaries, research
centers, or different departments. The goal is to promote the utilization
rate of its own resources. The provider and demander are both inner
members of an enterprise, the operator can be headquarters.

e Public Cloud: For instance, for startup companies at an early stage or for
SMEs which want to concentrate on their business and conduct their
business activities aggressively, they can adopt the public cloud with
cloud manufacturing solution provider to save on initial costs. The entire
manufacturing resources/capabilities are distributed in and owned by
different SMEs. Idle resources from different companies are then
integrated to the platform. The provider and demander are SMEs, and the
operator/solution provider is the owner of the cloud manufacturing
platform.

5.5 Summary and Contributions

This chapter illustrates the system of collaboration in cloud manufacturing
ecosystems, and describes a broad spectrum of cloud manufacturing (Figure 19).
It maps the cloud manufacturing implementation of the cloud manufacturing
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environment which was discussed earlier in this dissertation. It can be evaluated
based on the manufacturing lifecycle from product design, manufacturing,
marketing, to after-sales service. Companies can decide where they are most
comfortable along the spectrum, and create new activities based on their needs.
Positioning companies at one end of the spectrum or the other is not the only
option.

Furthermore, the decision on where to host and manage different types of
services depends on a number of factors. Therefore, it is very necessary to have a
cloud manufacturing strategic model (CMSM) (Figure 20). The CMSM can be
used in an efficient way to build a robust CMP. CMSM will develop a generic
knowledge model and explain explicitly how to cope with CMP implementation
issues and challenges, and it also shows the potential advantages for further
strategic decision support.

This CMSM applies to all plant-wide, enterprise-wide, and cross-enterprise
scenarios that cover the range of the increasingly connected value chains used by
manufacturers today. They define a reusable set of building blocks that can help
companies realize the business value each pillar supports. Given a business
scenario in manufacturing, these building blocks can be ‘assembled’ across the
pillars and integrated with existing enterprise assets to achieve specific business
goals. By combining components, Original equipment manufacturer (OEMs) and
suppliers can more quickly benefit from solutions and evolve into more dynamic
and adaptive manufacturing enterprises.
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6 CONCLUSIONS

This chapter summarizes the theoretical and managerial implications of this
research, and also presents the research limitations and proposes further
research suggestions.

The findings of this research were derived from seven individual publications,
and also a synthesized understanding of cloud manufacturing gained during the
research process. The primary aim of this research was to provide a
comprehensive view of cloud manufacturing and to suggest an approach for
manufacturers to move towards cloud manufacturing platform implementation.
This study made four main contributions: 1) it gave empirical evidence of what
cloud manufacturing is; 2) it identified both the business and technical impact of
the cloud on manufacturing industry in terms of business, technology,
infrastructure, company structure, etc.; 3) it illustrated applications of cloud
manufacturing and its platform; and 4) it clarified how to move into cloud
manufacturing. Table 12 summarizes the research problems and relevant
research questions, with answers to address each one.

Table 12. Summary of research problems and answers

Research Problem 1:

What are the implications of cloud in the manufacturing industry?

Research Question 1: | It is a system of collaborations, defining different types

What is the concept of | Of collaborations in cloud manufacturing ecosystems,

cloud manufacturing? | such as cross-enterprise (external level) enterprise-wide

(internal level) and plant-wide (fundamental level)
collaboration

Research Question 2:

What are the
overarching business
opportunities of cloud
manufacturing?

It is an intermediate agent serving multiple companies
to adapt to ever-changing requirements, and supporting
all the activities (design, planning, production, control,
maintenance, etc..) from raw material to finished
products among all the users (both partner factories,
broker agents, partners, customers, and individual users
(e.g. operators, technicians, etc.)

Research Question 3:

What are the primary
technological

The technological implications are addressed from the
data management point-of-view. In cloud
manufacturing, it is very critical to implement IoT and
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implications of cloud | CPS. However, there are challenges to dealing with the
manufacturing? large number of data generated by this IT infrastructure.
Cloud computing and big data are two important
concepts. A new data processing method is proposed to
deal with the unstructured and distributed data.

Research Question 4: | A set of support tools are designed and developed to
How to implement help cloud manufacturing platform implementation and
and transform build up new business models for the manufacturing of
applications to cloud | complex products. It is an integrated platform which can
manufacturing? support different functionalities in the form of
CloudPPC, CloudMES, and CloudRMA, and it provides a
series of more sophisticated services with broader

diversity.

Research Problem 2:

How can manufacturers leverage the cloud to shape and support their
business strategies?

Research Question 5: | Cloud manufacturing platform (CMP) implementation

How can map and cloud manufacturing strategic model (CMSM)
manufacturers anchor | are provided to help any companies to think about their
a cloud movement to cloud manufacturing (manufacturing
manufacturing strategy -> cloud strategy -> manufacturing

strategy within its infrastructure -> cloud infrastructure)

business context?

6.1 Theoretical Implications

In previous literature, there is an inadequate holistic view about approach,
methodology and framework for cloud manufacturing. From the academic
perspective, this dissertation is the cornerstone of cloud manufacturing theory. It
explicitly states that cloud manufacturing is an umbrella term that encompasses
many types of manufacturing services and applications. This dissertation is a
unique item of research that provides a ‘rolled up’ view and fresh thinking about
the complete opportunity provided by cloud manufacturing. Based on analysis
related to cloud manufacturing, it also provides a foundation for future
manufacturing industry in general. Cloud manufacturing is not simply migrating
from manufacturing-related software to the cloud, but it emphasizes
collaborative relationships across various factories from the distributed
production process. When companies adopt cloud manufacturing as their
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business strategy, it enables a new business model to complement their business
goals.

This dissertation extends existing knowledge of servitization (service science),
enterprise engineering (enterprise integration), and enterprise architecture
(strategic management) that were the foundation of this dissertation.

e Service science: By analyzing servitization in the context of cloud
manufacturing, service is not only an add-on to the main products, but a
central part of the value creation process in the whole business process. It
is important to look at the unique opportunities and challenges, and
provide the needed services to partners. However, it is also very critical to
think about service science as a ‘means’ to achieve business productivity.

e Enterprise integration: In the different levels of collaboration in cloud
manufacturing, enterprise integration is a core concept. Similarities and
differences between enterprise architectures are pervasive, and they
cannot be perceived. Therefore, before enterprise integration, it is
important to understand the whole industry and eliminate obstacles to its
acceptance and use.

e Strategic management: In terms of the strategic management principle, it
is important to address the alignment of business strategy and technology
for implementation. The research and development focusing on business
or IT separately are insufficient in the current complex business
environment.

6.2 Managerial Implications

Cloud manufacturing can provide practical impacts on the manufacturing
industry and support agile partnership, particularly for SMEs which are too small
to fulfill customers’ requirements independently and want to collaborate with
other SMEs. This dissertation can be beneficial to managers from industry in two
main aspects.

First of all, cloud manufacturing is a vague concept without a clear and common
understanding by most companies in industry. Companies face obstacles in
trying to develop ideas and take action. They are struggling when it comes to
identifying and implementing cloud manufacturing scenarios. This dissertation
has explicitly addressed this issue by providing a systemized knowledge of cloud
manufacturing and describing the constituents of a phenomenon.
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In this dissertation, cloud manufacturing was revealed from different aspects: the
evolution of manufacturing, a holistic view of cloud manufacturing, practical
implementation examples, adaptation approaches, and strategic model. Cloud
manufacturing establishes a series of standards to collaborate with other
partners. With all of this guidance and these methodologies, companies can
instantiate/duplicate already successful cases, and implement their own cloud
manufacturing platform.

Secondly, to accommodate the development and support of cloud manufacturing,
companies will need to update existing IT architectures and business operations
to capitalize on this trend. This dissertation provides a CMSM to support
practitioners in developing appropriate solutions.

Different companies intent to use different approaches and procedures to move
into a cloud manufacturing environment. Therefore, a common platform is
necessary to aggregate manufacturing resources/capabilities within a company,
and also across different companies. In CMP, integration is provided as a service.
This CMSM can provide a proactive decision-making paradigm, and it reduces
the reaction time to a CMP.

6.3 Limitations

Case studies are both the strength and weakness of this research. It is possible to
tailor the research design procedure to particular research requirements.
Conversely, the cause studies resulted limitations to criticism.

Normally, case study research is not representative in general, but focused on
carefully selected cases, and the study can then suggest a number of intriguing
themes that deserve further discussion. Although the approach and framework
proposed in this dissertation were applied in four industrial companies, it will be
necessary to further evaluate the results and findings through qualitative
research.

In this research, technical issues are not addressed in detail, because IT is in itself
trivial, and the important thing to explore the applications and benefits. After all,
enterprise collaboration and integration are more about strategic and
organizational challenges, rather than an IT issue (Panetto & Molina 2008).

In this dissertation, the security issue has not been covered, because it is not the
main focus. However, security is one of the primary issues and biggest concerns
in most of the cloud-related research. Hence, more attention is needed.
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Furthermore, the regulations and standards have not been addressed in this
research. This is very important in the manufacturing industry. Therefore, in
future cloud manufacturing research, cloud computing security and
manufacturing regulations should be addressed and considered.

6.4 Future Research

In a cloud manufacturing environment, there are substantial challenges that
must be overcome. The distributed resources need to be encapsulated in order
for them to be shared over the internet. It is important to find out matching
resources/capabilities in order to get all factories to join in the cloud
manufacturing environment and share their value by sharing data with different
companies (Helo & Szekely 2005).

In the cloud-based environment, privacy and security always are critical issues.
Lack of appropriate security technology is the major barrier resisting the growth
of any cloud-based implementations. As cloud computing is the enabling
technology of cloud manufacturing, the security barrier has retarded its growth.
By 2011 various technologies with wide acceptance began to catch the IT market.
The emergence and usage of security technologies like AES 256 bit encryption
and FIPS 140-2 make the cloud functionality of enterprises real (Lijohn & George
2014).

In order to overcome these challenges and to create a dedicated cloud
manufacturing environment, it is importance to create an architecture to
consider the measurement of quality of delivered service by monitoring
performance and improving the SLA (service level agreements) over time (Xu
2013), and also make sure the selected services match the level of the customers’
requirements. The measurement can be considered from the aspects of cost,
schedule, quality, green environment, flexibility, and related SLA (covering the
service levels and non-functional specifications). It is very worthwhile to provide
a scientific answer to the metrics of cloud manufacturing performance.

Furthermore, all partners joining cloud manufacturing do so based on the QoS
and also their own willingness. Several trust measurements were designed, such
as by Li et al. (2014) and Wang & Xu (2013b). So trust and assessment are very
important research themes that deserve further discussion.

Moreover, cloud manufacturing is particular to manufacturing industry, but the
concept and logic can become a disruptive trend and also be implemented in
other industry, such as the healthcare, education, retail, finance, and government
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sectors. However, the application and transformation of cloud manufacturing is
not immediately obvious in other sectors. For instance, the needs of a health
center would apparently be quite different from that of the manufacturing sector.
Thus, it makes sense to tailor provision. Cloud manufacturing must conform to
relevant industry standards, infrastructure needs, growth patterns and software
functionality,

However, the findings obtained in this research also illuminate a number of
concluding remarks that further need to be presented. This CMP and CMSM is an
ongoing effort. More research can be put into CMSM. The next step is to study
the alignment measurement in cloud manufacturing collaborative networks and
find out what are the main enablers.
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ABSTRACT

Nowadays, most manufacturing companies have realized the importance of collaboration between dis-
persed factories, different suppliers, and distributed stakeholders. Cloud computing is an evolution of
the Internet; it does not just change the technology, but also enables collaborative innovation. Cloud
manufacturing (CM) is another form of networked manufacturing. It provides common and standard
manufacturing services by cloud logic and principle. In this chapter, a new concept is suggested based on
the fundamental theory and key technologies of CM. Cloud Future Factory, which is intended to manage
amatrix-type organizational structure, focuses on improving communication in lean manufacturing. This
case company has dispersed production lines and business departments. Therefore, it’s very necessary
to introduce an efficient and dynamic information integration platform. This chapter leads to a different
way of thinking for using the cloud manufacturing concept in different formations. CM is not just suit-
able for small and medium sized enterprises, but also fits large size companies.

1. INTRODUCTION

The quality of our life has been improved by manu-
facturing industry. But it has become increasing
difficult to ignore that industrial activities have
caused negative environmental consequences.
Waste and emissions of industrial manufacturing
and usage of products intensify the problems of
the global environment. Accordingly, this situation
causes disadvantages for the traditional industries

DOI: 10.4018/978-1-4666-6445-6.ch009

(Jovane, Westkdmper & Williams 2008). It is
widely recognized that environmental sustainable
developmentis a priority for fundamental research
(Bi & Wang 2013) because that environmental
degradation becomes one of the serious prob-
lems and concerns for human today. Therefore,
manufacturing is under intense pressure to manage
sustainability.

Additionally, the levels of competition and
uncertainty are very high in the current manu-
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facturing environment. The mounting demand for
new products requires more worldwide production
activities. This globalization tendency brings com-
panies more and more opportunities with sharing
knowledge and expertise in a collective manner.
People and other related resources from all across
the globe need to be connected instantaneously.
These changes require manufacturing paradigm
shift towards a more sustainable and agile busi-
ness model. This evolvement must meet emerging
dynamic needs from customers and maintain the
sustainable in industrial development. Finding
solutions to adopt these changes is very critical,
because it requires a deep understanding of sus-
tainability and a broad scope of engagement with
all levels of the organisation and stakeholders.

Numerous factors, such as business strate-
gies, organizational structure and technologies,
have impacts on the implementation of a new
manufacturing paradigm. The success of a manu-
facturing paradigm is the process of optimizing
both hardware and software (Bi & Wang 2013).
The emergence of the Internet and other advanced
technologies has led to the development of col-
laboration networks in many different areas.
This phenomenon has resulted in a power-shift
from the hierarchical business models (Wu et al.
2013). The traditional business models cannot
afford the flexibility and connectivity of today’s
business environment and sustain the innovation.
Especially in manufacturing industry, companies
have to be agile and reconfigurable so that their
business structures or products can be adaptive
in a dynamic environment.

Cloud computing is an attractive element of
companies’ competitive strategy now. Its appear-
ance becomes one of the primary enablers for the
manufacturing industry. Xu (2011) emphasizes
that cloud computing is considered as a multi-
disciplinary research field. However, little work
has been reported on investigating the potential
of cloud computing in terms of product design
and manufacturing (Wu et al. 2012).
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As discussed by Xu (2011), the adoptions of
cloud computing in the manufacturing industry
can be mainly classified into two types: smart
manufacturing and cloud manufacturing. Smart
manufacturing means manufacturing with direct
adoption of cloud computing technologies and
enables better-integrated and more efficient
processes. Cloud manufacturing means the manu-
facturing version of cloud computing, which very
similar to networked manufacturing concept (Tai
etal. 2012; Zhang & Zhong 2012; Liet al. 2011).
Regardless which cloud adoption method is used
in the company, the concept of cloud transforms
the traditional manufacturing business model,
and helps the company to align innovation with
business strategy, and creates intelligent factory
networks that encourage active collaboration
(Xu 2011).

Columbus (2013) posted an article in Forbes
and discussed using cloud computing to revolu-
tionize manufacturing based on his visits with
manufacturers. He pointed out 10 ways to utilize
cloud computing such as implementing cloud-
based business tools to mobility support the
analysis and reporting, also deliver real-time
order status and forecasts, and create multiple
access entry points. These business tools can
support different business purposes, such as
customer management, marketing management,
product management, vendor management, etc.
However, there was a main central theme draw
out attentions: collaboration. Using cloud-based
platform can ensure collaboration in any phase of
manufacturing and product management, which
is strategy that many manufacturers are pursuing
today. Zhouetal. (2011) emphasize thatenterprise
has become a node in the global inter-enterprise
collaborative manufacturing network.

Collaboration is the key enabler to minimise
cost, improve adaptability, responsiveness, ro-
bustness, and sustainability of manufacturing
processes, especially inlean manufacturing. Value
chains and cooperation between companies, espe-
cially SMEs, are increasingly flexible.
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In this chapter, we introduce main prior re-
search in cloud manufacturing and its associated
characteristics. Since there are several definitions
around this novel concept, it’s very vita to review
these definitions and propose a comprehensive
definition embracing the competitive founda-
tions of cloud and the key concepts of cloud
manufacturing.

Our purpose is to design and develop a com-
munication platform for cloud manufacturing
activities, where it can provide execution, moni-
toring, planning, and optimization services. In
order to make a change toward sustainability and
globalization, new business strategies that are
based on improving collaboration rather than its
capital should be considered. We intend to answer
the following practical questions in this chapter:

e  What is cloud manufacturing?

e  How is cloud manufacturing different from
previous paradigm shifts?

e  What new opportunities are derived
from cloud manufacturing in large size
companies?

e  How does this new manufacturing para-
digm achieve sustainability?

This paper attempts to address some of the
basic requirements for achieving cloud manufac-
turing in a real case company, particular to large
size company. Many manufacturing companies
are already adopting a form of cloud computing
in their existing business strategy and providing
services to their suppliers, customers or employees.
In this paper, we will present a case company that
embraces the cloud manufacturing concept into
its value chain, increases flexibility of its supply
chain and centrally manages its dispersed factories.
This new paradigm is Cloud Future Factory and
it improves the ability to react faster on market
needs and individual customer requirements.

A brief review of current literature is given to
achieve our objective in this research in section 2
and it helps to create a knowledge base. In section
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3, a new paradigm is proposed and the business
benefits of this paradigm are discussed. Section 4
outlines future research endeavours and directions
on cloud manufacturing, and it leads to potential
benefits of sustainability. Finally in Section 5,
conclusions are presented.

2. RESEARCH OVERVIEW
2.1 Related Concepts

In the manufacturing industry, many advanced
business models and technologies have been devel-
opedto address different manufacturing challenges
and to improve the manufacturing quality. Table
1 lists related concepts and definitions. These
models are proposed and used widely, and they
are capable of satisfying current manufacturing
requirements on different aspects. According to
the differences of these concepts’ attributes and
orientations, they can be classified into two dif-
ferent aspects: structure oriented and technology
oriented. Structure oriented concepts mainly
focus on the structure of business formation. On
the other hands, technology oriented concepts
primarily emphasize the importance of technol-
ogy involvement. These technologies or models
have played crucial roles in manufacturing related
fields, and have made great contributions to the
development of manufacturing informationaliza-
tion (Tao et al. 2011b).

All the concepts have caught the attention of
experts in both industry and academia. Although
each of these manufacturing technologies or mod-
els has its own emphasis, they all have typical and
common characteristics, such as network, resource
sharing, and cooperative work. A lot of research
has been carried out to compare and differentiate
these concepts. Several issues are found existing
in these concepts:

1.  Limited Number of Services: Some physi-
cal manufacturing resources and manufactur-

125



92  Acta Wasaensia

Cloud Manufacturing towards Sustainable Management

Table 1. Related concepts and definitions

Concept

Main Attributes

Citation

Structure-Oriented

Lean manufacturing

Refers to a business concept that emphasizes on minimizing the amount of time
and resources used in the manufacturing processes and other activities of an
enterprise with the goal of eliminating all forms of wastage.

Gunasekaran 1999

Agile Manufacturing

Emphasizes cooperative enterprises to adapt and respond quickly to rapidly
changing markets driven by customer-based valuing of products and services.

Yusuf et al. 1999

Global manufacturing

Means that all manufacturing operations and activities are geographical spread
across national boundaries.

Maskell 1991

Networked manufacturing

Includes the integration of distributed resources.

D’Amours et al. 1999

Virtual manufacturing

Integrates manufacturing resources and activities distributed in computer
networks.

Iwata et al. 1997

Technology-Oriented

Digital manufacturing

Incorporates technologies for the virtual representation of a physical
manufacturing resources, such as of factories, buildings, machine systems
equipment, labour staff and their skills, as well as for the closer integration of
product and process development through modelling and simulation.

Chryssolouris et al.
2009

Computer-integrated
manufacturing

Uses computers and integrate with Computer Aided Design and also other
business operations and database, to control the entire production process and
allows that the processes exchange information with each other and they are able
to initiate actions.

Alavudeen &
Venkateshwaran 2008

Manufacturing Gird

Uses for sharing and integrating resources in manufacturing processes and for the
cooperating operation and management of the enterprises based on the grid and
relative advanced computer and information technologies.

Fan et al. 2004

ing ability cannot be provided for users in
the form of service (Tao et al. 2011b).

2. Limitations of the Service Categories,
Quality, and Quantity: The services are
autonomous in a wide range of manufactur-
ing resources, complex types and different
formats in multi granularity. The query ser-
vices and access controlling are inadequate
(Li et al. 2011). It’s not easy to find out
appropriate required service.

3. Lack of Reliable Security Solutions and
Technologies: The integration of manu-
facturing IT systems to the overall supply
chain management infrastructure is missing
(Rauschecker & Stohr 2012). The coordi-
nation among the parties in a distributed
network has been little and less effective in
the reality.

4. Lack of Centralized Operation
Management of Services: Moreover, due
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to the self-government of services, some
resources are scarce and unstable.

At the same time, some recently emerged
technologies need to be applied in various fields
in order to adequately address the above men-
tioned bottlenecks in manufacturing. Tao et al.
(2011b) summarize several technologies, such
as service-oriented technologies (e.g., service-
oriented architecture (SOA), service computing,
web service, semantic web), internet of thing (IoT),
advanced computing models and technologies
(e.g., distributed computing, high performance
computing (HPC), grid computing, and cloud
computing), intelligent embedded system and
technologies, and so forth.

In order to achieve seamless, stable and high
quality transaction of manufacturing resource ser-
vices, anew manufacturing business model should
be proposed. Under this condition, combing the
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existing concepts and mentioned new technolo-
gies, anew service-oriented and networked manu-
facturing model, cloud manufacturing, appeared
in 2009. The definition’s system architecture and
key technology for cloud manufacturing have been
investigated in early works (Tao et al. 2011b).

According to Xu (2011), cloud manufacturing
is considered as a new multidisciplinary domain
that encompasses these existing concepts. Nu-
merous studies have attempted to explain that
cloud manufacturing has become a new mode of
networked manufacturing (Xu 2011; Tao et al.
2011; Li et al. 2012). In contrast to the conven-
tional networked manufacturing approach, the
cloud manufacturing promises elasticity, flex-
ibility and adaptability through the on-demand
provisioning of manufacturing resources (Zhou
etal. 2011). Zhang and Hu (2013) state that cloud
manufacturing ensures the autonomy of scattered
manufacturing resources to meet the requests of
customers by the dynamic integration and the
share of resources.

Figure 1 illustrates the scope of cloud manu-
facturing and its relations with existing concepts.
Cloud manufacturing reflects existing concepts,
but also extends current knowledge with both
the dimension of the level of integration with
other partners and the degree of ICT involved.
As highlighted by D’Amours et al. (1999), the
networking strategies are classified by different
levels of shared information, such as on price
and capacity. Therefore, in this scope scheme,
the horizontal axis represents the level of ICT
involved and the vertical axis.

2.2 Cloud Computing Concept and
Application in Manufacturing

Cloud computing is treated as the evolution of the
Internet. The concept of cloud is a combination
of different technologies and resources, such as
computing, networking, storage, and management
solutions, etc. The National Institute of Standards
and Technology (NIST) defined cloud computing
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as ““a model for enabling ubiquitous, convenient,
on-demand network access to a shared pool of
configurable computing resources (e.g., networks,
servers, storage, applications, and services) that
can be rapidly provisioned and released with
minimal management effort or service provider
interaction.” (Mell & Grance 2009).

However, cloud computing is considered as a
multidisciplinary research field. Cloud is not only
an evolution of technology, but also an evolution
of business model. In cloud, everything is treated
as a service, therefore, the business model can
also be offered as a service based on cloud logic.

Xu (2011) identifies two types of cloud com-
puting adoptions in the manufacturing sector.
The first type is the manufacturing with direct
adoption of cloud computing technologies. The
second type is cloud manufacturing, which means
the manufacturing version of cloud computing.
He provides a definition of cloud manufactur-
ing: distributed resources are encapsulated into
cloud services and managed in a centralized way.
Clients can use cloud services according to their
requirements. Cloud users can request services
ranging from product design, manufacturing,
testing, management, and all other stages of a
product life cycle.

Mezgér (2011) asserts that cloud computing is
animportanttechnology for networked enterprises
asitoffering high level collaboration possibilities.
It enables a new generation of IT, and also manu-
facturing services. It makes the services available
based on every demand. Cloud computing can
realize dynamic resource sharing and on-demand
resource provisioning by leveraging virtualization
technologies at multiple levels (hardware, platform
& application) (Zhou et al. 2011). Chen (2014)
points out that “interoperability and scalability”
are two essential characteristics of cloud. The
manufacturers can respond to customers’ requests
and adjust their factories capacity.
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Figure 1. Scope of cloud manufacturing
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2.3 Comparison of Cloud
Manufacturing Definitions

Cloud manufacturing concept owes a lot of previ-
ous paradigms of manufacturing models. At the
moment, this concept is a vision and currently
being refined to further its understanding. It is a
hybrid construct of advanced technologies and
any previous method of manufacturing, which
provides a sharing and collaborative manufactur-
ing environment with global competition in this
industry. The advanced technologies can be cloud
computing, the internet of things, semantic web,
and information system integration, etc. (Luo et
al. 2011).

Park and Jeong (2013) argue that cloud manu-
facturing is existing networked manufacturing,
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Level of ICT Involved

internet-based manufacturing or distributed
manufacturing. These concepts mainly refer to
integration of distributed resources for undertak-
ing a single manufacturing task. The centralized
operation management of the services, choice of
different operation modes, and embedded access
of manufacturing equipment and resources are
missing in this regime. Therefore, it’s difficult
to guarantee a seamless, stable, and high quality
transaction of manufacturing resources services.

The first serious discussions and analyses of
cloud manufacturing emerged in 2010 with a
research project funded by the National Natural
Science Foundation of China. Li, Zhang and
Chai (2010) propose the definition of intelligent
cloud manufacturing as: “a service-oriented,
knowledge-based smart manufacturing system
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with high efficiency and low energy consumption”.
Xu (2011) has recently developed a definition of
cloud manufacturing by mirroring NIST’s cloud
computing definition: “amodel for enabling ubig-
uitous, convenient, on-demand network access
to a shared pool of configurable manufacturing
resources (e.g., manufacturing software tools,
manufacturing equipment, and manufacturing
capabilities) that can be rapidly provisioned and
released with minimal management effort or
service provider interaction.”

Zhouetal. (2011)labelled cloud manufacturing
paradigmin five parts: resource cloud, manufactur-
ing cloud, business cloud, infrastructure & public
platform for cloud manufacturing and cloud us-
ers. This definition is very significant, because it
reveals the essential potentiality offered by cloud
manufacturing.

About the cloud manufacturing resources,
they are not only virtual resources as in cloud
computing, such as computing or storage, but also
design, simulation, equipment, material, informa-
tion, even manpower, etc. Most of the resources
need to be operated manually by human (Hu et
al. 2012). Tai et al. (2012) further explicate that
cloud manufacturing resources are all kinds of
service resources that service provider provides
to consumer side.

Zeng (2012) proposes the same approach
and points out that the services are dynamically
delivered over networks from an abstracted set of
resources. The resources are available on demand
in somewhere of the cloud. Every manufacturing
service has certain manufacturing functions and
the unified access mechanism. The key idea is to
represent the manufacturing service capabilities in
an unambiguous, computer-understandable form
based on ontology.

The cloud manufacturing resources’ properties
include the basic attribute resources, information
resources, design resources, software resources,
detection resource, etc. In this paper, the resource
supply and demand intelligent matching process
areintensely discussed. Lietal. (2011) emphasize

that resource encapsulation of cloud manufac-
turing is the precondition of the realization of
service-oriented cloud manufacturing mode. It is
the important step of resources sharing.

InZhang and Zhong (2012)’s work, they define
manufacturing cloud service as web service. These
services should be presented in cloud manufac-
turing platform and be searchable. However, Tai
et al. (2012) argue in their work that the existing
web service is hard to meet the requirements of
Intelligent Cloud manufacturing services; the main
problem is that web service uniform semantic
description is lacking.

Cloud manufacturing is an integrated support-
ing environment. It’s used both for resources shar-
ing and integrating in an enterprise. All the virtual
manufacturing resources are existing in virtual
manufacturing resources pools, which shield the
heterogeneousness and the regional distribution
of resources by the way of virtualization (Fan et
al. 2004). Wu et al. (2012) state that it is a type
of parallel and distributed system consisting of a
collection of inter-connected physical and virtual-
ized service pools of design and manufacturing
resources (e.g., parts, assemblies, CAD/CAM
tools) as well as intelligent search capabilities for
design and manufacturing solutions.

Wu and Yang (2010) address the concept of
cloud manufacturing. The authors stressed on
the integration and cooperation, which are two
of the most important characteristics of cloud
manufacturing. Moreover, cloud manufacturing
provides a cooperative work environment through
social networking and negotiation platform for
both manufacturing enterprises and individuals,
and it enables the cooperation of enterprise (Wu
& Yang 2010; Wu et al. 2012).

In the work of Wu et al. (2012) and Ai et al.
(2013), together these studies provide valuable
insights that cloud manufacturing refers to a
productrealization model which covers the whole
manufacturing lifecycle. The manufacturing life-
cycleincludes pre-manufacturing (argumentation,
design, production and sales), manufacturing
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(product usage, management and maintenance),
and post-manufacturing (dismantling, scrap and
recycling) (Li, Zhang & Chai 2010). It’s a rapid,
secure, reliable product development process with
minimum costs.

2.4 Characteristics of
Cloud Manufacturing

Although each of the cloud manufacturing defini-
tions has its own emphasis, apparently five com-
mon characteristics exist, namely: intelligent,
distributed manufacturing, networked, resource
sharing and collaborative work. Li, Zhang and
Chai (2010) highlight the keys of cloud manu-
facturing are service-oriented, knowledge-based
and energy efficient. Since cloud manufacturing
is built up based on cloud computing concept, it
follows the principle of X as a service. Therefore,
itcan be also named as manufacturing as a service
(Wu & Yang 2010).

NIST’s definition of Cloud computing (Mell &
Grance 2009) states that the essential characteris-
tics are: on-demand self-service, broad network
access, resource pooling, rapid elasticity, measured
service. These features are also detectable in cloud
manufacturing. Wu et al. (2012) described the
essential characteristics of cloud manufacturing
based on this formation:

e  On-Demand Self-Service: Manufactures
which join in this cloud manufacturing
platform can both release manufacturing
resources and services, and also access a
shared collection of on-demand manufac-
turing resources and services to form a
networked manufacturing model, which is
a temporary and reconfigurable production
line according to their requirements (Wu et
al. 2012; Wu et al. 2013; Tai et al. 2012).

e  Broad Network Access: In order to ensure
that various stakeholders (e.g., customers,
designers, managers) can interact with each
other and actively participate throughout
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the entire production process and achieve
value co-creation, cloud manufacturing
can provide users access to the resources
and services through heterogeneous tools,
e.g., mobile phones, tablets, laptops, and
workstations (Wu et al. 2012).

e  Resource Pooling: All the manufactur-
ing resources and services are virtualized
and made available to users through cloud
manufacturing platform. Cloud manufac-
turing services are formed by identifying,
virtualization and packaging process (Xu
2011; Wu et al. 2012). Cloud manufactur-
ing enables convenient and on demand net-
work access to such a shared pool of con-
figurable manufacturing resources.

e  Rapid Elasticity: This cloud manufactur-
ing platform allows users to quickly scale
up and down to respond quickly to chang-
ing requirements. It helps to better handle
dynamic capacity planning under emer-
gency situations incurred by unpredict-
able customer needs and reliability issues.
For example, the cloud system allows the
cloud service consumers to quickly search
for and fully utilize resources, such as idle
and/or redundant machines and hard tools,
in another organization to scale up their
manufacturing capacity (Wu et al. 2012).

° Measured Service: For manufacturers,
there are too many services and resources
in the business environment, only on-de-
mand optimized resources are provisioned
to their particular business processes.
Therefore, the services and resources are
monitored, controlled and reported to en-
sure the quality of cloud manufacturing
services and resources (Tao et al. 2011).

2.5 Sustainability of Cloud
Manufacturing

Sustainability is defined as the capacity of the
present generation to fulfil its needs without
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compromising the ability of future generations to
meet their own needs, so that the level of human
consumption and activity can continue into the
foreseeable future (Bi & Wang 2013; Wolfson,
Tavor & Mark 2013).

Inorderto survive and to be successful in manu-
facturing industry with such market turbulence,
manufacturers need to extend their vision, to cover
sustainable value creation, new business models,
and also flexible and agile business processes (Xu
et al. 2012). Many new terminologies related to
system sustainability, such as environmentally
conscious manufacturing, sustainable manufactur-
ing, green manufacturing, remanufacturing and
sustainable productions, have been proposed (Bi
& Wang 2013).

The most known concept is sustainable manu-
facturing. US Department of Commerce defined
sustainable manufacturing as the creation of
manufacturing products that use materials and
processes that minimize negative environmental
impacts, conserve energy and natural resources, are
safe for employees, communities, and consumers
and are economically sound (Bi & Wang 2013).
Of course, it is not just manufacturing process or
the resulting manufactured products. To describe
a sustainable system, a multi-level approach on
products, processes, enterprise and supply chain
need to be considered (Bi & Wang 2013).

Besides, green manufacturing is another attrac-
tive concept. It has been used as an alternative of
sustainable manufacturing. “Green’ technologies
are often understood as those capable of meeting
product design requirements while minimizing
environmental impact. However, minimizing
impact is a necessary but not sufficient condition
for a sustainability strategy.

Nevertheless, the limitations in the major-
ity of the studies are the general discussions.
Only a few new requirements are identified for
next-generation manufacturing systems. More
advanced systems and new concepts have not been
systematically studied. Future research directions
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in this field are needed to address all the legacy
problems (Bi & Wang 2013).

The core concept of cloud manufacturing is to
revitalize social manufacturing resources, optimal
allocation, improve the utilization rate of social
resource, and reduce use cost of the social overall
resource, in the trend of low carbon economy
development (Tai et al. 2012). In addition to cost,
time and quality concerns, the issues of sustain-
ability is taken into consideration during process
planning and optimization (Bi & Wang 2013).

Chen (2014) measured the SWOT of applying
cloud manufacturing in semiconductor manufac-
turer. He draws our attention to cloud manufac-
turing and highlights this solution enhancing the
sustainable development in this industry. Cloud
manufacturing can serve as a vehicle towards better
sustainability viaamodular approach (Bi & Wang
2013). This modular approach means that modules
with sophisticated technologies, such as for online
tracking of resource utilization, multi-objective
decision support for planning and simulation, and
on-board manufacturing execution control, can
be activated by a common cloud manufacturing
platform to enhance responsiveness, adaptability,
reliability, and optimality in achieving first-time-
right processes, wherever they are needed (Bi &
Wang 2013).

3. CLOUD FUTURE
FACTORY PROPOSAL

3.1 Concept and Objectives

In this research paper, a new cloud manufactur-
ing model is proposed based on review previous
research. The approach in this work is named as
Cloud Future Factory (CFF). This CFF concept
is designed for a real case company from Finland,
for the confidential reason, the company’s name
is anonymous.

Our study is different from previous studies in
terms of the type of organization. Although previ-
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ous studies have been proposed cloud manufactur-
ing, our study focuses on large size organization
and its internal collaborations among various
departments and factories.

Case company is aleading provider in machines
and systems for sheet metal working. Its solutions
include laser processing, punching, shearing,
bending, automation, and so on. Case company’s
products are designed with the aim of assuring the
success of customers, and also minimizing envi-
ronmental impact, reducing energy consumption.
This concept of sustainable manufacturing is the
base of company’s green objective.

Currently, this company employs around 1,500
people and operates in over 70 countries, up to
79 units (until 2012). Products are manufactured
by Product Units. Case company’s manufactur-
ing facilities are divided into 4 groups: 2D &
3D laser technology (Product Unit 1); punching
technology, combination machines and systems
(Product Unit 2); bending technology (Product
Unit 3) and other laser technologies (Product Unit
4), respectively dispersed in Italy, Finland, USA
and China, from which they deliver machines and
systems all over the world. Each product unit has
independent R&D, logistics and manufacturing.

This case company targets to provide custom-
ers with the most comprehensive range of high
performance, profitable and sustainable machines,
and relevant services, and also to have a business
model focused on actual customer’s needs. In order
to achieve this goal, case company is structured
worldwide in matrix-type organization as shown
in Figure 2. It acts as a single “virtual” company,
although through a variety of legal entities and
branch offices located in over 20 countries. Differ-
ent Region Units are responsible for sales, instal-
lation, training and service of all case company’s
products for certain areas.

Product and Region Units are coordinated
and supported at the divisional level by a lean
central organization covering administration/
finance, IT, HR, marketing, after sale coordina-
tion, R&D coordination, quality. Case company
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is an integrated global company. With this busi-
ness and functional structure, this case company
can flexibly and quickly respond to changes in
markets and priorities.

Although this matrix organization structure
provides many advantages to case company, one
prominent feature is the internal complexity in
information exchange. This is very typical phe-
nomena in many international operation compa-
nies. Region Units are responsible for collecting
customer requirement, and providing the custom-
ized design and prototype of the machines then
sending to specified Product Units accordingly.
For instance, if customer needs machines for the
processing of three-dimensional parts, the work-
ing order will send to PU1. The transferring of
information and production plan phase requires
a significant amount of time.

Due to this property of organization structure,
case company needs an efficient way to manage its
network of supply, manufacturing, sales and also
various services, etc. Management of complexity is
avery crucial issue for case company in a practical
way. Integrated enterprise capabilities could grow
by information sharing with all different units,
various legal entities and branch offices.

The aim of CFF is to effectively organize all
kinds of manufacturing information, resources and
capabilities separated in different Product Units
and Region Units all over the world, and virtually
manage these assets and also be centralized in this
CFF. Therefore, the project described here will
set up and customize the cloud manufacturing
infrastructure into case company.

3.2 Framework of Cloud
Future Factory

The current manufacturing environment is highly
competitive and uncertain. A manufacturing
system has to be agile to adapt in a dynamic
environment. Figure 3 illustrates the conceptual
framework of Cloud Future Factory. Two main
directions state the matrix-type relationships
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Figure 2. Matrix organization structure with 4 Product Units (PU) and 4 Region Units (RU)
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among Product Units and Region Units. All the
Product Units publish their product manufac-
turing information, resources and capabilities
into the cloud manufacturing platform, in the
meanwhile, all Region Units are able to publish
sales, customer orders, etc. into this platform with
customized design.

Communication is one of the most vita fac-
tors in lean manufacturing. In most companies,
the goal of implementing “lean manufacturing”
is to eliminate waste to increase productivity. But
in this CFF framework, it emphasizes the seam-
less collaboration and real-time communication.
Prompt and accurate communication of manufac-
turing information, resources, and capabilities is
very critical in an effective lean manufacturing
environment. By using this CFF concept, it can
centrally manage the shared information, resources
and capabilities, and achieve competitive and
sustainable.

This conceptual framework covers the whole
machines and software manufacturing process.
Strictly speaking, it refers to the whole manufac-
turing process, from pre-manufacturing, manufac-
turing to post-manufacturing. All the activities in
this CFF are to achieve the core business value
which is also the business objectives of this case
company:

e  Effective communication: reducing the
time consuming during communication;

e  Reducing cost of manufacturing: manufac-
turing line optimization;
Align supply with the demand in real-time;
Improving elasticity of system: dynamic
production planning;

e  Expanding scope of services: more part-
ners, namely suppliers and customers, in-
volved in this manufacturing process.
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Figure 3. Conceptual framework of Cloud Future Factory
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3.3 Lifecycle of Cloud Manufacturing

This CFF includes the areas covering products
lifecycle management, modelling, design and
optimization, and also inter-organizational rela-
tion management in cloud computing. In this
particular research, case company is addressed
to encourage international cooperation under the
cloud manufacturing model.

Manufacturing is a process of transforma-
tion of input to output and value adding (Jovane,
Westkdmper & Williams 2008). It is of funda-
mental interest to optimize the benefits of each
manufacturing process inits perspective life cycle.
In order to achieve the costs reducing and the
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elasticity increasing, it is necessary to increase
the efficiency of the communications and change
the traditional ways of customer-oriented towards
a manufacturing lifecycle paradigm.

Figure 4 demonstrates the functionalities
provided by the cloud future factory system plat-
form, and all the functionalities are classified by
the manufacturing lifecycle. It makes full use of
the group advantages to achieve integration and
coordination by sharing cloud services.

e  Publishing of Cloud Services: The manu-
facturing information, resources, and ca-
pabilities are encapsulated into cloud ser-
vices. All the cloud services are accurately
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Figure 4. Functionality provided by the CFFSP according to the manufacturing lifecycle
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described, according to the domain ontolo-
gies and attributes, and then publish them
to the cloud service pool (service registry).
Publishing Orders from Customers:
Region Units need to analyze the custom-
er’s needs, generating customer orders and
configuring the products by orders. In the
meanwhile, they need to provide custom-
ers with product information and commu-
nicate with customers.

Composition of Cloud Services: It com-
bines several cloud services according to
the production needs to provide more com-
pelling new services. The manufacturing
resources, capabilities, and information are
sharing in the cloud service pool.
Composition of Customer Orders: All
the customer orders from different region
units are combined based on the products
and the product units.

Converting Customer Orders to
Production Request Description: The
production request is converted from one
customer order or multiple customer or-
ders with the same requests. The produc-
tion request includes products requested by
the customers and schedule of manufac-

ture. It also records the location and special
requirements.

Matching Cloud Services and Production
Orders: Matching the production request
description and the cloud service descrip-
tion, then selecting the best cloud services
composition.

Production Planning: It determines the
production paths and locating the required
resources and capabilities.

Production Execution: Once the product
units get the production requests and pro-
duction planning, they can carry out the
manufacturing work.

Production Monitoring: It's necessary
to monitor their execution during runtime.
The monitoring information is not only
gathered and collected from the legacy
systems but also managed centrally. So the
production status are available for all units.
Production Optimization: The produc-
tion process need to be optimized through-
out the entire lifetime.

Reporting and Feedback: The production
process will be evaluated and reported.
Feedbacks from customers are collected.
All knowledge and information are stored
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in an information repository for cloud
service.

This integrated cloud manufacturing services
built on lifecycle thinking, in order to increase
information sharing and communications. For in-
stance, when the manufacturing schedule changes,
machines are down, or any production quality or
inventory issues occur, these information need
to be communicated as soon as possible to solve
the problems, to improve the performance, and
to manage the process.

3.4 Cloud Future Factory
System Platform Architecture

To demonstrate the tool of CFF, a Cloud Future
Factory System Platform (CFFSP) is under de-
veloping. CFFSP is designed as an Information
and Communication technology (ICT) tool. It
can be used as a concrete tool of manufactur-
ing management system to fulfil the concept of
cloud manufacturing in reality, and to realize
the integration within manufacturing processes
in an increasingly globalized industrial context.
Factories involved can share and circulate their
manufacturing resources and capabilities while
they can also request various manufacturing
services on-demand for the whole lifecycle of
manufacturing.

Figure 5 shows a function view of CFFSP. The
proposed architecture of the CFFSP is a hierar-
chical structure. It consists of the following three
layers: CFFSP business management layer, Tech-
nology support layer and Manufacturing layer.

e  CFFSP Business Management Layer:
Provides the business operation and busi-
ness logic definitions which oriented to the
business requirements of the CFFSP con-
sumers (Region Units). All manufacturing
applications are provided to users depend-
ing on various requirements.
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e  Technology Support Layer: Similar to
Infrastructure as a service (laaS) layer,
which establishes a basic operational sup-
port environment.

e  Manufacturing Layer: Provides the
manufacturing resources and capabilities
involved in the entire manufacturing life-
cycle. It enables CFFSP services provider
(Product Units) to unload their services.
Each of the resources and capabilities is
encapsulated as a service, and then it can
be requested on demand by CFFSP.

Most manufacturing companies use various
systems to determine product manufacturing and
the production planning process. CFFSP is used
herein to translate all the customer orders into
production request descriptions. The CFFSP is
a cloud based system for distributed (multi-site)
production planning and control system. The key
features of the system include:

e  Production scheduling is done continuous-
ly, not daily, etc.

e  Alternative possibilities are processed
beforehand.

e  Actual processing times are fed to produc-
tion plan and control system real-time.

e  Machine or work phase specific error data
could be input directly to production plan
and control system.

e  Alternative schedules are adjusted based
on feedback and situations.

e  Possible integration to wider supply chain.

CFFSP can support a dynamic manufacturing
process with aclosed-loop pre-emptive production
planning and control. The objectives are to develop
a concept of real-time multi-level optimization
production scheduling system and test it at the
sheet metal processing line.
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Figure 5. The architecture of Cloud Future Factory System Platform
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4. FUTURE WORK

In order to continue the work described and to
achieve furtherresults, this project will be extended
to include more business activities. As mentioned
early, each Product Unit has its own R&D. There-
fore, itis very crucial to combine various dispersed
R&Ds. It will support the product innovation and
production process innovation. Furthermore, this
cloud manufacturing will play asignificantrole in
floor shop management as well. It will integrate
with Manufacturing Execution Systems (MES),
and create ideal conditions for high-quality and
efficient manufacturing, increasing reliability and
global product traceability.

Future work will concern more about the
technologies needed to support the cloud manu-
facturing. Cloud computing technologies can be
used to realize the integration between different
business applications and enable the collabora-
tions. However, security issues of this cloud
manufacturing infrastructure should be considered
as well. Besides, more research efforts should
put on how to publish and compose the cloud
services because current techniques are limited.

Testing
equipment

Cloud service composition and optimal selection
is one of the key issues for implementing a cloud
manufacturing (Xiang et al. 2013).

Handhold devices, i.e. Smart phones and tab-
lets, with internet access are very convenient to
access and respond to real-time communication.
They are essences for cloud computing. They will
be used to improve the experience of communi-
cation. Real-time reporting and comprehensive
monitoring of shop floor operations, resources,
and capabilities are very imperative in new lean
processes.

5. CONCLUSION

Cloud computing is not a new concept anymore,
and itis already embodied in practices from many
aspects. But to realize the full potential of cloud
computing will depend on the technology deploy-
ment, the application implementation, database
integration and different cloud applications inte-
gration (Zhang & Xue 2012). Many manufactur-
ing companies are using cloud concept to their
business model, namely, cloud manufacturing.
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This concept may not be radically different from
existing manufacturing paradigms, such as net-
worked manufacturing, but it brings a new way
to think the agility.

Current structure of the industry and the con-
siderable amount of international trade requires a
strategy that takes these conditions into accountin
advancing sustainable production and consump-
tion. Cloud manufacturing aims at anew industrial
revolution. Cloud manufacturing is a solution for
trade-offs among the interests and sustainability.
Itemphasizes the collaboration between different
stakeholders and process innovation. It allows the
possibility of value co-creation patterns.

This paper has examined the role of cloud
manufacturing in alarge size company. This Cloud
Future Factory (CFF) represents an example of
cloud manufacturing. The CFF roads to high
value added lean manufacturing, involving the
stakeholders from all factories and business units.
It was proposed to manage all dispersed factories
and their sales centers in a case company, which
is a matrix-type organizational structure.

The major works undertaken in this paper
include a comprehensive literature review (to
highlight the possibilities and potentials of cloud
manufacturing) and a technology review (to find
outaset of cloud technologies used in implement-
ing such platform).

This chapter attempts to offer a system platform
that not only coordinates the production and sales
across many physical locations, butalso allows the
limitations and capabilities of the supply chain to
be explicitly available during the production pro-
cesses. CFF acts as a strategic platform to pursue
sustainable manufacturing. Besides, the purpose of
Cloud Future Factory System Platform (CFFSP) is
to construct a flexible and effective management
platform and provide users a concrete ICT tool.
This approach of CFFSP, however, demands more
technology design and concerns.

In most previous studies, cloud manufacturing
is considered as a particular business model for
small and medium sized enterprise. For the large
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company, usually have alot of established business
processes employed and running, which requires
sophisticated monitoring and control structures.
Thus, the necessary degree of flexibility required
to quickly adapt to changing requires and chang-
ing environments is missing. Therefore, we adapt
this cloud manufacturing concept to fit a large
company. The competition shifts from reducing
costs to high-added value.

The evidence from this study suggests that
cloud manufacturing is ideal for SMEs to col-
laborate with other companies while maintaining
their core competencies, but also it is suitable for
large size companies. Large size companies can
achieve the lean manufacturing with the focus on
better communication.

REFERENCES

Al Q. S., Mo, K., Wang, Y., & Zhao, L. (2013).
Research of product information sharing system
based on cloud manufacturing. Applied Mechanics
and Materials, 248,533-538. doi:10.4028/www.
scientific.net/ AMM.248.533

Alavudeen, A., & Venkateshwaran, N. (2008).
Computer integrated manufacturing. PHI Learn-
ing Pvt. Ltd.

Bi, Z. M., & Wang, L. (2013). Manufacturing
paradigm shift towards better sustainability. In
Cloud manufacturing (pp. 99-119). Springer
London. doi:10.1007/978-1-4471-4935-4_5

Chen, T. (2014). Strengthening the competitive-
ness and sustainability of a semiconductor manu-

facturer with cloud manufacturing. Sustainability,
6(1), 251-266. doi:10.3390/su6010251



Acta Wasaensia 105

Cloud Manufacturing towards Sustainable Management

Chryssolouris, G., Mavrikios, D., Papakostas,
N., Mourtzis, D., Michalos, G., & Georgoulias,
K. (2009). Digital manufacturing: History, per-
spectives, and outlook. Proceedings of the Insti-
tution of Mechanical Engineers. Part B, Journal
of Engineering Manufacture, 223(5), 451-462.
doi:10.1243/09544054JEM 1241

Columbus, L. (2013). 10 ways cloud computing is
revolutionizing manufacturing. Forbes. Retrieved
from http://www.forbes.com/sites/louiscolum-
bus/2013/05/06/ten-ways-cloud-computing-is-
revolutionizing-manufacturing/

D’Amours, S., Montreuil, B., Lefrancois, P., &
Soumis, F. (1999). Networked manufacturing:
The impact of information sharing. International
Journal of Production Economics, 58(1), 63-79.
doi:10.1016/S0925-5273(98)00088-7

Fan, Y., Zhao, D., Zhang, L., Huang, S., & Liu,
B. (2004). Manufacturing grid: Needs, concept,
and architecture. In Grid and cooperative comput-
ing (pp. 653-656). Springer Berlin Heidelberg.
doi:10.1007/978-3-540-24679-4_115

Gunasekaran, A. (1999). Agile manufacturing: A
framework for research and development. Inter-
national Journal of Production Economics,62(1),

87-105. doi:10.1016/S0925-5273(98)00222-9

Hu, C. S., Xu, C. D., Cao, X. B., & Fu, J. C.
(2012). Study of classification and modeling of
virtual resources in Cloud manufacturing. Applied
Mechanics and Materials, 121, 2274-2280.

Iwata, K., Onosato, M., Teramoto, K., & Osaki,
S. (1997). Virtual manufacturing systems as
advanced information infrastructure for inte-
grating manufacturing resources and activities.
CIRP Annals-Manufacturing Technology, 46(1),
335-338. doi:10.1016/S0007-8506(07)60837-3

Jovane, F., Westkidmper, E., & Williams, D. (2008).
The ManuFuture road: Towards competitive and
sustainable high-adding-value manufacturing.
Springer.

Li, B.,Zhang, L., & Chai, X. (2010). Introduction
to Cloud Manufacturing. ZTE Communications.,
8(4), 6-9.

Li,C, Yang,P.,Shang, Y.,Hu,C., & Zhu, P. (2012).
Research on Cloud Manufacturing resource
scheduling and performance analysis. Advanced
Science Letters, 12(1), 240-243. doi:10.1166/
as1.2012.2780

Li, C. Q., Hu, C. Y., Wang, Y. W, & Zhu, P. F.
(2011). Research of cloud manufacturing and
resource encapsulation technology. Applied Me-
chanics and Materials, 58, 562-566.

Luo, Y. L., Zhang, L., He, D.J., Tao, F., Ren, L.,
& Tao, F. (2011). Study on multi-view model
for Cloud manufacturing. Advanced Materials
Research, 201, 685-688. doi:10.4028/www.sci-
entific.net/ AMR.201-203.685

Maskell, B. H. (1991). Performance measure-
ment for world class manufacturing: A model
for american companies (corporate leadership).
Cambridge, Massachusetts: Productivity Press.

Mell, P., & Grance, T. (2009). The NIST defini-
tion of cloud computing. National Institute of
Standards and Technology, 53(6), 50.

Mezgér, 1. (2011, August). Cloud computing
technology for networked enterprises. In Preprints
of the 18th IFAC World Congress. Milano (pp.
11949-11954).

Park,J. H., & Jeong, H. Y. (2013). Cloud comput-
ing-based jam management for a manufacturing
system in a Green IT environment. The Journal
of Supercomputing, 1-14. doi:10.1007/s11227-
013-1027-3

139



106  Acta Wasaensia

Cloud Manufacturing towards Sustainable Management

Rauschecker, U., & Stohr, M. (2012, June). Using
manufacturing service descriptions for flexible in-
tegration of production facilities to manufacturing
clouds. In Proceedings of the 18th International
ICE Conference on Engineering, Technology
and Innovation, (pp. 1-10). IEEE. doi:10.1109/
ICE.2012.6297693

Tai, L., Hu, R., Chen, C., & Huang, Y. (2012).
Manufacturing Resources and Demand Intelligent
Matching in Cloud Manufacturing Environ-
ment. Advanced Materials Research, 616-618,
2101-2104. doi:10.4028/www.scientific.net/
AMR.616-618.2101

Tao, F., Cheng, Y., Zhang, L., Luo, Y. L., & Ren,
L.(2011). Cloud manufacturing. Advanced Mate-
rials Research,201,672—676.d0i:10.4028/www.
scientific.net/ AMR.201-203.672

Tao, F., Zhang, L., Venkatesh, V. C., Luo, Y.,
& Cheng, Y. (2011). Cloud manufacturing: A
computing and service-oriented manufactur-
ing model. Proceedings of the Institution of
Mechanical Engineers. Part B, Journal of En-
gineering Manufacture, 225(10), 1969-1976.
doi:10.1177/0954405411405575

Wolfson, A., Tavor, D., & Mark, S. (2013). Sus-
tainability as service. Sustainability Accounting.
Management and Policy Journal, 4(1), 103—-114.

Wu, D., Greer, M. J., Rosen, D. W., & Schaefer,
D. (2013). Cloud manufacturing: drivers, current
status, and future trends. In Proceedings of the
ASME 2013 International Manufacturing Science
and Engineering Conference (MSEC13),Madison,
Wisconsin. doi:10.1115/MSEC2013-1106

Wu, D., Thames, J. L., Rosen, D. W., & Schaefer,
D. (2012). Towards a cloud-based design and
manufacturing paradigm: Looking backward,
looking forward. Innovation (Abingdon), 17, 18.

140

Wu, L., & Yang, C. (2010). A solution of manu-
facturing resources sharing in cloud computing
environment. In Cooperative design, visualization,
and engineering (pp. 247-252). Springer Berlin
Heidelberg. doi:10.1007/978-3-642-16066-0_36

Xiang, F., Hu, Y., Yu, Y., & Wu, H. (2013). QoS
and energy consumption aware service com-
position and optimal-selection based on Pareto
group leader algorithm in cloud manufacturing

system. Central European Journal of Operations
Research, 1-23.

Xu, X. (2011). From cloud computing to cloud
manufacturing. Robotics and Computer-Integrated
Manufacturing, 28(1), 75-86. doi:10.1016/].
rcim.2011.07.002

Yusuf, Y. Y., Sarhadi, M., & Gunasekaran, A.
(1999). Agile manufacturing: The drivers, con-
cepts and attributes. International Journal of Pro-
duction Economics, 62(1), 33-43. doi:10.1016/
S0925-5273(98)00219-9

Zeng, Y. B. (2012). Semantic business process
integration in cloud manufacturing paradigm.
Applied Mechanics and Materials,235,379-383.
doi:10.4028/www.scientific.net/ AMM.235.379

Zhang, F., & Xue, H. F. (2012). Cloud manufac-
turing-based enterprise platform architecture and

implementation. Applied Mechanics and Materi-
als, 190, 60-63.

Zhang, M., & Hu, C. (2013). Research and real-
ization of resource cloud encapsulation in cloud
manufacturing. International Journal of Computer
Science Issues, 10(1).

Zhang, Z. N., & Zhong, P. S. (2012). Key issues
for cloud manufacturing platform. Advanced
Materials Research, 472, 2621-2625.



Cloud Manufacturing towards Sustainable Management

Zhou, J. T., Yang, H. C., Wang, M. W., Jing, S.
K., & Mo, R. (2011). GetCM: A vision of cloud
manufacturing. Advanced Materials Research,
213, 388-392. doi:10.4028/www.scientific.net/
AMR.213.388

KEY TERMS AND DEFINITIONS

Architecture: Providing the overall view of
the cloud manufacturing platform.

Cloud Computing: Not only a technological
innovation but also a business evolution.

Cloud Future Factory: A novel concept
proposed in this research to manage the seam-
less collaboration and real-time communication
for matrix-type organization in the form of cloud
manufacturing.

Cloud Manufacturing: Anintegrated collab-
orative working environment to supportdistributed
factories sharing their resources and interoperating
with each other.

Lean Manufacturing: To eliminate waste to
increase productivity.

Lifecycle: Means the process and possible
functionalities of the cloud manufacturing plat-
form.

Matrix-Type Organization: The organiza-
tional structure with a variety of legal entities and
branch offices located in different countries but
acting as a single “virtual” company.

Sustainability: Refers to the capability of
fulfilling current needs without compromising the
future generations’ environment. In this context,
sustainability of cloud manufacturing means that
all the factories maintain the collaborative relation-
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ship based on mutual complements in resources
and capabilities.
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ABSTRACT

Manufacturing is the backbone of the European economy, but it is challenged by globalisation and
technological evolution. Among the potential problems existing in current European industry are
that the manufacturers are mostly small and medium-sized enterprises (SMEs), and it is difficult for
them to take quick actions and relocate resources flexibly based on turbulent requirements. There-
fore, it is critical to move towards sustainable development in terms of business models and business
practices. In order to respond to these challenges, disruptive changes are needed to maintain the
competitive advantage. In this paper, a new way to achieve collaboration among distributed SMEs is

ARTICLE HISTORY
Received 29 November 2014
Accepted 26 September 2016

KEYWORDS

Virtual factory; distributed
manufacturing; supply chain;
information system;
sustainability

introduced, namely the Virtual Factory. Our purpose is to promote an innovative value-added man-
ufacturing in sustainable development. This paper describes how an integrated information system
can be designed and implemented to support collaboration among distributed SME manufacturing.

1. Introduction

Under international pressure and globalised market
competition, organisations are facing the challenges of
increasing their competitiveness while ensuring high-
quality products and services. Organisations must ded-
icate much effort towards quick responses to business
requests and opportunities in an efficient and sustain-
able way. An important factor that organisations need to
consider is dealing with constant changes (Azevedo &
Almeida, 2011). These changes vary from several aspects,
such as customers’ requirements, the market environ-
ment, business approaches, etc. Organisations have to
develop their ability to adapt and reconfigure themselves,
in the meanwhile cope with a more and more complex
business environment. However, in order to achieve sus-
tainability, it is essential to create a collaborative envi-
ronment for different organisations. Work collaboratively
brings enormous benefits to organisations (Rabelo &
Gusmeroli, 2007), such as offering conditions to reduce
expenses, increasing capacity, broadening markets and
improving themselves with knowledge acquired in busi-
ness (Drissen-Silva & Rabelo, 2009; Rabelo & Gusmeroli,
2007).

The Virtual Enterprise (VE) is a concept describing
the collaboration of multiple independent companies. It
is seen as a dynamic, temporary cluster of autonomous
companies that collaborate with each other to take a
given opportunity or to deal with a particular need,

offering services abroad as it is a single organisation. This
operation is achieved by a coordinated sharing of skills,
resources, information and knowledge, and also a shar-
ing of risks, cost and benefits. Mostly the activities are
supported by computer networks and strongly correlated
with IT use (Drissen-Silva & Rabelo, 2009; Song & Nagi,
1997; Zhao, Cheung, & Young, 1999).

In recent years, several research projects (e.g. Modu-
lar Plant Architecture (MPA), a configurable virtual real-
ity system for Multi-purpose Industrial Manufacturing
Applications and Digital Factory for Human-Oriented
Production System) studied the opportunity to apply new
digital and virtual technologies in the manufacturing
industry (Sacco, Redaelli, Cindea, & Georgescu, 2009).
By reviewing the directions of ongoing research and the
market environment characteristics, it can be concluded
that modern factories have to be modular, scalable, flexi-
ble, open, agile and knowledge based in order to quickly
adapt to the continuously changing market demands,
technology options and regulations (Sacco et al., 2009).
Use of the VE concept is becoming prevalent in many
manufacturing enterprises (Fujii, Karihara, & Morita,
2000). They increasingly rely on Information Commu-
nication Technology (ICT) and leverage their informa-
tion systems (IS) to react to the demands of the market
more efficiently (Gunasekaran & Ngai, 2004). Recently,
the advent of Internet technologies have opened up even
more opportunities and business has evolved different
forms (Goel, Schmidt, & Gilbert, 2009).

CONTACT Yugiuge Hao @yuqiuge.hao@uwasa.ﬁ
© 2016 Informa UK Limited, trading as Taylor & Francis Group



2 (& Y.HAOETAL

However, the current approaches still do not meet the
demands of industry and fail to provide all the required
functionalities. Especially in European countries, most
companies are small and medium enterprises (SMEs) and
usually they do not have the empowerment to accomplish
their business goals, so it is critical for them to constantly
change to interoperate with their surrounding ecosystem.
In order to make a change towards sustainability, new
economic development strategies should be considered.
Manufacturers need to engage in new thinking, about
how the technologies and practices meet the new chal-
lenges (Park & Jeong 2013).

An answer to the problems and requirements high-
lighted so far can be given by the development of the
new Virtual Factory Framework (VFF), which can be
defined as ‘an integrated virtual environment supporting
the design and management of all the factory entities,
ranging from the single product to the network of compa-
nies, along all the phases of the factory lifecycle’ (Azevedo,
Almeida, Bastos, & Piedade, 2010). This paper presents
the topics and goals of a new research project titled
‘ADaptive Virtual ENTerprise manufacTURing Environ-
ment (ADVENTURE); and it highlights the answers that
contributes towards the previously described require-
ments. This project has been developed by academic
research institutes, industry and software development
companies. The present approaches to supporting plan-
ning and optimisation of factories have shown limita-
tions and an inability to address the increasing mar-
ket competitiveness and need for responsiveness. Most
of these research projects focus primarily on the busi-
ness side in general and on aspects like partner finding
and factory building processes. However, no proven tools
or technologies exist in the market that would provide
the creation of VF applying end-to-end integrated ICT.
There is an urgent need for new approaches that address
these current market challenges. This paper describes an
integrated scenario and shows a possible real use for solv-
ing the production needs of SMEs.

Our solution provides a full spectrum of the VF envi-
ronment and the related requirements and technologies.
An IS infrastructure was designed for supporting VF
in manufacturing processes and facilitating information
exchange between factories beyond the boundaries of the
individual enterprises involved. The three-layer infras-
tructure paradigm provides both brokers and partner
factories with an easily deployable and configurable,
distributed, scalable, on-demand VF platform. This VF
platform is not a replacement of partner enterprises’
existing systems, but it provides a communication chan-
nel among all the distributed systems and supports
collaboration in moving towards a sustainable manufac-
turing environment.
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2. Research context review

Since the main purpose of this paper is to propose a
new approach for integrated manufacturing systems, it
is important to clearly understand the previous research
and initiatives that have supported and stimulated this
research. The fundamental concept used in this research
is VE. Therefore, we will start from a definition of VE, and
then step forward into the manufacturing industry.

2.1. Definition of virtual enterprise

The notion of VE has been around over the past decade
and a number of mainly empirical activities have been
going on in this area. The term itself has undergone sev-
eral versions or modifications. There have been many dis-
cussions and debates on how to define it, but still a pre-
cise definition of the concept and an agreement on the
used terminology is lacking (Camarinha-Matos & Afsar-
manesh, 2005). Many research efforts have been concen-
trated on realising some of the features of VE, even with-
out recognising or labelling them as such. Khoshafian
(2002) highlights that VE has emerged from the organisa-
tional paradigms of Virtual Corporation, Virtual Organi-
sation, Virtual Community, Supply Chain and e-business,
and more recently, Extended Enterprise. Nevertheless,
VE is different from these pervious paradigms.

In practice, many geographically dispersed enterprises
often feature this type of business collaboration. Each
enterprise can publish, discover and share its respec-
tive manufacturing services while focusing on its own
core business (Zhang, Zhang, Cai, & Wu, 2012). This
cooperation in the form of VE can achieve a particu-
lar business requirement and obtain more opportunity
to compete favourably in the rapidly changing global
market (Browne & Zhang, 1999; Helaakoski, Iskanius, &
Peltomaa, 2007). Katzy and Obozinski (1999) authored
one of the most cited papers, which introduce the concept
of VE as follows: ‘the virtual enterprise is based on the
ability to create temporary co-operations and to realise
the value of a short business opportunity that the part-
ners cannot (or can, but only to a lesser extent) capture
on their own. Andrade et al. (2015) connect the VE for-
mat with the concept ‘Holon, which refers to autonomous
organisations which act as a whole but which are not self-
sufficient.

Furthermore, VE provides a new solution for unpre-
dicted opportunities (Katzy & Obozinski, 1999). Easley
(2007) concludes that three primary factors comprise the
driving force behind VE, and they are an increasing focus
on core competencies, an increasing need for partnering
due to the levels of complexity in the lifecycle engineer-
ing of some product areas, and a need for more agile
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systems as the result of market forces. Romero, Rabelo,
Hincapie, and Molina (2009) define the needs and
requirements from quality, time and cost aspects.
These requirements are also the criteria to consider
regarding effective collaboration relationships among
different partners. The key elements of VE are ‘coop-
erating’ and ‘networking. The VE temporarily acts as
a single organisation without forming any new legal
entity (Camarinha-Matos & Afsarmanesh, 2005). New
network- and web-based technologies allow the using
and sharing of knowledge worldwide, which eases collab-
oration between different business areas and also among
geographically distributed partners and stakeholders
(Jufer, Politze, Bathelt, & Kunz, 2012).

This form of cooperation especially benefits SMEs
which can join skills and resources to gain competitive
advantage. Some distinguishing and essential character-
istics are obvious in VE:

e Customer-based: All the participating partners
appear as one single enterprise to the customers
(Goel et al., 2009; Larsen & McInerney, 2002) and
they have the ability to fulfil customers’ unexpected
requirements together (Jufer et al., 2012).

e Organisational structure: The VE itself owns no
inventoried resources, assets, plants, factories or
warehouse. These are owned by its participating
companies. It is a network to tie independent enter-
prises together (Camarinha-Matos & Afsarmanesh,
2005; Goel et al., 2009; Larsen & McInerney, 2002).

e Geographical dispersion: In order to capture a
new opportunity quickly and respond to customer
requirements flexibly, cooperation between dis-
tributed sites is necessary (Huang, Gao, & Chen,
2011; Jagers, Jansen, & Steenbakkers, 1998; Katzy &
Obozinski, 1999; Larsen & MclInerney, 2002; Wang,
Wong, & Wang, 2014). Because the communication
between participants is taken care of by ICT, the
work location is no longer important.

¢ Based on core competencies: Most companies have
both higher and lower quality competencies. In
VE, several companies can pool their talents and
resources and then each enterprise can contribute
their high-quality competencies (Jagers et al., 1998;
Larsen, & McInerney, 2002).

e Lifetime: It is of a temporal nature and is dissolved
as soon as the business opportunity is passed (Goel
etal., 2009; Larsen & McInerney, 2002; Zhang et al.,
2012; Wu, Zhu, & Zhou, 2014). A VE is some-
thing unique, which means that the way a problem
was solved in a given previous VE is not necessar-
ily valid for another VE (Drissen-Silva, & Rabelo,
2009).
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e Partner equality: Each partner in this collaborative
effort has equal responsibility for the process of VE,
and all companies need to play their own roles, con-
tribute to the improvement of the end product and
form a link, regardless of location and functionality
(Jagers et al., 1998).

® Changing participants: According to the specific
business opportunities and objectives, VEs could be
composed of different partners even if the objectives
are the same. Each activity can be performed by dif-
ferent companies which have the same competencies
(Jagers et al., 1998; Wang et al., 2014).

2.2. Product management and Virtual Enterprise
lifecycle

Product lifecycle (PLC) refers to the time period from
product design, manufacturing, to being available in
the market and maturity, until it declines. The PLC
approach is essential to achieve sustainability by expand-
ing the focus from the production site to the entire
factory (Azevedo et al., 2010). Four generally consid-
ered perspectives are identified, i.e. marketing, product
management, manufacturing and computer systems/data
management. Due to the fast changing markets and
appearance of new technologies, the PLC is becoming
shorter but also more complex. The product per se has
also evolved from physical product to the notion of
the extended product, which has additional services to
make it more competitive and attractive (Romero et al.,
2009). Therefore, changes in product management are
frequently and continuously implemented at all levels of
the factory.

Although major ICT players already offer compre-
hensive product lifecycle management (PLM) supporting
most of the processes, they do not offer all the required
functionalities and they lack interoperability. Moreover,
SMEs cannot afford the present expensive PLM software
(Hints et al., 2011). The VE business model is a promis-
ing approach to tackling issues in PLM and reacting to
changes in product management and adapting to oppor-
tunities (Katzy & Schuh, 1998). It facilitates the sharing
of resources, manufacturing information and knowledge,
while harmonising and integrating all the factory entities,
from a single product to networks of companies, along all
the phases of their lifecycles (Azevedo et al., 2010; Terkaj
& Urgo, 2012). Several previous studies have reported on
the lifecycle of VE based on its characteristics. They put
emphasis on different perspectives, but the essences are
similar. Katzy and Obozinski (1999) refer to a lifecycle-
based framework for designing VE. The value system
lifecycle gives a framework for all concurrent engineer-
ing activities in designing VE. It includes the pre-phase,
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configuration phase, design phase and subsequent opera-
tion. Reid, Liles, Rogers, and Johnson (1996) also propose
VE lifecycle as a new and innovative strategy for becom-
ing competitive in this dynamic manufacturing environ-
ment. (1) A VE is conceived when customers’ needs are
recognised. (2) The VE is created when relationships are
established. It brings together the requisite competencies.
(3) The VE competes when the ‘product’ is offered in the
marketplace. (4) After competing, the enterprise is con-
figured as assets and competencies are acquired and the
requisite processes and infrastructure are developed to
accomplish the objectives of the enterprise. (5) The VE
then conducts operations to produce, deliver and sup-
port the ‘product’ and to maximise stakeholder value. (6)
It concludes operations when the objectives of the enter-
prise are satisfied, by terminating the relationships.

Rabelo and Gusmeroli (2007) report on the require-
ments of constructing collaborative networked organi-
sations (CNO), and they define diverse phases of a vir-
tual organisation lifecycle into creation, execution and
dissolution. Drissen-Silva and Rabelo (2009) used four
phases classification: creation, which is for VE planning
and partners’ selection; operation, which comprises the
execution and monitoring of the planned activities; the
evolution phase comprising the handling of problems
detected in the operation phases; and the dissolution
phase comprising all issues associated with the VE end-
ing. Cong, Zhang, Liu, and Huang (2010) divide the life-
cycle of service-based VE into four phases, namely recog-
nition, formation, operation and termination. The recog-
nition phase includes goal and opportunity recognition,
etc. After making a decision on partners in the forma-
tion phase, the VE is established and the operation mode
is designed. In the operation phase, the main activities
include design, marketing, financial management, man-
ufacturing and distribution. When VE has realised all its
goals, then comes the termination phase, and the oper-
ation is terminated, the assets liquidated and alliance
disbanded. Jufer et al. (2012) point out three essential
activities in the context of factory planning and manage-
ment: monitoring, optimisation and (re-design). It is very
important to define the activities of VE in the manufac-
turing context, and these activities can address more con-
crete functional requirements.

2.3. Information system for Virtual Enterprise

Numerous studies have attempted to build models for VE
information systems to enable their evaluation in man-
ufacturing industry (Ader, 2001; Cong et al., 2010; Goel
et al., 2009; Park & Favrel, 1999; Yoo & Kim, 2002).
Innovative information systems (IS) in VE play a criti-
cal role and enabling factor in extending the enterprise
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scope beyond the traditional organisational boundaries
(Romero et al., 2009). Advances in modern technologies,
such as the Internet, workflow management systems, etc.,
have made it possible for IS to enable enterprises to coop-
erate with each other (Zhang & Shi, 2003). VE struc-
ture is IS-centred, and it is further interpreted such that
its core competence is in supporting different organisa-
tions working together. However, as Ader (2001) foresaw,
it would take a long time to generate the full effect of VE.
Due to the heterogeneous and autonomous nature of the
involved organisations and the dynamic nature of a VE
formation, the lack of a sophisticated coordination mech-
anism is problematic (Zhang et al., 2012). There are many
challenges related to technology when implementing IS
to support VE. The structure of VE has to face different
technical constraints (Martinez et al., 2001). In order to
support VEs activities, several ICT-related issues should
be handled. The ICT infrastructure should be transpar-
ent in order to provide reliable communication (Rabelo
& Gusmeroli, 2007).

VE facilitates cross-enterprise collaboration but it is
not easy to realise this business formation. Considering
the activities in the lifecycle of VE, the search for and
selection of partners is a very important and challeng-
ing process in the lifecycle of a VE (Camarinha-Matos &
Afsarmanesh, 2001; Cunha & Putnik, 2006). Sarkis, Tal-
luri, and Gunasekaran (2007) state that in order to be
competitive and agile, organisations must adapt them-
selves and select their strategic partnerships and alliances.
Choosing the right partners for the right job is the most
fundamental and also the most difficult decision. Dif-
ferent companies fit together in terms of mutual trust,
organisational culture, business processes and their ICT
systems, etc. It is difficult to accomplish a search for suit-
able partners who hold the needed resources and/or com-
petencies and will also fit with the other partners. It bears
the risk that the allocated partners will not fit together.
Camarinha-Matos and Afsarmanesh (2001) suggest that
the VE partners’ search and selection activity can be
achieved by the application of multi-agent systems and
market-oriented negotiation mechanisms. However, it is
difficult to guarantee coordination between independent
agents unless common rules are adopted (Camarinha-
Matos & Afsarmanesh, 2001).

In order to perform the search and selection, it is
important to ensure that the information is available
when needed. Real-time access is a major advantage of the
Internet and Intranet technologies and is a primary rea-
son for the existence of VE. However, the issue is that in
reality many manufacturers are missing appropriate real-
time information about manufacturing and there is often
a lack of control. Another challenge in search and selec-
tion activities is the effecting of information exchange
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among application systems (Athanasiadis, 2007; Neaga,
Harding, & Lin, 2007). The problem here is missing inter-
operability between the business partners’ IT systems as
well as the fact that some information might not be auto-
matically generated and provided (Athanasiadis, 2007).
With the development of ICT, there are a number of stan-
dards and methods that have been proposed for the var-
ious aspects of integration and exchange (Khoshafian,
2002; Terkaj & Urgo, 2012). However, current technical
standards still do not provide complete support in the VE
environment.

In this temporary organisation of VE, quality of ser-
vices (QoS) is the key point to ensure all participating
enterprises have a good cooperation (Wu, Zhu, & Zhou,
2014). It is very important to consider information about
the partners and their performance when searching and
selecting appropriate partners (Huang et al., 2011; Wu,
Zhu, & Zhou, 2014). In order to measure the performance
of a manufacturing organisation, usually dashboard is
implemented. It is not new but has been widely adopted
by businesses. Dashboard is a valuable method for com-
panies to exchange information among different parties.
This management of information supports the measure-
ment of the performance of employees in an organisa-
tion with respect to problem solving, work integration
and customer service (Doll & Torkzadeh, 1998).

In order to monitor the partners’ performance, certain
criteria need to be defined in this dashboard. QoS criteria
include domain-independent ones such as response time,
price, reliability and domain-dependent ones like preci-
sion and refresh frequency for an exchange rate inquiry
service (Wu, Zhu, & Zhou, 2014).

It appears to be a growing trend for supply chain part-
ners to collaborate in a VE formation (Wang et al., 2014).
As Gunasekaran and Ngai (2004) point out, integration
of the supply chain’s activities and processes before devel-
opment and implementation of the IS in supply chain
management is needed. Song and Nagi (1997) analyse
the requirements of agile IS development. They empha-
sise that even in global integration, it is imperative to
maintain the autonomy and heterogeneity of geograph-
ical distributed partners. However, since the partners are
totally autonomous, decisions cannot be imposed by a
single company (Drissen-Silva & Rabelo, 2009). There-
fore, to support collaboration among all partners and
obtain maximum benefits from VE in terms of manufac-
turing industry, the IS must possess functionalities which
provide both high integration and significant autonomy.
These are very difficult to balance.

Overall, these studies presented above provide valu-
able insights into IS design and also drive the require-
ments and development for the next generation of VE in
terms of challenges that imply (1) the selection of proper
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manufacturing enterprises; (2) rapid integration of the
manufacturing processes; (3) dynamic reconfiguration of
the system; (4) adapting to changes introduced by vari-
ous factors such as the joining and dropping of partners,
and market and context changes; (5) keeping the factory’s
autonomy for easy partnership maintenance.

3. Empirical study

Industrial manufacturing is a typical application area of
the VE concept, which is also our focus in this paper. In
the current turbulent global economic environment, the
manufacturing processes can hardly be accomplished by
only one manufacturer, and need multiple manufactur-
ers. Manufacturers must be viewed in the context of their
contribution to the total value chain (Helaakoski et al.,
2007). It is very important for manufacturers to focus on
their core competences and join in the efforts with oth-
ers, in order to fulfil the requirements of new products
(Camarinha-Matos & Afsarmanesh, 2006). Therefore, we
label this particular VE as Virtual Factory (VF). More
specifically, VF is dynamic, ad hoc and temporary, and
exists only for the lifetime of a specific business opportu-
nity in the manufacturing field. Each manufacturer in VF
is an independent operation agency, but the management
of VF is logically concentrated and physically distributed
(Chen, Huang, & Ji, 2008).

VFF can be defined as ‘An integrated collaborative
virtual environment aimed at facilitating the sharing of
resources, manufacturing information and knowledge,
while supporting the design and management of all the
factory entities, from a single product to networks of
companies, along all the phases of the their lifecycles’
(Terkaj & Urgo, 2012). The VF paradigm can assist in
achieving business process innovation by addressing var-
ious key issues (Sacco et al., 2009):

e reduction of production times and material waste
through the analysis of virtual mock-ups of new
products;

e development of a knowledge repository, where peo-
ple can find any kind of stored material (designs or
documents) in different versions;

e improvement of workers efficiency and safety
through training and learning on virtual production
systems;

e creation of a collaboration network among people
concurrently working on the same project in differ-
ent places.

3.1. ADVENTURE project

It is critical to promote European SMEs to be collab-
orative through sharing costing resources and valuable



6 Y.HAO ET AL.

knowledge and expertise. This collaborative environ-
ment supports SMEs to achieve more bargaining power
with the larger companies in general. ADVENTURE is
a research project sponsored under the Europeans Com-
missions 7th Framework programme as well as by the
project members (www.fp7-adventure.eu). This project
aims to foster and strengthen the primacy of future Euro-
pean manufacturing by creation of the next generation of
VE

The goal of this project is to generate a framework that
provides the tools to combine factories in a ‘plug & play’
way to manufacture a particular product with customers’
unique requirements. The aim of this project is to lay the
foundations for future applications in this research area.
The desired outcomes are major time and cost savings for
manufacturing companies, while increasing performance
in the design, management, evaluation and reconfigura-
tion of new or existing facilities. ADVENTURE aims at
simplifying the establishment, management, adaptation
and monitoring of dynamic manufacturing processes in
VFs. A new solution will be designed to enable VFs and
all related enterprises to collaborate beyond existing oper-
ational boundaries and exchange performance informa-
tion across factories. Various technologies from the field
of Ubiquitous Computing and ‘the Internet of Things, e.g.
wireless sensors, are a necessary requirement. They will
be adopted in order to support the monitoring and gov-
ernance of processes, i.e. to give information about the
current status of manufacturing and delivery.

From the above description of the complex processes
in the PLC, it clearly indicates that it is not an easy
task to effectively manage processes with all the related
information and collaborative tasks in the PLC. All these
require effective and efficient collaboration among all
the processes in the PLC. Effectively managing the PLC
and related business process can reduce time-to-market,
shorten the time-to-volume and enhance tune-to-profit
(Ming & Lu, 2003). However, currently available enter-
prise application systems are unable to meet such require-
ments for effective collaboration in the management of
the PLC. Therefore, a new business model called collab-
orative product services and the corresponding architec-
ture need to be developed for collaboration in PLC man-
agement.

3.2. Virtual factory reference model

We consider each VF as a collection of service oriented
business processes to manage a specific PLC and deal
with all the issues related to this PLC. The lifecycle of
VF is ended when the PLC is dissolved. In order to
support the VF business model, a VF platform needs to
be established in which the manufacturing services are
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registered, searched for and used. In this way, the infras-
tructure is capable of managing and supplying those ser-
vices that are provided by manufacturers and requested
by service consumers in order to run the production
networks within a VF platform (including the secure
exchange of data between all parties, joint specifica-
tion management, product configuration infrastructure,
etc.).

A new reference model (Figure 1) is created based
on two principles: ‘integration’ and ‘autonomy’, to bet-
ter address and meet the requirements of VE. This solu-
tion helps VF and the cooperating manufacturing enter-
prises move beyond existing operational limitations by
providing concrete tools and approaches for leveraging
the information exchange between enterprises. The cen-
tralised control enterprise is named manufacturing bro-
ker and is responsible for collecting customer orders,
designing the process model and describing the manufac-
turing process and then assigning appropriate manufac-
turing enterprises (in this scenario, they are called part-
ner factories) to accomplish the manufacturing processes.
Therefore, the clients in this VF platform comprise two
parts: brokers who propose the VF and partner factories
which perform the manufacturing process. From this ref-
erence model, all the factories must manage their own
business while integrated in this platform and share their
own resources and capabilities.

In order to fulfil orders in a short time and avoid bot-
tlenecks, control over the whole manufacturing process is
carried out in a form of virtual factory. The brokers ben-
efit from this platform as follows:

e Brokers can provide a (semantic) description of
companies, their production facilities and products.

® Brokers can design a process to produce specific
products and describe the constraints, e.g. regarding
environmental and ethical questions, lead time and
costs.

* Brokers can assign different partner factories to each
process step. This platform can suggest the best fit
partner factory for each step in order to optimise the
manufacturing process.

¢ Brokers can simulate a well-designed process and
then execute the process.

e Information about the current status of the manu-
facturing process is given in real-time. Furthermore,
information from different ICT systems of the part-
ner factories is also integrated into process monitor-
ing.

e When unforeseen events happen and change the
outcome of the manufacturing process (e.g. delay
and cost increase), an automatic adaption of the pro-
cess will take place.
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Figure 1. Reference model of Virtual Factory.

Comparing with previous research, the relationship
among brokers and factory partners is perceived differ-
ently. The relationship is not simply non-hierarchical.
In this paper, the relationships are considered in two
aspects: business logic and information flow. From the
business logic perspective, it is a non-hierarchical rela-
tionship because all the entities in this VF platform are
autonomous. On the other hand, the information flow
appears as hierarchical architecture because the brokers
are situated at the upstream of information flow.

3.3. Operational lifecycle

The methodology for operating a VF is structured in four
phases and these can be grouped into two stages: pre-
phase and execution. This is shown in Figure 2.

In the first phase, the enterprises need to analyse their
own business and technology, then understand the spe-
cific requirements of creating VF and adapting to the VF
platform environment. By performing this provision, the
enterprise becomes a member of the VF platform. The
enterprise needs to provide information about its pro-
file, including its capabilities and products. This enter-
prise is mainly responsible for the VF creation and rele-
vant actions. It plays a broker role between customer and
production in the acquisition of new products. This pre-
phase will only be performed once for each enterprise. At
this phase, essential processes are designed from scratch
and updated according to need.

In the execution phase, predefined processes are
adapted as ready-made with the objective of running
the VF successfully. At this phase, already designed and

)
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validated processes are adapted during VF run time.
There will be several instances of VFs, so that SEARCH,
PLUG and PLAY will be performed multiple times, but
only once for each VEF. In this case, the whole lifecycle can
be divided into two stages as defined previously, namely
‘pre-phase’ and ‘execution.

The second stage starts with the SEARCH phase.
The broker analyses preliminary business opportuni-
ties, designs products with the required components,
tools and facilities, and then searches for suitable part-
ners. Based on the customers’ requirements and specific
needs, the broker designs a process-based VF with several
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Figure 2. Virtual Factory operational lifecycle.
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steps, and assigns different partners to each step accord-
ing to the partners’ capabilities. In the PLUG phase, the
broker can simulate the designed VF and optimise the
business flow processes. Once the broker is satisfied with
the simulation result, the VF can be executed in real-
ity. Each partner can download the product and process
design into their real factory and start production activ-
ities. In the PLAY phase, the whole execution process
will be monitored. At the same time, process forecast-
ing will be performed automatically and notification sent
to the broker when potential risk occurs. After all activ-
ities are accomplished and all parties of the VF are satis-
fied, the process ends with dissolution. When a new busi-
ness opportunity is detected, the broker can establish an
entirely new VF or restart a VF based on historic cooper-
ation. The SEARCH phase is launched again.

In this VF operational lifecycle, major time and
costs savings can be achieved when dynamic complex
behaviour over the entire lifecycle factory is simulated.
Both brokers and partners have their own business and
production lifecycles, but they are also integrated in the
supply chain as a signal VE They both participate and
contribute to this VF platform, but the broker has more
responsibilities on the VF side and all the partners act-
ing move on the real factory side. This VF platform is
designed to enable the desired harmonisation and factory
planning and performance monitoring between the VF
and real factory.

3.4. Three-layer platform architecture

A new architecture is designed to implement all the
required functionalities. This layered architecture can
provide a better understanding of VF from both the
software engineering and knowledge engineering per-
spectives. The three-tier architecture model is the fun-
damental framework for VE information systems. Berga-
maschi, Gionata, Guerra, and Vincini (2003) and Chen
et al. (2008) propose three-tier model architecture to
implement the VE platform. However, traditional three-
tier architecture is suitable mostly for applications with
a predictable number of users, following a small num-
ber of usage patterns and a reduced number of load
spikes (Petcu, Macariu, Panica, & Créciun, 2013). In other
words, this architecture runs into problems with the need
for high scalability and elasticity in modern web appli-
cations such as for VF implementation. Furthermore,
traditional web applications use relational databases for
their data tier. This database system is difficult to scale
or to replace in case of failure and any change in the
database schema requires some downtime. Also, per-
forming queries on these databases is slow (Petcu et al,,
2013). To solve these issues in three-tier architecture and
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benefit from the cloud, we provide a more advanced
architectural style. In this paper, the three-tier architec-
ture needs to be modified with two additional services
components. The architecture is presented in Figure 3.

e User interface layer: This layer retains the same
functionalities as traditional presentation layer to
interact with users. The user interface layer pro-
vides the required Graphical User Interface - called
‘Dashboard’ - for the VF partners. This layer pri-
marily includes process visualisation and config-
uration that is supported by the process designer
and message exchange and information manage-
ment with defined user role. This user interface can
be customised based on the users” different needs
and users can use any devices with a web browser
to access this VF platform. The user interfaces for
brokers and partner factories are different.

e Process management layer: This layer consists of
business rules. In the process management layer.
various processes-related requirements such as pro-
cess execution, adaptation, forecasting and simula-
tion, monitoring and optimisation are performed
actively. It is responsible for implementing the man-
ufacturing process. It contains six distributed com-
ponents: process design, process simulation, process
optimisation, process execution, process monitor-
ing and process adaptation. Although these com-
ponents are designed separately, they interact with
each other. The interplay of these components is
used to manage the manufacturing process in order
to fulfil customer orders. These components are
mainly used by brokers, but when signing the part-
ner factories to the manufacturing process, the sys-
tem will send notification to the partner factories.
Although the partner factories do not actively inter-
act with these components, they are an important
part of the manufacturing process.

e Data management layer: In the data management
layer, all data which is needed across component and
factory borders is collected and stored in a cloud-
based data storage system and is responsible for data
exchange and data search between VF partners. The
data layer contains cloud storage. This cloud stor-
age serves as central data storage. It allows the busi-
ness layer to pass by different types of data (binary,
semi-structured, structured and semantic) and will
ensure high scalability for data storage processes.
Within this cloud storage, scalability and reliabil-
ity both have a higher priority than speed. Because
there are many different types of data in a VF plat-
form, the cloud storage should support all of them
through different cloud providers.
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Figure 3. Overview of Virtual Factory multi-layer architecture.

e Load balancer service: This service distributes user
requests to different components in the business
layer in order to avoid overload and minimise
response time. It is a fundamental requirement to
build dynamic cloud architecture. This scalable and
open platform can ensure access to services accord-
ing to the load of the physical network in a cen-
tralised manner.

e Message routing service: This service is needed to
connect the different tiers and to manage the com-
munications between each layer. This service pro-
vides valuable information and ensures scalability.

3.5. Conceptual approach justification

The purpose of VF is to define how the access to the com-
plementary skills between organisations and the different
types of knowledge exchange in a network will influence
the network value. In this chapter, we will explain how the
proposed conceptual approach handles issues and chal-
lenges.

In order to manage all the manufacturers, different
instruments are introduced to realise the VF and to
ensure the performance of VE First of all, the contracts
and relevant agreements are designed in the JION and
SEARCH phases. They are used to define the rights and
duties of each partner and the type of penalties to be
applied in case of breach of the agreed conditions. Risk
management plan will be made accordingly as well. This
document includes the identification of risks, its impact
estimation, and the definition of migration strategies for
each risk and the plan of action that determine when the
expected migration is to occur.

In this VE all parties work together to solve problems.
Therefore, all partners’ complete information is included
in the cloud data storage. In order to ensure the data
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exchange performance, when in PLUG and PLAY phase,
only relevant and value-added information is exchanged
in an accurate, timely and credible manner.

The product is designed based on customer order or
market need. The broker provides a description of the
product specifications. In the PLAY phase, value analysis
will be used to manage the product development process.
It is important to set up standard criteria for evaluation
purpose.

The real-time monitoring provides a live view of the
ongoing processes. Brokers may decide to undertake
flow adjustments and efficient decision-making process
in order to improve the design processes performances.
The process analytics provides the key performance indi-
cators (KPIs) relating to the design processes.

Moreover, in order to ensure product quality, a set of
quality management practices should be conducted, such
as supplier certification, inspection, statistical process
control, continuous quality improvement programmes
and competitive benchmarking.

Once the customer needs have been fulfilled and the
VF comes to dissolution in the PLAY phase, it is vital
to create knowledge database about VF experience. This
knowledge database includes document on the assess-
ment of the collaboration established by each partner, and
also a final report on the evaluation of the manufacturing
network.

4. Virtual factory system design and
implementation

4.1. Data modelling

As mentioned previously, VF data model development
aims at formalising the concepts of VF lifecycle along
with both broker’s business process in VF and partner
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Figure 4. Top-level classes of Virtual Factory.

factories’ production process in the real factory. It must
be holistic, but with enough flexibility, extendibility and
scalability.

This data model will be considered as a shared
meta-language providing a common definition of all
information that will be governed by VF brokers and all
partners and also be used and updated by the decou-
pled functional modules. The top-level class diagram
(Figure 4) is composed of all the abstract classes and
their relationships. It enables the realisation of VF oper-
ation in the VF platform. These base classes include VFs,
enterprises with different roles (brokers and partners)
and different resources and capabilities, projects with
specific business opportunities, product design and pro-
duction plan, including suggested partners who have
the capability to fulfil the predefined process. These
abstract classes can be used to model a wide range of
VF information systems while taking into consideration
both VF and real factories aspects.

4.2. Cloud data storage

As mentioned in Section 3.4, the bottom layer, namely
data management layer, is designed to centrally manage
all data, information and transactions. Cloud-based
storage is applied to support this VF platform. It allows
manufacturers to share information about produc-
tion/products over the cloud platform. The data layer
supports several types of data: for instance, semi-
structured data storage such as XML or JSON data,
structured data used internally by different components
in the business layer, semantic data for semantic com-
pany descriptions, and also binary data, which comprises

documents such as specifications. Therefore, different
cloud storage is needed for different types of data.

This cloud storage will be based on the concept of
buckets, which are specific isolated storage spaces man-
aging data for different data type. These buckets can be
thought of as independent databases to store and retrieve
different types of data in different databases. Thereby,
the data types decide their databases and how they store
the data.

Within this solution, a set of four different bucket types
for semi-structured, structured, semantic and binary data
will be implemented. Designing in this way can ensure
flexibility. If other bucket types are needed, such as a SQL
bucket, they can be added easily. The cloud storage will
support a basic set of CRUD (create, read, update, delete)
operations for all bucket types in a suitable data format
(e.g. OData for structured data).

In order to realise this integrated cloud storage, it
is necessary to identify adequate technologies to store
structured, semi-structured, binary and semantic data.
One unique feature of the business model in cloud is
that different services are provided by multiple opera-
tors. Therefore, different cloud storage providers will be
selected to provide different types of cloud storage. For
instance, Amazon’s Simple Storage Service (S3) provides
basic unstructured remote storage, while Microsoft’s SQL
Server Data Services is used to support more structured
data (Chappell, 2008). For managing these data types,
a lot of proven technologies exist. In this paper, well-
tested and high-performance technologies are selected
(Table 1):

Based on the selection of technology on different
types of bucket, cloud storage can be decomposed into
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Table 1. Description of different bucket types and the technologies selection.

Bucket types Type of data Requirements Selected technology
Structured Typical application data Table based structure on top of relational MySQL
databases
Semi-structured Typical data in a document-oriented way As ‘NoSQL storage MangoDB
without a fixed data schema
Binary A document-centric storage for binary data Queries will be based on the document Amazon S3
(e.g. Store videos, PDFs, etc.) name or ID, e.g. by requesting the content
of the document ‘company description.pdf’
Semantic data bucket type Storage of semantic information, e.g. for Queries will be based on a semantic query Sesame

managing semantic factory descriptions

language such as SparQL

a detailed structure. Figure 5 illustrates the structure of
cloud storage.

e Message routing: It is used to realise communica-
tion and message exchange within the information
system via queues in the cloud. It receives messages
from other components in the business layer to this
data layer.

e Cloud storage facade: This is the message inter-
face and virtual controller of the cloud storage.
It manages the buckets, interprets the messages
and executes the commands sent in the message.
Additionally, it checks whether the data has to be
transformed and if the needed access rights are
granted. To achieve this it uses query translator and
access control.

e Query translator: It is used to convert the data
from the messaging format into the specific database
query format and back.

e Access control: It is used to check if components in
the business layer are authenticated to access a spe-
cific bucket. It also checks whether the users have the
rights to access specific binary data. Access control
list will be stored in semi-structured data storage.

e Buckets: Buckets are independent data storages that
can be created and used by components. Depend-
ing on the types, they are realised as own database
instances, separate tables or keys, with a specific
prefix. Each component can create its own separate
bucket, so the cloud storage has to manage several
buckets of each type, as can be seen in the example
in Figure 5, where two binary buckets exist in binary
data storage.

4.3. Dashboard for sustainable metrics

In order to evaluate manufacturing performance, it is
important to keep constantly monitoring, reporting and
improving the manufacturing performance. Community
expectations will drive consumer choices towards more
sustainable products. Therefore, it is very important to

measure the VF performance. In this paper, we used
Dashboard as a tool to measure the factory performance.

All the processes needed to run the VF will be visu-
alised through a ‘Dashboard’ component. This dashboard
facilitates the visualisation of the real-time status of the
running processes. This visualisation process ensures the
users are able to monitor and manage the VF’s over-
all operational processes. Each of the processes within
the VF is designed and validated individually, and then
interfaced with other processes to execute as a complete
VE

Users directly interact with the dashboard component
through required registration and login process that con-
firms the access through protocol and data security, and
this refers to the JOIN’ phase in the whole VF lifecycle.
In this case, the users can be representatives from the par-
ticipating companies of the VF and can be in the form of
broker or partners, depending on the type of users and
their predefined roles within the VE

This dashboard user interface mainly fulfils three
functionalities for VF production: process management,
process monitoring and process performance metrics.

¢ Process management: When integrated with the col-
laborative process, dashboard enables displaying of
the status of the work in process to different part-
ners. So VF partners have opportunities to man-
age their own factory process in real time and to
coordinate the required actions with other partners
in the process. Moreover, optimisation of the man-
ufacturing process with the most suitable partners
is the most fundamental and important decision.
Therefore, management of the partner’s capabilities,
descriptions and resources is important in this VF
platform.

e Process monitoring: It refers to the day to day
evaluation of KPIs. High-quality data about the VF
process is graphically represented on the dashboard.
Process monitoring activities, for instance, real-time
simulation and forecasting, will help the VF bro-
ker make instant business decisions. Real-time
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notifications and alerts are also helpful for the VF
partners to initiative immediate corrective actions.
Monitoring and communication between each
user can be considered as the major concern and
functionality.

® Process performance metrics: A sustainable man-
ufacturing strategy requires metrics for decision-
making at all levels of an enterprise. Dashboard
acts as a diagnostic tool to provide brokers with a
quick overview of a VF’s performance. We develop
this integrated dashboard to display all the required
functionality to users in order to realise VE

5. Platform operation and evaluation

5.1. Dashboard prototype and use case

To demonstrate the feasibility of the proposed approach
for VE a Liferay-portal-based VF platform prototype
is implemented. This Liferay-based dashboard provides
improved business agility and flexible SOA architecture

permits various implementations in different languages
to work together.

Figure 6 displays a sample of dashboard. The high-
level performance measurement indicators of each of
the VF processes and shown exclusively. This high-level
information of all the VF-related process such as overall
status, order status, stock level, process and notifications
are presented in order to monitor them.

Figure 7 shows the detailed status information of each
process related to monitor the VE. The VF partners that
are directly included in each of the processes can be visu-
alised through this dashboard user interface.

These dashboard examples present an initial idea
of how various information monitoring related to the
VF operational process contributes to the overall per-
formance measures of the collaborative VE This also
presents how to develop up-to-date communication
infrastructure.

The collaborative manufacturing process will be
optimised by enabling the integration of factory
selection, forecasting, monitoring and collaboration
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during runtime. We implement a use case to describe
major activities undertaken to utilise the platform in
reality.

Company A is a global company which offers a wide
range of products for the cork industry. It registers as a
broker in this VF platform in order to manage its cus-
tomer orders. Once Company A receives an order/request
through its web portal, asking for a completely new cork
production machine, the order/request will load into the
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which qualify are found, but only suitable factories are
selected as partners. The production process is saved in
the process management and a simulation is executed in
order to verify the results: total price, delivery days, etc.
Once Company A is satisfied with the result, the process
is ready to start. Process execution starts executing the
adaptive workflow involving gateway services and putting
the orders in the different systems from Company A’s
ERP to the ERP of partner 1 (for instance, laser supplier)
and partner 2 (for instance, controlling system supplier).
Company A can always monitor the status of the process
execution using the dashboard. In case of an urgent issue
arising, such as the laser producer having a major break-
down and not being able to produce the laser system any-
more, an alert is displayed in the dashboard. Company A
can stop the process instance in the process management,
then search for suitable partners to replace the position
and so fulfil the task.

5.2. Evaluation

For business in practice, there still is no standard
approach for companies to develop their VF systems,
as they often have unique and proprietary operational
strategies and practices. Therefore, the VF infrastructure
presented in this study has significant implications for
SME:s in structuring an effective collaboration network.

Cloud-based solutions are increasingly used in man-
aging geographically distributed companies. Our cloud
storage enables data synchronisation and manufactur-
ing process coordination between the dual systems. We
present a typical example of using cloud storage platform
to create an opportunity to providing a consistent inte-
grated data management solution. In turn, SME facto-
ries benefit from virtualised, secure, reliable and elastic
cloud services to scale the performance and operation
of the network for peak usage periods. Based on sugges-
tions from previous research, we use different hosted data
storages for different types of data to avoid storage ven-
dor lock-in (Abu-Libdeh, Princehous, & Weatherspoon,
2010).

However, the challenge of using cloud storage is that
when the number of users increases, the performance and
data transfer rates become key issues. Moreover, cloud
storage is not an ideal choice for transactional data which
is write-intensive (Abadi, 2009) as it requires frequent
read and write accessed data.

Further, dashboard when used for visualisation pur-
poses in business processes can be used by different
users such as front-line workers to process monitoring
inventory management, performance monitoring and
measurements, etc. It incorporates various functional
features that help to improve process cognition and
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interpretation. Dashboard has evolved from the purpose
of monitoring and management of business performance
in today’s dynamic market environment. Its visualisa-
tion functionality offers an interactive representation of
process abstract and scenario analysis. The challenges
and open issues of dashboard are which parameters
should be monitored and how to interpret the monitored
information (Chituc & Restivo, 2009).

The application of the dashboard user interface can be
successfully extended towards the area of monitoring and
management of the virtual factory, which is defined as a
collaborative platform for similar size and capacity com-
panies. This collaborative platform demands continuous
process visualisation as offered by the dashboard compo-
nent. This component ensures real-time process visibility
as part of its functionality, which can also be used as a
technique to monitor and measure the performance met-
rics of VE.

6. Conclusions

In order to respond to all of the demands imposed by the
market and to follow the tendencies, companies need to
shorten their products’ lifecycle, and reduce the time to
market. They should not only consider how to fulfil the
customers’ requirements, but also anticipate the actions
of competitors and take over the market leader’s position.
However, companies need to be more adaptive, agile and
flexible in their business processes and increase the effi-
ciency of all their resources and capabilities in accordance
with more sustainable and more ecological manufactur-
ing.

The challenges and opportunities in striving for sus-
tainability are significant and will require committed
leadership and strategic solutions. ADVENTURE is an
EU project which is committed to create more oppor-
tunities for the European manufacturing industry, espe-
cially SMEs, and provide solutions for the sustainable
VE. There are many challenges as well as opportunities
that arise from the growing pressure to find sustainable
ways of conducting a collaborative business model among
distributed SMEs. A sustainable VF business formation
turns to the paradigm of harmony and full integration
with the PLC. New technologies and VF practices are sug-
gested as primary solutions in meeting the challenges.

The goal of ADVENTURE is to dynamically combine
various manufacturing resources and capabilities from
distributed partner factories in such a way that the bro-
ker can gather and aggregate all the necessary resources
and capabilities to fulfil certain customers’ requirements,
and act as one VE. The customers will not be aware of the
physical location or nature of the infrastructure providing
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the service. This VF provides not only a reference model
and approaches, but also a sustainable business model.

The most obvious finding to emerge from this study
is that we defined two principles for utilising the virtual
factory: integration and autonomy. All the partner facto-
ries are autonomous; however, they run all of their oper-
ations (related to current VF) on the VF platform and act
as an integrated entity. Integration of the different part-
ners within the manufacturing process provides a more
comprehensive picture of both the supply and demand in
rea] time. This business model will put all the SMEs in
a better position for making effective business decisions.
Therefore, we designed a three-layer architecture infor-
mation system (IS) and implemented it with cloud-based
data storage. In our IS solution, the partner factories share
information about their resources and capabilities with
brokers and all other partners who registered in the VF
platform in order to ensure other brokers can search for
and find suitable partner factories, and then enable vir-
tual collaborations in the form of virtual factories to ful-
fil customers’ various requirements. All the information
related to each particular virtual factory, such as produc-
tion orders, product design, working schedule, etc. will
be sent to all partner factories. The two-way integration
between the parent factories’ system and the virtual fac-
tories’ IS allows it to send real-time operation informa-
tion back to complete the communication. Therefore, the
brokers can simultaneously monitor different partner fac-
tories, detect any unexpected situations in real-time and
take effective actions. This effective combination of inte-
gration and autonomy enable real-time and intelligent
trade-offs in manufacturing planning and control.

There are several limitations to this research. The main
limitation of the study relates to the unavailability of a real
case example, which will be done after completing this
ongoing research. Another limitation might be that the
research is not implemented in a real-life case company
yet, which is necessary to generalise any research theme
or hypothesis. The prototype version of the web-enabled
dashboard user interface highlighted in this research
is the other limitation which needs to be fine-tuned
further to produce maturity and reliability. Nevertheless,
this research shows some pathways to investigate the
performance measures of networked business through a
process visualisation component dashboard. It is believed
and hoped that the presented approach will be helpful
to monitor and manage the performance metrics of
the collaborative business domain that will ultimately
bring benefits to the collaborative partners in the longer
term. Future research can focus on the development of
identifying specific metrics for performance assessment
and selecting appropriate advanced technologies which
may support actual implementation of such platform.
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Introduction

We live in an era of big data that has embedded a huge potential and increased informa-
tion complexity, risks and insecurity as well as information overload and irrelevance.
Also business intelligence and analytics are important in dealing with data driven prob-
lems and solutions in the contemporary society and economy. Analysts, computer sci-
entists, economists, mathematicians, political scientists, sociologists, and other scholars
are clamouring for access to the massive quantities of data in order to extract meaning-
ful information and knowledge. Very large data sets are generated by and about organi-
sations, pcople, and their collaboration and interactions in the digital business ccosys-
tems. For example, the connected devices such as smartphoncs, RFID rcaders, web-
cams, and sensor networks add a huge number of autonomous data sources. Scholars
arguc about the potential bencfits, limitations, and risks of accessing and analysing huge
amounts of data such as financial data, genetic sequences, social media interactions,
medical records, phonc/email logs, government records, and other digital traces gen-
erated by people and organisations.

With the development of internet communication and collaboration, data is playing
a central and crucial role. Currently data intensive applications are developed and used.
Also applications such as the Google+, Twitter, LinkedIn and Faccbook arce gencrating
massive of data. Generally, data intensive applications including eBay, Amazon store

and process data in a cloud environment.
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Figure 1: Complex Data Infrastructure/ Ecosystem (source: World Economic Forum, 2012)
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A HOILISTIC ANALYSIS OF CL.OUD BASED BIG DATA MINING

Big data could be beneficial to resolve critical issues providing the potential of new in-
sights for the advancements of medical especially cancer research, global security, logis-
tics and transportation solutions, identification and predicting terrorism activities, and
dealing with socio-economic and environmental issues. The logistics sector is ideally
placed to benefit from the technological and methodological advancements of big data.
Logistics providers manage a massive flow of goods and that create massive data sets.
Millions of shipments every day, of different origins and destinations, size, weight, con-
tent, and locations are tracked across global delivery networks (e.g. DHL, UPS) How-
ever this present and past data tracking is not fully exploited in order to deliver busi-
ness valuc. Most likely there is huge untapped potential for improving operational cffi-
ciency and customer experience, and crcating uscful new business models bascd on the
exploration of big data.

Big data is defined as a complex data infrastructure and new powerful data technolo-
gies and management approaches are needed. These solutions are directed to improve
the decision making processes and forecasting through application of advanced data
exploratory techniques, data mining, predictive analytics and knowledge discovery as
presented in figure 1.

The main key characteristics that define big data are volume, velocity, variety and
valuc. Veracity could be also considered an additional characteristic. The related big
data models are presented in figure 2.
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Figure 2: Big Data Characteristics based on the source: McKinsey Global Institute, 2011

On the other hand because of the characteristics of the cloud, this is an enabler of big
data acquisition, and associated softwarce processing tools/strategics. Based on Gart-
ner’s estimation, 50% of data will be stored on the cloud by 2016 (Schouten, 2012).
However in the reality, cloud has not been widely used for data analytics especially in
practical applications.

The availability of cloud bascd solutions has dramatically lowcred the cost of stor-
age, amplified by the use of commodity hardware even on a “pay as-you-go” basis that is
dirccted to cffectively and timely processing large data scts. The big data could be ana-
lysed “as -a -service”. Google BigQuery' is an example of providing real-time insights
about massive data scts in a cloud basced platform.

In cloud computing, data and software applications are defined, developed and im-
plemented as services. These services have defined a multi-layered infrastructure and
arc described as follows (Grace, 2010; Mecll and Grance, 2009):

62 1. https:/ /cloud.google.com /products/big—query
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1. Software as a Service (SaaS): applications are hosted and delivered online via a web
browser offering traditional desktop functionality

2. Platform as a Service (PaaS): the cloud provides the software platform for systems (as
opposed to just software)

3. Infrastructure as a Service (IaaS): a set of virtual computing resources, such as storage
and computing capacity, are hosted in the cloud; customers deploy and run only
their own applications for obtaining the needed services.

On the other hand it is recognised the tension between big data strategies, and solutions
versus information security and data privacy requirements. The big data might enable
the violation of the privacy and information sccurity breaches and by conscquence de-
creasing the trust in data defined as a service in the cloud. Big data stored and processed
in the cloud could lack a centralized control and ownership.

According to McKinscy Global Institute (2011), big data is scen as “the next frontier
for innovation, competition and productivity” and as such the related applications will
contribute to cconomic growth, The positive impacts of big data provide a huge poten-
tial for organisations. In order to achieve these aspirations several issues should be ana-
lysed and discussed in the context of complex systems and using systems approaches
such as holistic thinking and system dynamics.

Thercfore major issucs are emerging and this work-in-progress attempts to discuss a
few key aspects directed to the development and adopting data mining techniques and

strategics for cloud bascd big data applications.
Background and Research Approach

Dcmirkan and Declen (2013) have defined some rescarch directions inc]uding (lcaling
with affordable analytics for big data in the cloud. This means using open-source, free-
of-charge data/text mining algorithms and associated commercial tools (c.g. R, Rapid-
Miner, Weka, Gate, etc.) New approaches need to provide solutions for moving these
tools to the cloud and produce cfficient and affordable applications for discovering
knowledge and patterns from very large/big data sets directed to support business in-
telligence and decision support systems applications.

The principles of data/information- as- a- service, data/information-sccurity-as-a-
service, and analytics- as- a- service are explained in the context of using service ori-
ented architecture.

However the cloud platforms are not completely following service oriented thinking
and cven morce there is a debate that cloud computing is different of service oriented
architectures, and grid computing.

The main motivation of adopting cloud computing for ana]ytics applicd for largc
(big) data sets are based on the accessibility of cloud solutions outside the a web based
organisation communication sccurcd with fircwalls. Cloud based business analytics arc
also cost effective, easy to set up and test. The results are easy to be shared outside the
organisations. Greg Sheldon, CIO of Elite Brands said “The biggest benefit, is to be able
to access huge amounts of information from anywhere you have web access, specifically
on an iPad. This is bencficial to our field sales tcam when information is nceded on the
fly.” (Fields, 2013:2)
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The main research questions are related but not limited to the following aspects:

1. In the context of cloud based big data how analytics (e.g. data mining), infor-
mation and knowledge management disciplines and strategies will evolve?

2. What should be the techniques, strategies and practices to increase the bene-
fits and minimise the information risks ?

3. How to deal with the growing number of security breaches and cyber security
risks and increase organisational awareness, business agility and resilience?

4. How to adapt the existing legislation such as data protection law, regulations
and standards? Morcover, the cthics issucs will be considered.

Efforts and Challenges of Big Data Mining and Discovery

Considering big data a collection of complex and large data sets that are difficult to
process and mine for patterns and knowledge using traditional database management
tools or data processing and mining systems a briefing of the existing efforts and chal-
lenges is provided in this paragraph. While presently the term big data literally con-
cerns about data volumes, Wu et al. (2013) have introduced HACE theorem that de-
scribed the key characteristics of the big data as (1) huge based on heterogencous and
diverse data sources, (2) autonomous with distributed and decentralized control, and
(3) complex and evolving in data and knowledge associations. Generally, business in-
telligence applications are using analytics that are grounded mostly in data mining and
statistical mcthods and techniques. These strategics arc usually based on the mature
commercial software systems of RDBMS, data warehousing, OLAP, and BPM. Since
the late 1980s, various data mining algorithms have been developed mainly within the
artificial intelligence, and database communities. In the IEEE 2006 International Con-
ference on Data Mining (ICDM), the 10 most influcntial data mining algorithms wcere
identified based on expert nominations, citation counts, and a community survey (Chen
ct al, 2012). In ranked order, these techniques arc as follows C4.5, k-mcans, SVM
(support vector machine), Apriori, EM (expectation maximization), PageRank,
AdaBoost, kNN (k-nearest neighbors), Naive Bayes, and CART (Wu et al, 2007).
These algorithms arc for classification, clustering, regression, association rules, and
network analysis. Most of these well known data mining algorithms have been imple-
mented and deployed in commercial and open source data mining systems (Witten ct
al. 2011). Chen at al. (2012) have compared data base management systems and ana-
lytics as well as ETL with using MapReduce and Hadoop. Hadoop was originally a
(distributed) file system approach applying the MapReduce framework that is a soft-
warc approach introduced by Google in 2004 to support distributed computing on
large/big data sets. Recently, Hadoop has been developed and used as a complex eco-
system that includes a wider range of software systems, such as HBasc (a distributed
table store), Zookeeper (a reliable coordination service), and the Pig and Hive high-
level languages that compile down MapReduce components (Rabkin and Katz, 2013).
Therefore in the recent conceptual approaches Hadoop is primarily considered an eco-
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system or an infrastructure or a framework and not just the file system alongside
MapReduce components.

The big data and cloud computing frameworks include the Google MapReduce,
Hadoop Reduce, Twister, Hadoop++, Haloop, and Spark etc. which are used to proc-
ess big data and run computational tasks. The cloud databases are used to store massive
structured and semi-structured data generated from different types of applications. The
most important cloud databases include the BigTable, Hbase, and HadoopDB. In order
to implement an efficient big data mining and analysis framework, the data warehouse
processing is also important. The most important data warehouse processing technolo-
gies include the Pig, and Hive.

Strambci (2012) has suggested a different conceptual interpretation of the OLAP
technology considering the emergence of web services, cloud computing and big data.
One of the most important consequences could be widely open access to web analytical
technologics. The related approach has evaluated the OLAP Web Services viability in
the context of the cloud based architectures.

There arc also a few reported practical applications of big data mining in the cloud.
Patel et al. (2012) have explored a practical solution to big data problem using the
Hadoop data cluster, Hadoop Distributed File System alongside Map Reduce frame-
work using big data prototype application and scenarios. The outcomes obtained from
various cxperiments indicate promising results to address big data implementation
problems.

The challenges for moving beyond existing data mining and knowledge discovery
techniques (NESSI, 2012, Witten et al, 2011) are as follows:

1. a solid scientific foundation to support the sclection of a suitable analytical
method and a software design solution

2. ncw cfficicncy and scalablc a]gorithms and machinc ]carning tcchniqucs

3. the motivation of using cloud architecture for big data solutions and how to
achicve the best performance of implementing data analytics using cloud plat-
form (e.g. big data as- a-service)

4. dcaling with data protection and privacy in the context of exploratory or pre-
dictive analysis of big data

5. software platforms and architectures alongside adequate knowledge and devel-
opment skills to be able to implement them

6. ability to understand not only the data structures (and the usability for a given
processing mcthod), but also the information and business valuc that is cx-
tracted from big data.

Concluding Remarks

The emergence of big data movement has energized the data mining, knowledge dis-
covery in data bases and associated software development communities, and it has in-
galllsa—
tions continue to increase the amount and values of collected data formalizing the proc-

troduced complex, interesting questions for rescarchers and practitioners. As or
css of big data analysis and analytics becomes overwhelming. In this paper, we discuss
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some existing approaches and have analysed the main issues of big data mining, knowl-
edge, and patterns discovery in the data driven cloud computing environment. This
research will be progressed providing theoretical and practical approaches that will be
tested through the development of case studies for the application of big data particu-
larly in collaborative logistics.
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Cloud-based Data Storage for Data
Management in the Virtual Factory

Yuqiuge Hao, Ahm Shamsuzzoha and Petri Helo

16.1 Introduction

In today’s global markets, Small and Medium-sized Enterprises (SMEs) in
Europe are facing competitors not only from neighbors, but also competi-
tors from non-European countries with higher production and lower labor
costs. There is a need for a highly flexible business relationship between
manufacturing companies. Therefore, the former hierarchical networks and
supply chains are being replaced by collaboration among dispersed com-
panies. This dynamic collaboration includes activities such as designing,
manufacturing and delivering more complex products (Cunha et al., 2011).
For these SMEs, they can concentrate on their core competencies while
adapting themselves to participate in agile enterprise formations following
the Virtual Enterprise (VE) paradigm (Browne and Zhang, 1999).

Even though the concept of VE has already existed for decades, there is
lack of efficient IT tools and methods to support its inherent functionalities.
Consequently, a need arose for a holistic approach to handle the complexity
of VE businesses (Goel et al., 2009). Manufacturing companies must be able
to make the best use of possible ICTs, as they positively affect VEs’ produc-
tivities. Although many researchers proposed different ICT approaches to
establish VEs, the problem is they are mostly inflexible regarding changing
circumstances and general conditions. Thus, it is very necessary to find a
new technology solution to improve VE activities. New ICT technologies are
a prerequisite for the concept of VE.

Cloud computing is a new and overloaded IT term. More and more busi-
nesses are taking advantage of it. The flexibility of cloud computing makes it
easier for companies to scale their services according to user demands. This
new operation and business model allow companies to pay for the resources
they effectively use (Rimal et al., 201 1).

Despite the trumpeted business and technical advantages of cloud com-
puting, many potential cloud users have yet to join the cloud, and in most
cases they only put their less sensitive data in the cloud (Fujii et al., 2000).

280
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Data storage provided by cloud model is named as Storage as a Service (Saa$)
(Hwang et al., 2011), which means the storage is delivered on demand.
There are several different types of cloud storage services. The major dif-
ferences are how clients use the data storage and how users access the data
storage (Fredriksson and Augustsson, 2011). Lack of control in the cloud is
4 major concern (Fujii et al., 2000), and another unresolved issue is the lack
of standardization. Therefore once cloud users upload their data to the data
center, the data is locked in (Rimal et al., 2011).

However, it is good to face new challenges, and linking virtual enterprise
and cloud computing is an important one. The question is how can the con-
cepts of cloud computing be deployed and integrated in the business envi-
ronment to support VE? In order to address this problem, a new strategy for
cloud-based Virtual Factory Information System (VFIS) design is proposed
in this research. The objectives are particularly aimed at enabling SMEs to
participate in the VE. There exists much need for a mechanism to manage
and control information flow among collaborating manufactories. The
VFIS design aims at setting up a process-based collaboration network, and
leveraging the information exchange between different manufactories. Tt
also aims to work toward implementing a data-sharing environment based
on cloud storage in which the data and information of a complex produc-
tion processes is stored. There is not yet a global standard specification and
general architecture for cloud computing and cloud storage, This chapter
will analyze the requirements of cloud storage for the VF in practice, and
propose an architecture of cloud storage.

Section 16.2 describes related work about the virtual factory and cloud
storage; Section 16.3 describes how to utilize cloud storage in VFIS; Section
16.4 illustrates how to implement this cloud storage by an example. Section
16.5 will summarize the chapter.

16.2 Related work

16.2.1 The Virtual Factory and Information System (VFIS)

With continued growth and development in global business, many geo-
graphically dispersed enterprises have collaborated to increase their mar-
ket share and benefits together with other enterprises. Virtual Enterprise
(VE) becomes a solution for small and medium-sized enterprises (SMEs) to
compete and survive in this volatile environment (Fujii et al.,, 2000). VE
ls defined as a temporary alliance of independent enterprises that come
together to share skills and core resources in order to achieve a particular
business requirement and access more business opportunity {(Goel et al.,
2009; Browne and Zhang, 1999; Helaakoski et al., 2007).

The domain of advanced manufacturing is a typical application area for
the VE concept. In this chapter, we concentrate on the VE in manufacturing
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industry. Nowadays, manufacturing processes can be hardly accom plished by
a single manufacturer, but require multiple manufacturers. Many products
are no longer produced in isolated facilities. Manufacturers must be viewed
in the context of their contribution to the total value chain (Helaakoski
et al., 2007). It is very important for individual manufacturers to focus on
their core competences and join efforts with others, in order to fulfill new
product requirements (Camarinha-Matos and Afsarmanesh, 2006). Therefore,
we label this particular virtual enterprise as the Virtual Factory (VF).

More specifically, VF is dynamic, ad hoc and temporary, and exists only
for the lifetime of a specific business opportunity in manufacturing, Each
manufacturer in VF is an independent operation agency, but the manage-
ment of VF is logically concentrated and physical distributed (Chen et al,,
2008). VF is attracting more and more attention from both academic and
industrial communities.

A different kind of general hierarchy organization concept, this Virtual
Factory is a non-hierarchical network (Martinez et al., 2001). Although there
is a centralized control enterprise in VF that has a temporary leading role in
VF, all the partner factories are in an equal position. In this non-hierarchical
collaboration, the central enterprise launches a project and leads the
network. It collects customers’ requirements and orders, then designs an
appropriate manufacturing process. Different manufacturers contribute to
the manufacturing process accordingly. However, the core of VF is the same
as general VE in sharing resource and expertise for mutual benefits.

Naturally, the complexity of muitiple parties and non-hierarchical net-
works makes the manufacturing process liable to unexpected events (Cunha
et al., 2011). With the purpose of handling complexity, the form of VF is
highly reliant on information systems. Advances in modern technologies,
such as the Internet and workflow management system, have made an
information system possible that enables enterprises to cooperate with each
other much more easily (Zhang and Shi, 2004).

Martinez et al. (2011} highlight in their research that VE structures are
information system-centered, and that the main objective of a VE structure
Is to link different organizations to help them work together in a collabora-
tive and reactive manner. The core competence that has to be developed is
an information system working with different organizations. However, flex-
ible and dynamic information integration among multiple firms in a virtual
enterprise remains unaddressed (Song and Nagi, 1997). There are many
challenges when implementing information systems to support VE. The chal-
lenges are considered from two aspects: business and technology (Goel et al.,
2009). The structure of VE has to face different technical constraints (Martinez
et al., 2001). For instance, (1) it is difficult to select proper manufacturing
enterprises; (2) it is difficult to rapidly integrate within the manufacturing
processes; (3) there are changes introduced by various factors such as joining
and dropping of partners, market and context changes (Goel et al., 2009).
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16.2.2 Data management in the VFIS

Oneissueinrealizing virtual enterprisesis products and processes information/
data exchange among different application systems in this virtual activi-
ties environment (Yoo and Kim, 2002). VE requires that manufacturing be
information-intensive and communication-extensive (Martinez et al., 2001).
ICT support systems have to allow enterprises to share information, by guar-
anteeing data-consistency and establishing synchronized and collaborative
processes (Bergamaschi et al., 2005). When different actors are working
together at the same time (synchronous collaborative work), real-time com-
munication becomes a key issue (Martinezetal., 2001). However, information/
data exchange between different software tools is a common problem for all
information systems. Efficient data management is the most critical issue to
obtain the necessary agility and improved competitiveness of virtual enter-
prises (Yoo and Kim, 2002). In manufacturing, the multifaceted nature of
design information makes communications particularly difficult. In order to
support the activities of the virtual factory, the Virtual Factory Information
System (VFIS) has been designed.

16.2.2.1 VFIS architecture

VE collaborative network is often supported by information technology
elements at different levels such as computer networks, business process
and workflow management systems and service-oriented architectures. The
three-tier architecture model is the fundamental framework for VFIS. The
business logic layer consists of business rules, such as business algorithms
and governmental regulations, and data access rules, such as keeping the
data structures consistent within either specific or multiple databases. This
layer is separated from the data layer. The data layer consists of database
servers and provides actual data access (Microsoft, 2012), The information/
data is stored and retrieved. This tier keeps data neutral and independent
from application servers or business logic. Giving data its own tier also
improves scalability and performance.

Berganaschi et al. (2005) propose a three-tier model architecture to imple-
ment the VFIS. The client tier makes available a web user interface on which
information is collected and presented in a customized way. The data tier
manages the interactions with the data provided by the enterprise infor-
mation systems. The business logic tier combines the capabilities of two
separated modules, the Project Collaboration Portal and the Integration
Framework. The Project Collaboration Portal supports the business logic
for monitoring, execution and planning of a project. The Integration
Framework collects the data required by the implemented business process
from heterogeneous and distributed data sources.

Similar research work has been done by Chen et al. (2008). Virtual enter-
prise workflow management system architecture is proposed in the same
manner as by Bergamaschi et al. (2005), with a three-tier structure: a data
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services layer, a business logic layer and a presentation laver. In the data
services layer, focus is on the completion of data storage, access, and ensur-
ing data consistency and integrity. A database connection mechanism was
designed that allows users to easily amend the connection string to ensure
the right connection between the virtual enterprise workflow management
system and the database. The business logic layer is the core value in system
architecture, its attention focused on the system design related to business
demand, such as the formulation of business rules and the implementation
of business processes; it also means that it is related to the system logic of
the field. The presentation layer is used to display the user interface.
Because the traditional three-tier architecture is suitable mostly for applica-
tions with a predictable number of users, following a small number of usage
patterns and a reduced number of load spikes (Petcu et al., 2013). In other
words, this architecture runs into problems with the need for high scalability
and elasticity of modern web applications such as for virtual factory imple-
mentation. Furthermore, traditional web applications use relational data-
bases for their data tier. This database system is difficult to scale or to replace
in case of failure, and any change in the database schema requires some
downtime. Also, performing queries on these databases is slow (Petcu et al,,
2012). Therefore, in this chapter, this three-tier with two additional services
components architecture needs to be modified. It is presented as Figure 16.1.

Prasentation Layer

=

Business Logic Layer

Virual Factory Components
* Process Design

* Process Simulation

* Procass Monitoring

* Process Optimization

* Procass Execution

* Process Adaptation

Message Routing

U——- _ T—

Figure 16.1 Cloud-based VFIS architecture
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* Presentation Layer: This layer retains the same functionalities as the
traditional presentation layer to interact with users. This user interface
can be customized based on users’ different needs, and users can use any
devices with the web browser to access the VFIS. The user interfaces for
brokers and partner factories are different.

* Business Logic Layer: This layer is responsible for implementing the
business processes specific to the application use cases. It contains six
distributed components: Process Design, Process Simulation, Process
Optimization, Process Execution, Process Monitoring and Process
Adaptation. Although these components are designed separately, they
interact with each other. The interplay of these components is used to
manage the manufacturing process in order to fulfill customer orders.
These components are mainly used by brokers, but when signing the
partner factories to the manufacturing process, the system will send noti-
fication to the partner factories. Although the partner factories do not
actively interact with these components, they are an important part of
the manufacturing process.

* Data Services Layer: This data services layer provides data storage and data
access. It allows the business logic layer to pass by different types of data
and will ensure high scalability for data storage processes. It ensures the
connection with cloud storage. This cloud storage serves as central data
storage. Within this cloud storage, scalability and reliability both have a
higher priority than speed. Because there are many different types of data
in VFIS, the cloud storage should support all of them by different cloud
providers.

* Load Balancer Service: This service distributes user requests to different
components in the business layer in order to avoid overload and mini-
mize response time.

* Message Routing Service: This service is needed to connect the different
tiers and manage the communications between each tier. This service
routes valuable information and ensures scalability.

In this chapter, we mainly focus on the data services layer. Therefore, the
following subsections will illustrate data management in VFIS.

16.2.2.2 VFIS data management in cloud storage

Although the core of the virtual enterprise environment is information
exchange, it is a very difficult task given the dispersed of information resource.
There is a desire to enable seamless data sharing in VE (Song and Nagi, 1997).
In order to manage the virtual factory, the entire supply chain should be con-
sidered. Each party needs partnership information to make correct decisions.
Even the simplest manufacturing process involves data from upstream suppli-
ers and downstream customers. It is always a problem to construct a seamless
communication platform and integrate the data to support manufacturing
process.
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Yoo and Kim (2002) claim that there are two types of data that enterprises
need to properly manage: business data (financial management, cost center
management, HR management, etc.) and product data (for instance, CAD
and CAM). In the Virtual Factory environment, process data is another
important type of data. In the process, data about the partners and their
capabilities needs to flow from one enterprise department to another
openly, efficiently and automatically. In contrast, the receiving enterprise
will feed back its information (Wu, 2009).

The cloud computing model possesses the capability to dynamically pro-
vide computation and storage, and increasingly data-intensive applications
are being attracted by clouds (Cao et al., 2011; Huo et al., 2011). The cloud
storage system was developed based on technologies such as the broadband
network, Web 2.0, storage virtualization, storage networks, application stor-
age integrated with servers and storage devices, cluster technology, grid
computing, distributed file systems, content delivery networks, peer-to-peer,
data compression, data encryption, etc. (Zeng et al.,, 2009). Cloud storage
can provide high scalability, availability, fault tolerance, security and cost-
effective data services for those applications (Huo et al., 2011). Due to the
complexity of manufacturing data, cloud-based solutions are an ideal choice.

Cloud storage providers supply storage capacities and data storage services
through the Internet to clients; meanwhile, clients do not need to know the
details and mechanisms (Zeng et al., 2009) and users can quickly add infor-
mation to the cloud (Huo et al., 2011). Compared to traditional on-premises
data center storage, this cloud storage is delivered at extremely low process
and extending capabilities.

The increasing popularity of cloud storage is also an issue. There exist many
cloud storage architecture schemes from different service platforms. These
are usually complex and incompatible (Zeng et al., 2009). Consequently,
several data storage concerns can arise. If users have a single provider, they
would not be able to tolerate any failure by the provider. Replicating data
to multiple providers allows users to tolerate failure, but it becomes very
expensive to switch storage providers (Abu-Libdeh et al., 2010).

16.3 Cloud storage in the virtual factory

To overcome the issues and concerns of cloud storage, we must develop a
security model that promotes the virtual factory. This model could enable
data sharing among different partners in this virtual factory, and it provides
an innovative way to manage data by multiple providers. Cloud-based data
storage plays a very important role in implementing this VFIS.

16.3.1 The virtual factory working environment

The working environment for a virtual factory is proposed in Figure 16.2.
This solution will help the VF and related manufacturing enterprises move
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Figure 16.2 A cloud-based VFIS working environment

beyond existing operational limitations by providing a concrete platform
to leverage the information exchange between partner factories. The
centralized control enterprise is named as the manufacturing broker. It is
responsible to collect customer orders, design a process model, describe
the manufacturing process and then assign appropriate manufacturing
enterprises (in this scenario, they are called partner factories) to accomplish
the manufacturing processes. The factory illustrated at the top of Figure
16.2 is a VE. This virtual factory is not a legal entity. All the dynamic cross-
organizational manufacturing processes are designed by the manufacturing
broker, and each production step (task) is accomplished by a set of real part-
ner factories at the bottom.

In cloud storage, it is capable of both storing information and manipulat-
ing data. The clients in this cloud storage system are two parties: partner
factories and brokers who propose the VF.

In order to satisfy orders in a short time and avoid bottlenecks while con-
trolling the whole manufacturing process carried out by a VE, the brokers
and partner factories must execute the following activities in order to create
a VF together:
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» Brokers provide the (semantic) description of their companies, production
facilities and products requirements.

* Brokers get customer orders and design a manufacturing process to pro-
duce specific products and describe the constraints, for example, regard-
ing environmental and ethical questions, lead time, costs.

Brokers assign different partner factories to each production step.
Brokers simulate a well-designed process and execute the process. Partner
factories get production orders, then start producing.

* Information about the current status of the manufacturing process in real
factories is given back to brokers in real time. Furthermore, information
from different ICT systems of the partner factories is also integrated into
process monitoring.

« After the entire individual production step is finished, the brokers get the
final products and deliver to customer. Every party satisfies the result and
the virtual factory terminates.

Based on this scenario, the proposed solution must be able to fulfill all func-
tionalities. At the same time, the cloud storage must support all the infor-
mation and generated in the entire virtual factory, as well as the relevant
operations for all types of data.

16.3.2 Cloud storage selection criteria support the virtual factory

In this chapter, we classify data into four different data types: structured
data, semi-structured data, binary data and semantic data. There are increas-
ing numbers of cloud computing and cloud storage providers to support
these different data types, such as IBM, Google, Microsoft, Amazon, etc. In
order to realize this cloud storage, adequate technologies to store this data
must be identified.

In the cloud computing environment, there is a unique feature of the
business model that one service can be provided by multiple operators
(Hwang et al.,, 2011). Therefore, different cloud storage providers will be
selected to manage different types of data. Namely, this cloud storage is
built up by the combination of different cloud storage providers. Table 16.1
illustrates the different data and requirements analysis.

In order to select cloud storage providers, we define the selection
criteria:

» Scalability: Since a large number of brokers and partner factories are
needed and must be managed at the same time, this cloud storage is nec-
essary to store the increasing amount of data in an efficient way.

o ACID compliant: ACID stands for Atomicity, Consistency, Isolation
and Durability. These properties guarantee that a transaction is pro-
cessed reliably by a database.
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Table 16.1 Description of different data types in the Virtual Factory
Data Type Descriptions Requirements Possible
technologies
Structured This will be used to Structured data will Potential
store typical application represent data that is base
data such as settings or manageable in tables technologies
administration data and and rows, which are range from
will provide a typical to relational MySQL to
table-based structure databases. As such, this  Postgres
on top of relational cloud storage will reuse
databases a relational database
technology as a base for
its data management.
Semi-structured  This is used to data in It executes semi- [t may be
a document-oriented structured (for example, realized by
way without a fixed data for NoSQL databases) technologies
schema, such as XML queries and returns the  such as
or JSON data which results to Cloud Storage CouchDB
is used internally. In Facade or Apache
the virtual factory, for Cassandra
instance, this might
be company profiles,
service descriptions,
manufacturing process
relevant data, etc.
Binary Binary files are used Queries will be based For this
for storing document- on the document name data type,
centric data such as or ID, for example, by  technology
specifications or even requesting the content  is needed
multimedia files; in this of the document that offers an
case, it could be store “company description.  easy-to-use
promotion videos, PDFs, pdf” and scalable
images, configuration storage, such
files of application, etc. as Amazon
33 or
(distributed)
file systems
Sermnantic Storage of semantic For semantic data, the  Possible base
information, for cloud storage will use a  technologies
example, for managing RDF query language include Jena
semantic company such as SparQL Or Sesame

descriptions, partner
profiles, description
of process models
and relevant service
descriptions




144

Acta Wasaensia

290 Yuqiuge Hao, Ahm Shamsuzzoha and Petri Helo

O Atomicity means that in case of multiple related operations either all
will be executed or none. If an error occurs for one of these operations,
all operations in this transaction will be rolled back.

o Consistency means that it has to be guaranteed that after an opera-
tion all the data in the database is correct, if the data was correct
before it.

o Isolation defines how changes will be executed in case of multiple
operations. This prevents operations from working with outdated data
and from overriding actual and correct data.

o Durability guarantees that the data will be stored permanently after a
successful transaction.

Redundant Data Storage: Data redundancy means that the same data is
unnecessarily stored several times in the database. In relational database
systems it means, for example, a field that is repeated in two or more
tables. The aim is to reduce or even eliminate data redundancy, unless it
is created for backup or replications, which are intended. For the selec-
tion this criterion will be ignored, because the data redundancy is not
dependent on the used technology, but on the defined data schema.

CRUD Operations: CRUD stands for Create, Read, Update and Delete and

forms the base operation of a database management system.

Backup: Backups of the data can be created and stored in other backup

storage.

Replications: Replication means the storage of the same data at several

data storages and the synchronization between them.

Relations/References: Relations or references reduce the redundant data,

because data can be stored once and referenced afterwards with, for

example, a foreign key relationship.

Transactions: Transaction is defined as a sequence of database operations

that belong together and can be considered as a logical unit. In execution

they guarantee the consistency of the database in case of errors.

Costs for Data Storage: From an economic point of view the costs for data

storage should be included in the selection decision.

Version Control (Binary Storage): Version control stores older versions of

documents and binary files and provides the possibility to restore them.

Large File Support (Binary Storage): The virtual factory might need to

exchange documents, like specifications, with many images and defini-

tions, for example, to describe the parts that they need. Hence, the binary
data storage should support the storing of large files in an efficient way.

Tagging (Binary Storage): Tagging provides the possibility to name binary

files, which simplifies the data search.

Key/Value Storage (Semi-Structured Storage): Key/value storage serves for

storing simple data without large structures in a very efficient way.

Schema-less (Semi-Structured Storage): Databases that work schema less

are more flexible to add new data properties.
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* SparQL support (Semantic Storage): In order to create semantic queries,
the semantic storage should support SparQL, which is the quasi-standard
language for semantic requests,

16.3.3 Cloud storage structure

This cloud storage will be based on the concept of buckets, which are spe-
cific isolated storage spaces managing data for different data types. These
buckets can be thought of as independent databases to store and retrieve
different types of data in different databases. Thereby, the data types decide
their databases and how they store the data. Within this solution, a set
of four different bucket types for (semi-)structured, binary and semantic
data will be implemented. Designing in this way can ensure flexibility. If
other bucket types are needed, such as a SQL bucket, they can be added
easily. The cloud storage will support a basic set of CRUD (create, read,
update, delete) operations for all bucket types in a suitable data format.
Additionally some buckets will provide an advanced set of queries in a suit-
able data format, such as for example OData for (semi-)structured data or
SparQL for semantic data.

Structured Semi- Binary Sematic Data
Data Storage Structured Data Storage Storage
Provider Provider Provider

Bucket Bucket
C D

Cloud Storage Facade
Access Control

Query Translator

T

Message Routing Service

t

Virtual Factory
Information System
Process Design
Process Optimization
Process Simulation
Process Execution
Process Monitoring
Process Adaptation

Figure 16.3 Cloud storage structure
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Bucket names reside in the cloud storage and every name must be unigue
across the entire cloud storage namespace. All data, information or activities
are managed in the buckets, and each can create an own separate bucket.
Therefore, the cloud storage has to manage several buckets of each type, as
it can be seen in Figure 16.3, where two structured buckets exist.

Figure 16.3 illustrates the structure of cloud storage. It contains five
main components: Cloud 5Storage Providers, Buckets, Cloud Storage Facade,
Message Routing Service and Virtual Factory functionalities.

* Virtual Factory Components: This contains all the functionalities in VFIS
for brokers and partner factories to establish a virtual factory and execute
the manufacturing process. The functionalities include process design,
process optimization, process simulation, process execution, process
monitoring and process adaptation.

* Message Routing: This is used to realize the communication within the
virtual factory, for instance, pass data from process design to process
optimization, and the reverse. An event handler will be triggered, if a
message will be received, and Cloud Storage Fagade will start to handle
the message.

* Cloud 5Storage Facade: This is the message interface of cloud storage.
It manages the buckets, interprets the messages and executes the com-
mands sent in the message. Additionally, it checks whether the data has
to be transformed and if the needed access rights are granted. To achieve
this it uses Query Translator and the Access Control.
© Query Translator: This is used to convert the data from the messaging

format into the specific database query format and back,

o Access Control: This is used to determine if functionalities in the wvir-
tual factory are authenticated to access a specific bucket. It also checks
user credentials to access specific binary data. Access Control List will
be stored in Semi-Structured Data Storage. To make it reachable for
other functionalities it is necessary to set adequate rights.

* Buckets: Buckets are the basic containers that hold all the data. Every data
that generated by virtual factory functionalities must be contained in a
bucket. Depending on type they are realized as own database, separate
tables or keys with a specific prefix.

16.4 Cloud storage implementation

Based on the selection criteria and the cloud storage structure designed in
above paragraphs, we implemented a program to achieve cloud storage.
16.4.1 Technology decision on cloud storage

Suitable cloud providers are selected for each type of bucket. The selection
criteria were defined in the previous section.
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* Structured Data: MySQL database was selected to store structured data,
because it is very stable, well-tested and Open Source. Additionally, it
has good performance and scalability. It can be also used with the OData
Format. In addition, by using MySQL it is possible to migrate data eas-
ily between different cloud providers and local systems with minimal
migration effort. This ensures high data portability, which enables high
flexibility in future development and avoids vendor lock-in.

* Semi-structured Data: MongoDB was selected as the semi-structured data
storage, because it is very stable and has good performance. It is Open
Source and uses the GNU Affero General Public Licensed4, a non-infecting
license. It is available for Windows, Linux, OS X and Solaris, and drivers
exist for many programming languages. The number of drivers continues
to grow, as the community develops new ones for further programming
languages. It can be run on an own server, an own private cloud or on
Microsoft Azure as a public cloud. The database supports replications by
itself, so that synchronization is still integrated.

* Semantic Data: Sesame was selected to store semantic data, because it
is a de facto standard to store RDE. It works with several RDMS and is
platform-independent. It has a better performance then Jena for larger
amounts of data and a better stability then BrightstarDB. It is Open
Source and uses LGPL, a non-infecting license.

* Binary Data: Amazon 53 was selected as binary storage, because it offers
a good interoperability with standardized interfaces like REST or SOAP.
It offers high availability and scalability. The account on services is by
4 pay-as-You-use manner and thus there are no upfront costs for the
initial hardware purchase required. Further, it is a broadly established
solution for binary data storage, is well documented and enjoys a large
community.

16.4.2 CreateBucket

As described abowve, in this model, each data object is created, retrieved,
updated and deleted as a separate resource.

This is an example when a component, for instance Process Design, in
business layer sends a message to the data layer to create a binary bucket.
Message Routing Service records an event that a message has been received.
Cloud Storage Facade checks this message, which kind of bucket has to
be created. A Binary bucket will be created in Amazon $3 and returns a
BucketID. Then Cloud Storage Fagade sets the needed write and read rights
for the component that has sent the message and it returns the BucketID
to it. For instance, the Process Optimization component has the right to
access Process Design buckets with read and write access. But some other
components only have read-only access. Also, Process Design and Process
Execution can share a bucket to store the process models (see Figure 16.4).
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Figure 16.4 Sequence diagram for bucket creation

This method will create a new bucket for an application for managing data:

public String CreateBucket{ 5String bucketType, String componentID,
Boolean publicRead, Boolean publicWrite )

Parameters
bucketType: Type of the bucket that should be created.
values="5tructured,” “SemiStructured,” “Binary,” "Semantic”
componentlD: [dentifier of the component that wants to create the bucket
It will be provided by the Message Routing component.
publicRead: Flag, for public read access. Default: false
publicWrite: Flag, for public write access. Default: false

Return Value
The bucket identifier

Remarks
The access rights for the component will be set automatically by the
Cloud Storage component in the ACL.

Request Message Example: Response Message Example:
<?xml version="1.0"> <?xml version="1.0"
<tns:cloudRequest <tns:cloudResponse
xmlns:tns= xmins:tns=

"http:/fexample. “http:/fexample.
com/CloudStorage. xsd” comy/CloudStorage.xsd”
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xmlns:xsi="http:// xmins:xsi="http.//
www.w3.org/2001/ www.w3org/2001/

XML Schema-instance” XMLSchema-instance™
xsi:schemal.ocation="http.// xsi:schemalocation="http://
exarmiple.com,/CloudStorage xsd example.com/CloudStorage xsd
CloudStorage. xsd "= CloudStorage. xsd ">
<tns:createBuckets <tns:createBucket>
<tns:bucketType> Binary <tns:success=true
</tns:bucketTypes </tns:success>
<tns:publicRead>false <tns:bucketld=BUCKET1234
</tns:publicRead> </tns:bucketld>
<tns:publicWrite>false </tns:createBucket=
</tns:publicWrite>

</tns:createBucket> </tns:cloudResponses
</tns:cloudRequest=

16.4.3 GetAccessRights

Fach component can request the stored user rights in the ACL. To get
the list it is needed to transmit the ComponentID of the user. This sends
the corresponding message with the component or user identifier. Cloud
Storage Facade gets the rights from the ACL and sends them back (see
Figure 16.5).

sd Genﬂmeaqiynh)
F.nawﬂuuﬁngu'ﬂ)q Clowd Slorage Facade Apcess Canral Lisi
== = ':
1: GetAceass Rights[Camponsntil ]
>
21 GelA coess Raghts(Component 10K
¥ List<String=
4: List<String= T T P
-
o, - .
i i [ ]
L] 1 [}
i i i
L] 1 ¥
i L] i
i L] ]

Figure 16.5 GetAccessRights
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This method will return a list of access rights for a specific bucket or user:

public List<5tring= GetAccessRights( String identifier)

Parameters
identifier: Identifier of the component or user, whose access rights
should be provided

Return Value
List with access rights, if no rights are exist an empty list will be returned

Request Message Example: Response Message Example:

<!xml version="1.0"> <?xml version="1.0">

=tns:cloudRequest <tns:cloudResponse

xmilns:tnss xmlns:tns=

" http:ffexample.com/CloudStorage. xsd” *http:fexample.com/CloudStorage xsd”

Kmlns:xsi="http:mwww. xmins:xsi="htp:fwww.

wiong/ 2001 /XML cherma-instance” w3.org 2007 X MLSchema-instance™

xsi:schemal.ocation="http:/fexample, xsiischemalocation="hitp:/example.

corm/CloudStorage xsd CloudStorage. comtt/CloudStorage. xsd CloudStorage.

x5d "= xs5d ">

<tns:getAccessRightss <ins:getAccessRights=

<tns:subjectld=-1D1234 stnssuccess> e s success>

<ftns:subjectlds=

</tns:getAccessRights> <tnssubjectld=1D1234</tns:subjectld>

</tns:cloudRequest= <tns:privilegess
<tns:namex>Dashboard:createlUsers
< tns:names
<tns:name=Designer:createProzesses
<{tNS:Names
</tns:privileges>
</tns:getAccessRights>
=/tns:cloudResponses

16.5 Conclusions

This chapter describes a solution to design information system for virtual
manufacturing enterprises. The manufacturers use this VFIS to support
mission-critical manufacturing processes and provide a wide range of infor-
mation and insight to help management make better decisions.

This solution applies cloud storage to support a Virtual Factory Information
System data layer. Cloud computing is changing the way to do business in
many industries. However, this chapter mainly focuses on cloud storage
implementation. With earlier adoption of cloud storage to access/manage
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data enterprise can stay ahead, and it is crucial to the SMEs’ existence.
This flexible and dynamic control of data allows manufacturers to share
information about production/preducts over the cloud platform. The cloud
storage component should support several types of data storage, like semi-
structured data storage (for example, for XML or JSON data) and structured
data used internally by different components in the business layer, as well
as the semantic data necessary for semantic company descriptions and also
data storage for binary files, which is used for storing documents such as
specifications.
This cloud storage approach provides several advantages:

1. The products and process data can be retrieved and reused easily since the
location of required information is readily identified even in a distributed
product database.

2. It promotes an easy discovery of complex product data. This is particu-
larly useful when the product data are created and used in many different
domains, using different terminology or sometimes domains using differ-
ent terminology, or sometimes in different languages.

3. Consistent product data can be shared from the beginning of the product
lifecycle to the end of it.

4. Since the system is a web-based one, any user connected to the Internet
can have ready access to the services. Overall, these advantages together
provide a foundation for logical integration of distributed product data-
bases for virtual enterprises.

However, it is difficult to guarantee the performance of multiple cloud stor-
age providers serving the same data layer. It is important to consider how to
benchmark cloud services, along with networking performance and storage
performance. Moreover, the selected technologies only cover the basis for
storage and a part of the data transmission. The whole logic around it has to
be implemented separately. For instance, bucket creation and management
for each database type must be considered,

To sum up, this information system solution achieves an end-to-end inte-
gration both in terms of business hierarchy and in terms of systems hierarchy,
2 it involves almost all parties that participate in the manufacturing process.
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Cloud manufacturing system for sheet
metal processing

Abstract

Cloud computing is changing the way industries and enterprises run their businesses. Cloud
manufacturing is emerging as an approach to transform the traditional manufacturing business model,
while helping the manufacturer to align production efficiency with its business strategy, and creating
intelligent factory networks that enable collaboration across the whole enterprise. Many production
planning and control problems are essentially optimization problems, where the objective is to develop
a plan that meets the demand at minimum cost or maximum profit. Because the underlying optimization
problem will vary in the different business and operation phases, it is important to think about
optimization in a dynamic mechanism and in a number of interlinked sub-problems at the same time.
Cloud manufacturing has the potential to offer decision support as a service and medium of
communication in production planning and control. To solve these problems and produce collaboration
across the supply chain, this paper provides an overview of the state of the art in cloud manufacturing
and presents a model of cloud-based production planning and production system for sheet metal

processing.

Keywords: cloud manufacturing, production control, supply chain, sheet metal.

1 Introduction

Changes in the global economy, fierce competition and the rapid development of internet technology
are continually stimulating new models of manufacturing that may be appropriate for a particular
business. These characteristics require soft hierarchical approaches to operate manufacturing systems
(Frayret et al., 2004). The characteristics of this new era of manufacturing industry are agile, networked,
sustainable and digitalized processes with temporary collaborations across supply chains. At the same
time, the trend towards more geographically distributed manufacturing, coverage of the enterprise chain,
and inter-enterprise collaborative business follow an evolution trajectory that leads to the enterprise
manufacturing model (Zhou et al., 2011). A number of similar paradigms have emerged in parallel with

the intention of solving the challenges of distributed resources, such as holonic manufacturing, agent-
1/28
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based intelligent manufacturing, reconfigurable manufacturing, distributed manufacturing, dispersed
network manufacturing, and virtual enterprises (Bi et al., 2014; Ford et al., 2012). They all have played
a critical role in the development of manufacturing industries, although each definition has its own
emphasis. However, there are still many barriers to efficient manufacturing systems and current systems
cannot meet the demand for enhanced quality requirements (Ning et al., 2011; Zhang et al., 2014).
Fortunately, a more comprehensive and profound solution, i.e. cloud manufacturing, has emerged and

has been widely applied in various fields.

Cloud manufacturing is a new type of smart manufacturing system that focuses on service-orientation
and knowledge-bases. It aims to provide high efficiency and low energy consumption for manufacturers
(Li et al., 2010). During the innovation process in manufacturing industry, the development of ICT
(information and communication technology) always plays a crucial role in improving production

efficiency and takes full advantage of manufacturing resources (Jiang et al., 2013).

In a cloud manufacturing system, state-of-the-art technologies such as digitalized manufacturing, cloud
computing, the Internet of Things (IoT), semantic web, and high-performance computing are integrated.
By extending and shifting existing manufacturing and service systems, manufacturing resources and
capabilities are virtualized and provided as manufacturing services based on demand. This is achieved
by the coordination of local information (e.g. machine loading and performance) and global information
(e.g. demand from a market). There are similar forms of coordination in agent-based manufacturing
systems (Sikora and Shaw, 1997; Parunak et al., 1997; Frayret et al., 2004). A cloud manufacturing
system is a scalable service platform to support cross-enterprise operation and multi-agent collaborative
interaction (Zhang et al., 2014). Compared with traditional agent-based manufacturing systems, cloud
manufacturing not only improves information and resource sharing, but also aims to improve machine
utilization and enable rapid capacity scalability. Moreover, the virtualized resources and capabilities are
efficiently shared among different enterprises by unified and centralized intelligent management and
operations. Cloud manufacturing supports the whole manufacturing lifecycle with the goal of high

quality, flexible and on-demand services at low prices through a networked system (Li et al., 2010).

The motivation of this paper is to outline a cloud manufacturing system for sheet metal processing and
to address the challenges and issues that original equipment manufacturers (OEMs) have in production
planning and control. The purpose of this paper is to present a cloud-based production planning and
control concept for sheet metal manufacturing. This study was conducted in the form of a case study.
Twelve domain experts from one company, which is a specialist in sheet metal fabrication machines,
were interviewed about their perspective on possible ways to achieve cloud manufacturing by
implementing cloud-based production planning and control system. The results of the interview were

analyzed, and several requirements were suggested. Based on this case study, a model of cloud-based

2/28
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production planning and control system is proposed. Cloud computing technology and physical

information fusion technology may benefit manufacturing enterprises.

The remainder of the paper is organized as follows. Section 2 elaborates the relevant studies that were
reviewed. Section 3 studies the functional requirements for cloud manufacturing. Section 4 presents the

conceptual model and architectural considerations. Section 5 then concludes the paper.

2 Literature Review

2.1 Cloud Manufacturing

Cloud computing is the next step in the evolution of the Internet and it is the trend of pay-as-you-go
utility computing, elasticity, virtualization, grid computing, distributed computing, content outsourcing
and Web 2.0 (Xu, 2012). Cloud computing is not a new technical term but a convergence of several
existing technologies, such as computing, networking, storage, and powerful management tools (Cisco,
2012). It is considered as a multidisciplinary research field and it enables a new generation of IT and
business management. Cloud computing simultaneously provides a paradigm shift of IT (information

technology) and business infrastructure (Xu, 2012).

Manufacturing companies need a new platform to fulfill their need for an increasingly IT reliant,
globalized, distributed and agile business model. Multinational companies are looking for a solution to
dynamically add both tangible and intangible resources for a particular project, while improving plant
floor visibility and achieving more efficient processes without having to make incremental investment
in their IT resources (Giriraj and Muthu, 2013). Cloud computing infrastructure not only provides the
power of virtualization, automation and collaboration to the whole manufacturing supply chain and
networked enterprises, but also brings significant financial advantages. While services are becoming
inherent characteristics of products, manufacturing industry is gradually transforming from a traditional
product-oriented type to a service-oriented one (Huang et al., 2013; Luo et al., 2011). Cloud computing
represents a breakthrough concept to achieve the transformation from production-oriented to service-
oriented manufacturing (Xu, 2012; Cheng et al., 2010; Tao et al., 2011), where everything is provided
as services: argumentation as a service, design as a service, fabrication as a service, experiment as a
service, simulation as a service, management as a service, operation as a service, and so on (Ma et al.,

2010).

It is very interesting that many researchers ‘borrow’ the concept of cloud computing to give rise to
‘cloud manufacturing’ (CM), which is a manufacturing approach to cloud computing. There are valid
reasons and perhaps requirements for manufacturing business to develop towards digitalization and

embrace cloud computing (Li et al., 2010; Xu, 2012). It is believed that cloud computing can play a
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critical role in establishing linkages between MRP (manufacturing resources planning), ERP (enterprise
resource planning) and CRM (customer relationship management) (Xu, 2012). The concept of cloud
manufacturing has borrowed some central ideas from earlier work, which should be acknowledged. A
standardized framework for co-operation between entities is one of them. Information and resource
sharing mechanism in the network has been introduced already in the early 80’s by Smith (1980) in the
ContractNet system. Shaw (1988) introduced dynamic scheduling for cellular manufacturing systems
for networked system. Agent based systems in manufacturing have also introduced rules and
negotiations in order to adjust toward requested capacity (Monostori et al 2006). The problems have
always been there and the approaches proposed in earlier literature have remained mostly in academic
context. The general availability and emergence of cloud technology is able to deliver this type of
features for wider audiences. Standardized information models, real-time or close to real-time interfaces
between entities and possibility to utilized centralized decision making or local rules are all possible

implications.

When cloud manufacturing is discussed, what comes to mind first is the existing networked
manufacturing concept, sometimes called internet-based manufacturing or distributed manufacturing,
manufacturing grid, virtual manufacturing, and agile manufacturing (Ford et al., 2012; Xu, 2012). All
these concepts have common origins, which can be traced back to the 1990s, when the agent based
framework for manufacturing systems was proposed to integrate distributed machines and to manage
heterogeneous components in a homogeneous fashion (Sikora and Shaw, 1997; Parunak et al., 1997).
The distributed manufacturing systems concept was designed to allow optimum decision making on
distributed resource usage (Tharumarajah, 2001); virtual manufacturing was designed to realize the
actual manufacture process by computer (Zhang et al., 2014); and agile manufacturing appeared in
response to changing demand (Wang and Lin, 2009). However, today’s networked manufacturing
mainly refers to an integration of distributed resources for undertaking a single manufacturing task (Xu,
2012). A resource pool or resource sharing mechanism was proposed in previous coordination formats
(Frayet et al., 2004). However, what is lacking in these types of manufacturing regimes are the
centralized operation management of the services, choice of different operation modes, and embedded
access to manufacturing equipment and resources, without which a seamless, stable, and high quality
transaction of manufacturing resource services cannot be guaranteed (Xu, 2012). In the manufacturing
system, “control” and “communication (coordination)” are identified to solve distribution problems
(Caridi and Cavalieri, 2004; Frayret et al., 2004). The evolution of manufacturing systems needs to be
considered from these two dimensions. At present, cloud manufacturing has become a new mode of
multi-agent networked manufacturing, and it is evolving significantly in both control and

communication approaches.
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Cloud manufacturing contains two important principles: ‘integration of distributed resources’ and
‘distribution of integrated resources’. Xu (2012) defined cloud manufacturing by mirroring The
National Institute of Standards and Technology (NIST)’s definition of cloud computing as ‘a model for
enabling ubiquitous, convenient, on-demand network access to a shared pool of configurable
manufacturing resources (e.g., manufacturing software tools, manufacturing equipment, and
manufacturing capabilities) that can be rapidly provisioned and released with minimal management

effort or service provider interaction.’

Li et al. (2010) introduced the definition of cloud manufacturing to perform larger scale collaborative
manufacturing in a research project funded by the National Natural Science Foundation of China. Based
on this definition, many cloud manufacturing related studies have been launched, such as Zhang et al.
(2014), who further described the key issues for the construction of cloud manufacturing, and Li et al.

(2011; 2012) who discussed cloud manufacturing and resource encapsulation technology.

ManuCloud is a project in the European Union (EU)’s Seventh Framework Programme (FP7) which is
targeted at developing a marketplace for virtualized manufacturing services, supporting on-demand
manufacturing scenarios, and achieving the next level of integration of manufacturing networks based
on the dynamic interconnection of multiple factories (Yip et al., 2011). It provides users with the ability
to utilize the manufacturing capabilities of configurable, virtualized production networks, based on
cloud-enabled, federated factories, supported by a set of software-as-a-service applications (Meier et

al., 2010).

Manufacturers and their subcontractors develop a close collaborative relationship to improve the
coordination of their mutual activities and enhance innovative performance. Trust and contracts have
been viewed as two important mechanisms to safeguard business opportunity and maintain a
cooperative relationship (Wang et al., 2011). In a cloud manufacturing environment, during the product
development process the collaborating agents have to exchange product information, so they should
have mutual understanding of that exchange information, and most importantly, they need to trust each
other both in communication and information contents in order to improve the quality of their relations

(Fatahi Valilai and Houshmand, 2014; Ripamonti and Peraboni, 2010).

Yousif (2014) presents an example showing that in a cloud based collaborative environment, the parties
need to go through the authorization process every time before establishing a relationship. Such
collaborative environment allows distributed manufacturing to realize competitive advantages by using
their existing resources for collaborating with each other. This method can also satisfy the risk control
requirements. Similarly in cloud manufacturing, in order to build a trusting environment, it is necessary
to embed an authentication and authorization mechanism, a trust evaluation and measurement
mechanism, and reliability analysis features into the cloud manufacturing platform (He and Xu, 2015).
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However, many issues about cloud manufacturing are still confusing and more attention should be paid
to advance progress in this field (Chandrasekaran et al., 2013). The present work is a step forward in

applying cloud computing concepts to the optimization of production planning.

2.2 Production Planning and Control

The development of cloud manufacturing needs to be synchronized with the development of enterprise
manufacturing systems and manufacturing environment (Ma et al., 2013). It should support the overall

management of processes, products, resources and information.

Production planning and control (PPC) is very critical for manufacturing execution. It includes tasks of
job or task scheduling, inventory planning, loading production, process selection and planning, facility
location, estimating quantity and costs of production, capacity planning, line planning, follow-up, and
execution. In the context of cloud a manufacturing environment, PPC is even more difficult and

complex. There are two main considerations:

(1) Temporality of delivery configuration - The cloud manufacturing mode is driven by the uncertainty
of customer orders. When a customer order is received, participants in CM should quickly form a
virtual enterprise based on the cloud service, and with the delivery of the product or service the
virtual enterprise is dissolved. This feature of CM distinguishes it from traditional PPC (Ning et
al., 2011). In order to respond to dynamic requests, the PPC must embed attributes adaptively so
as to provide a reconfigurable interaction model (Caridi and Cavalieri, 2004).

(2) Networked manufacturing - A single process includes multiple participants (i.e. cloud services
providers and users), distributed resources, and decentralized management. Therefore, multiple
process plans should be defined for each supplier, and each sub-process plan needs to determine
alternative operations and alternative machines (Um et al., 2014). Due to the different status (i.e.,
system configuration and customer demands) of each supplier, the quantifications and
requirements are different (Caridi and Cavalieri, 2004). In order to monitor the distributed
manufacturing processes and guarantee the quality of final delivered services, a set of Services

Agreement Level (SLA) need to be defined in advance.

When discussing the PPC in CM environment, the topics consist of production planning, process
management, and also supply chain optimization. The optimization of the supply chain includes every
link in procurement, marketing, logistics, planning, and scheduling. The optimization involves
collaborative project management and resource distribution and scheduling to improve resource

utilization and efficiency.
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2.3 Optimization in Cloud Manufacturing

Cloud manufacturing approach can offer centralized optimization service for the production units. With
the dynamic changing of manufacturing resource services, the quality of resource services and the
requirements of enterprise users, there are many uncertain factors influencing the dynamic optimization
of resource services, which make the manufacturing task impossible to be completed efficiently and
with high-quality. Various optimization tasks can be conducted to solve dynamic problems by

centralized cloud manufacturing services.

Production process optimization is one of the most widely investigated topics in the field of
manufacturing (Chandrasekaran et al., 2013). Formally, the process of optimization in manufacturing
engineering consists of the following processes: (i) defining variables, constraints, and objective
function(s), (ii) solving the constrained problem of general mathematical form by using various types
of algorithms and methods, and (iii) simulating the optimization algorithm and then deploying the
algorithm in practical systems for application (Tao et al., 2015). Different types of optimization can be

employed due to the different nature of the formulated manufacturing problems.

Tao et al. (2015) provide a comprehensive analysis of all kinds of manufacturing optimization problems
and their general methods. It is shown that optimization can be applied almost everywhere. Currently,
most existing studies focus on the optimization objectives in areas such as management of
manufacturing process, design and analysis of product/element, and system management and control.
The optimization problems include both single-objective and multi-objective ones (Tao et al., 2015).
Multi-objective optimization refers to the optimization problem crossing different disciplines, and it is
always very complicated. It includes different variables and parameters to solve one single optimization
problem. However, the methods of onsite decision or multi-step optimization in collaborative
manufacturing are inevitably not thorough enough. Therefore, multi-disciplinary optimization becomes
a significant challenge and it is the most recent trend in the development of advanced manufacturing

systems.

The dynamic changing of manufacturing requirements produces many uncertain factors. The adoption
of cloud can bring a lot of benefits to manufacturing companies. In terms of cloud manufacturing, the
optimizations can be discussed from two aspects: cloud resource optimization and manufacturing
resource optimization. Cloud resources refer to technical infrastructure and on the other hand
manufacturing resources mean the physical resources in manufacturing. Tharumarajah (2001) describes
resource allocation problems as the embodiment of the choice of resources, performance, and

constraints. Both types of optimizations in cloud manufacturing are discussed based on this principle.

The first utilization of cloud computing resources was their use in optimizing manufacturing resources
(Laili et al., 2012). In cloud computing, there are different kinds of computing resources, such as cloud
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storage (Rimal et al., 2011) and transaction process (Zeng et al., 2009), and these resources can be
virtualized and then applied to optimize the schedule of using these resources. Cloud systems can
automatically control and optimize resource use by leveraging a metering capability at some level of
abstraction that is appropriate to the type of service (e.g., storage, processing, bandwidth, and active
user accounts) at the physical layer in computing. Resource usage can be monitored, controlled, and
reported, providing transparency for both the provider and consumer of the utilized service (Mell and

Grance, 2009).

The second type of optimization is the use of the cloud concept to obtain on-demand cloud resources to
optimize the business processes. Cloud-based solutions enable better-integrated and more efficient
business processes to improve the efficiency of operation. In cloud manufacturing, it is not only about
providing computing resources, but also controlling a variety of other manufacturing resources and
abilities directly for collaboration and sharing (Laili et al., 2012) through the whole manufacturing
lifecycle. Therefore, the core focus of cloud manufacturing is to optimally use dispersed manufacturing
resources in the prevailing trend to attain a low-carbon footprint in economic development (Ning et al.,

2011).

In the cloud manufacturing research area, the most discussed issue is resource (service) optimization.
Manufacturing resources refer to resources that are required during the product development life cycle
(Xu, 2012). These manufacturing resources may take two forms: manufacturing physical resources and
manufacturing capabilities. Manufacturing physical resources can exist in hardware or software form.
The former includes equipment, computers, servers, raw materials, etc. The latter includes, for example,
simulation software, analysis tools, ‘know-how’, data, standards, and employees. Some manufacturing
capabilities are intangible and dynamic resources representing the capability of an organization
undertaking a particular task with competence. These may include product design capability, simulation
capability, experimentation, production capability, management capability, and maintenance capability
(Xu, 2012). Therefore, the optimization problems in cloud manufacturing are optimizing the

manufacturing resources, and matching these resources with specific capabilities.

In cloud manufacturing, the optimization process consists of some key elements: the users submit a
computing (manufacturing) resource request, the cloud manufacturing system platform analyzes the
mission, divides it into subtasks in accordance with the requirements from users, executes scheduling
algorithms for mapping these requirements to available resources, allocates resources optimally, and
sends a final solution back to the users (Laili et al., 2012). Compared with traditional manufacturing
paradigms, the optimization complexity is increasing in cloud manufacturing because the requirements

of supply chains are dynamic and the parameters changing as a manufacturing process proceeds.
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3 Functional requirements for sheet metal processing

Companies operating in sheet metal forming (SMF) are at the beginning stage of manufacturing for a
broad spectrum of industries including automotive, aerospace, energy, domestic appliances, electric
cabinets, elevator, and escalators. Production steps consist of units such as punching, shearing, laser
cutting and sheet metal handling systems. SMF industries, in comparison with other discrete part

manufacturing industries, are typically highly automated and flexible in production diversities.

3.1 Decision problems

Sheet metal processing has some special characteristics in terms of production planning and control.
Many of the decisions are completed several times a day and analytic techniques such as mathematical

optimization in nesting are widely used.

Traditionally, optimization tools have been used to solve the sheet nesting problem. For example, Nehal
et al. (2012) proposed a genetic algorithm based system. Huang et al. (2009) presented optimal layout
and path planning for flame cutting of sheet metal. Optimization has also been used in the sheet metal
forming process (Gantar et al. 2002, Liu and Yang 2008, Wang et al. 2008, Wang and Xie 2005).
However, there is still limited capability in shop floor applications of optimization methods, due to the
complexity and volatility of different processes, and also because of the non-availability of required

information (Chandrasekaran et al., 2013).

Managing tools and setups is also a typical complex problem in sheet-metal production. Giannakakis
and Vosniakos (2008) introduced an expert system for making this decision. Marvizadeh and
Choobineh (2013) introduced a similar process for punch presses. Akturka et al. (2007) and Daskin et

al. (1990) have also introduced analytical approaches in the same domain.

The scheduling of production has been also studied. Some specific features could be non-identical
machines and tools. Gurel and Akturk (2007) have considered the job allocation problem in non-
identical parallel machines. Hirvikorpi et al. (2008) introduced a scheduling system considering wearing
tools and stochastic lifetimes. In CM environment, the decision making process for PPC is broken into
different levels when the manufacturing become more and more distributed. As an effective solution,
cloud computing infrastructure can be used to develop reliable predictive models and carry out the

optimization in a cloud (Chandrasekaran et al., 2013).

3.2 Business Requirements

The motivation of this research is to demonstrate the realization of a cloud manufacturing environment

which can transfer cloud-based solutions to the manufacturing domain, and make sure that
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manufacturers can benefit technically, and also conceptually. The goal is to combine various
manufacturing resources and capabilities dynamically in such a way that customers can access them as
if they were in a single facility. However, production planning and control and their optimization are

the main focus of this research.

To have a better understanding of cloud-based production planning and control and its opportunities the
requirements for a CM system were collected from SMF solution provider. Twelve related domain
experts were interviewed twice during a specific time period. In the first round experts in different
disciplines of the company were required to provide their technical opinions about the optimizations.
After presentation of their points, face-to-face interviews were conducted and the requirements of each
discipline were analyzed. Table 1 summarizes the key requirements which were used to develop a
prototype CM environment. The main requested linkages included factory level control with
connections to both steel sheet suppliers and customers placing orders for the production. The real-time
visibility was requested within production line (RQ1) and in the supply chain to see the planned and
actual progress of each work (RQ4). From a process view, the main connections were to design CAM
(computer-aided manufacturing) activities. Design of a product is a main driver for task durations, tools
and setups — for this reason CAM software packages need to be communicate directly with cloud based

system (RQ?2).

A common set of key performance indicators (KPIs) was requested for the entire supply chain (RQ3)

as machines are providing this information for the production planning needs.

The primary requested functionality (RQS5) was to have an optimization based production planning
system to combine line-level capacity, raw material usage, and various machine related setups.

However, this system should be parameterized for different needs.

Status information for each work and events in different parts of the production process are centrally
stored in the cloud system. This information should be available for change management and
rescheduling considerations (RQ6). Planned and actual production plans should be compared as
typically in low volume production, the predicted processing times may vary from actual and manual
parts of the process such as tool changes, material feeding and operator confirmations may take more
time than planned. In order to improve the understanding of variability, actual processing times were

requested to be stored for learning and development purposes (RQ7).

Table 1. Requirements collected for cloud-based product planning and control.

1D Requirement Priority
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RQ1 Overall line level production planning and control combining all 1
machines and phases

RQ2 CAM and dynamic nesting connected to PPC 2

RQ3 Real-time key performance indicators 2

RQ4 Access for customers and suppliers to see work and material tracking 2
information

RQ5 Dynamic multi-objective optimization for scheduling 1

RQ6 Event management for re-planning of the supply chain

RQ7 Actual processing times feedback for production planning 3

Functional Requirements

Based on the business requirements, more specific functional requirements are defined and developed.
Figure 1 shows a general reference model of CM for SMF industries. This architecture was based on
the pertinent articles that were reviewed and both the Purdue Reference Model for Control Hierarchy
and ISA-95. The Purdue Reference Model of Control Hierarchy is a commonly used architecture model
to define manufacturing operations management. It breaks the production lifecycle into different phases.
Whether they serve as part of continuous production, job production or batch production, automation
and information systems fall under this model (Adiseshan, N.D). ISA-95 is the international standard
for the integration of enterprise and control systems. ISA-95 consists of models and terminology. These
can be used to determine which information has to be exchanged between systems for sales, finance
and logistics and systems for production, maintenance and quality. This information is structured in
Unified Modeling Language (UML) models, which are the basis for the development of standard
interfaces between ERP and MES (Manufacturing Execution Systems) (ISA-95, 2014).

Interoperability of various IT systems is an important topic in cloud manufacturing. Cuesta et al. (1998)
introduced a concept integrating CAD and CAM systems for sheet-metal cutting. Rao et al. (2006)
introduced an integration system for sheet-metal job shops. The integration of system design and closing
the gap between design and production has potential. Alva and Gupta (2001) presented an automated

design for sheet metal bending operation.

The model in Figure 1, maps the plant-wide information flow from the sensors to the boardroom in four

distinct levels, from the most fundamental to the most advanced.

® Level 1 is for physical devices process, which includes an individual machine or machine tool as
the smallest unit of the manufacturing system. This supporting equipment includes intelligent
transportation, robots, and also laser, cutting, shearing and bending machines.

® [Level 2 represents site manufacturing operations and controls. Different kinds of controller are

used for automation of the diverse machines and devices in Level 1.
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® [evel 3 addresses plant-wide applications, including Manufacturing Execution Systems (MES),
asset management and Material Requirements Planning (MRP) for production planning,
scheduling and inventory control.

® [ evel 4is the enterprise level. It consists of business systems and quality databases. It can integrate

multiple Level 3 systems and ensure cross plant boundary cooperation.

A

Level 4: Enterprise Level

Planner

44— Level 3: Manufacturing Level

} 4 Level 2: Operations and Controls Level

1
- i% Controller

CAD/CAM Designer

Controller

“—— Level 1: Physical Process Level

—Machine ,Robots ,Actuators and Sensor&ﬂ

'I|H

Shearing,Bending,....

Intelligent transportation Robots Laser Cutting,

Figure 1. Integrated optimization platform in sheet metal processing.

Existing advanced planning and scheduling systems provide many features requested. However, there
are some features of a cloud-based system for production planning and control, which differ from

traditional stand-alone software solutions:

(1) Emphasis on supply chain integration for customers and suppliers by providing real-time access

(2) Possibility to conduct planning activities centrally for multiple factories and supply chain

(3) Integration of CAM processing of laser cutting, punching, bending, and nesting into integrated
product data model

(4) Real-time event handling and key performance indicators connected to planned and actual

production schedules
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3.4 Cloud Manufacturing in the Sheet Metal Industry

A cloud manufacturing approach involves collaboration across the whole manufacturing process, and
the cloud-based PPC and optimization problem in the sheet industry must encompass every link in the

manufacturing process, as presented in the following sections.

3.4.1 Product design process

The manufacturing design process in SMF includes the use of various CAM systems. Typically,
geometric design is combined with material information and decisions related to sheet type, machine,
tool, and work sequence are made. In the case of 2D objects, the selection is made between using
shearing and laser cutting. For 3D parts, CAM instruction is needed for bending machines as well. For
manufacturing planning, these decisions have a great impact. Sheet size can affect nesting efficiency
and tool selections may have consequences in terms of the frequency of setups. Also nesting principles
vary in the case of push type make-to-stock production or high mix make-to-order type of production.
Having idle capacity versus wasting raw material due to lower utilization is the decision to be made.
When several machines have varying setups and layout is constrained by fixed conveyors or WMS
(Warehouse Management System), balancing the line in various cases becomes an important task. Much

of this is determined in the CAM and design process.

As an example, manual adjustment of the sheet metal size from available sizes of sheet metal influences
the utilization rate of the different nesting layouts considerably. This highlights the point that the system
needs fundamental reconfiguration in a few aspects of nesting algorithms with respect to the available
amount of raw materials. The possible problem is that the optimization is the definition of local optimum
point for each job even though there are possibilities to search for global optimum answers. The
flexibility and interconnections of variables in different manufacturing processes should be taken into
account in supply chain level optimization. The variables include speed for the machine actions, speed
of tool changing, maintainability, durability and set up times. Figure 2 illustrates an integration of CAM
processes into one single data element shared by CAM designers to cover all machine types and full

integration into the PPC system for dynamic nesting.
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Towards Integrated 2d and 3d CAM process
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Figure 2. Integration of CAM processes.

3.4.2 Production Planning - Manufacturing Execution System

With regard to cloud-based optimization, production planning and especially scheduling has the highest
potential for optimization. It ensures that customer orders can be fulfilled as requested. According to
expert interviews, many SMF companies typically manage the capacity of different machines and
machine sequencing using operators’ experience. This means that many smaller SMF companies do not
use available production planning techniques fully, but instead use first come first serve (FCFS) type

of policies with rush orders.

Typically, MES is used to support the manufacturing facility and take care of the communication
channel of shop floor and administration, and interface with the ERP system. It is very important that
the two systems are linked so that the shop floor will know what is happening at the business level and

vice versa. Such two way communication will result in the optimization of activities throughout all
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aspects of the manufacturing process. MES mainly covers resource allocation, operation scheduling and
production planning. Typically, the production process for each product can be described as a working
flow in the plant. The sequence of each flow is controlled by MES. Several robust algorithms for
scheduling, and sequencing are available. A variety of sensor data from the machines, for example job
completion, tool wearing and energy consumption are employed in manufacturing devices to collect
real-time status information. Pre-emptive and closed feedback loop planning can be implemented by

combining real-time sensor information with production planning zones (Figure 3).

Load

Zonel Zone2 Zone 3 Zone 4 Zone 5

Flexhour capacity

Standard daily capacity:

N\ Unallocated capacity

A Y
Nests ready \\
\

Released work orders

Tools and
materials read

Tools ready

Running

AN

~
~

—_—F

Time now Time to future

Figure 3. Production planning time horizon and dynamic planning.

A centralized service for production planning prototype was implemented to test the concept. Figure 4
illustrates a work center production schedule which is generated by the centralized scheduling engine
offering production planning as a service. This functionality is fulfilled by changing parameters and
adding desirable properties, and then setting up manufacturing job requirements and certain criteria,
such as running sequentially or in parallel. A metaheuristic system changes the order sequences by

minimizing the total processing time.
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Figure 4. Screenshot of the developed cloud-based scheduling service result and its objective.
3.4.3 Machine control

3.4.3.1 Shearing, punching and laser cutting

The main objective of using the basic machine is the maximization of utilization rate of sheet metal,
and the constraints are the product shapes that need to be fulfilled and the size of the available sheets.
Therefore, using a cloud-based solution can enable the testing of different algorithms for nesting and
computational functionalities, supporting the parallel data mining, and maximizing the performance of

analytics. These features are different to traditional computing environment.

In practice, the optimization problem can be formulated as follows: maximizing capacity utilization by

re-sequencing orders, subject to external events and previous machinery on the line.

The optimal solution should be calculated and updated continuously subject to any changes in the

production plan or execution sequence. In practice, this refers to the requirements of systems as follows:

e Pre-emptive operations, planning, and updating production schedule in real-time based on

experience.

e Developing ‘plan-B scenarios’ in real-time and adjusting production plan quickly
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e Integrating communication between each machine in the line to understand what might happen

next.

3.4.3.2 Robotics

Robots are typically working as slaves in these types of production lines. The optimization of this
discipline mostly relies on the movement and responsibility of the robots. The result of the interview
indicates that one of the most important issues that need to be taken into account is the speed of the
robot arms in movements and optimized timing. Today, movements for robots are programmed at the
maximum speed of the robots without real-time consideration of subsequent movements. The basic
movements of the arms have to be optimized not only based on the stacking area optimizations but also

based on the minimum cost (including maintenance, etc.) of the movement for the production lines.

The robot movements in the execution could be optimized in terms of the timing of the robotic arm

movements with consideration of the concept of time in different layers.

By using interoperability between machines in production line, the robot movements may have different
modes: full speed, high-reliability night-shift mode, communication with robot and other machines for
line level availability. This information could be used for pre-emptive planning and automatic routing

changes in the case of multi-processors.

3.4.3.3 Bender lines
The timing of bending and other 3D operations plays a significant role in the flow of work in SMF. As
the throughput rate of bending normally is lower than the other manufacturing units, optimization needs

to rely on the timing and scheduling of the machines.

The role of bending time in production scheduling, possible buffer allocations and job sequencing is a

promising field of optimizations for this section:

*  Output sequence of jobs
»  First stacking time measurement: Re-nesting parts on sheets
*  Multiple parts into stacking

* New stacking buffering: Temporary to the sorting area.

4 Architecture for cloud manufacturing

4.1 Conceptual model of optimization
Based on the requirements and possibilities of cloud manufacturing, a prototype system for cloud-based
production planning and control of SMF production was created. Figure 5 demonstrates the process of

providing optimization services based on customers’ requirements. According to the principle of
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manufacturing resource transfer, service-oriented cloud manufacturing includes three main parts:
manufacturing resources and capabilities as input, resources operating platform with multi-optimization

levels, and the output of manufacturing services based on demand.

The manufacturing resources and capabilities which are provided by a cloud service provider are
virtualized in the cloud manufacturing platform, and they are available for retrieval by cloud service
users. The capabilities are the ability to integrate resources and disseminate results when a task is
completed. Capabilities across the whole manufacturing process are always bundled with particular
resources. In other words, resources are the basis for achieving capabilities. In order to optimize the
manufacturing resources and capabilities, the optimization issues are classified into different
optimization levels. The multi-objective optimization levels provide support for achieving the on-
demand use and circulation of manufacturing resources based on distributed customers’ requirements.

The following sections will present optimization possibilities in different levels.

Cloud Manufacturing Platform

Optimization Levels

) - Cloud service User
Cloud service Provider

Figure 5. Conceptual model of optimization in cloud-based PPC.

4.2 Optimization Services in Cloud Manufacturing

Cloud manufacturing concept presented in this paper is a centralized platform supporting domain
specific optimization tasks. Comparing this approach to agent based systems or distributed scheduling,
the main emphasis is on shared real-time view and possibility to utilize the information rather than
interaction between different decision making entities. Cloud manufacturing approach enables certain
technical possibilities, but does not solve all behavior related challenges as information asymmetry and
different power constellations which take place in supply chains. The extent of shared information must
be agreed between partners. Additionally, the scheduling objective function can be adjusted and
parameterized. This means that each participant may include those parameters, which are important for
their business. For example, a company producing high volume HVAC (heating, ventilating, and air
conditioning) components can appreciate fixed daily schedules aiming low raw material waste rate

synchronized with assembly operations in downstream. On the other hand, a contract manufacturing
18/28



172  Acta Wasaensia

company can charge more for fast delivery and raw material utilization is not that important in high-

mix low-volume (HMLV) production.

Parameterization of production planning and scheduling is a complex process and it depends on
company strategic objectives. There are different level optimization tasks in terms of temporality of the
decisions and some of them may be contradicting with each other. Table 2 illustrates possible layers
and examples of objectives at each level. The proposed layers indicate the hierarchical structure of an
integrated platform of optimizations particular to this type of manufacturing. Based on the reference
architecture proposed in the research motivation, a generic multi-objective optimization system has
been built by using genetic algorithms (GA). Each domain can use the centralized system for proposing
solutions. Templates for optimization problem formulation may be provided in the cloud system.

However, the actual parameterization of objectives functions for each decision layer remains as a

company level decision.

Table 2. Optimization objectives related to SMF in different layers.

Layer Frequency Optimization objectives | Optimization targets
Enterprise layer Strategic Maximize return on Ensure current proposed product type,
investment (ROI) product mix and product volume can
Annual Maximize profit maximize the profit.
Manufacturing Tactical Minimize lead time Management of the manufacturing
layer process. It is a central line for the
Quarterly Minimize total whole life cycle of manufacturing.
proceeding time
Operations  and | Operational - | Maximize the Guarantee the efficient operation of the
control layer production performance — lead- whole manufacturing system.
time, capacity
Daily utilization, material Improve the communication with
utilization machines
Physical process | Operational — | Maximize the machine | This contains the structure design and
layer design utilization modeling and finite element analysis
Minimize the working of product. It is the core object of
Daily time manufacturing. Optimization in this
Maximize the material category is also known as structure
utilization optimization.
Minimize the material
cost
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Optimizations in each layer of operation have to be done separately, but the data and results must be
shared among the all the decision levels as shown in Figure 1 (Section 3.2). In general, a supervisory
level of Enterprise Resource Planning (ERP) acts as a gateway of data and information for a SMF. This
layer of optimization (automation) also coordinates possible intra-enterprises data transactions and

prepares the data for other levels for their real-time optimization.

4.3 Technical implementation

In order to present the technical implementation considerations of this platform, a demonstration system
or a prototype was built. Each system has local level control and work queue. Machines receive
instructions from the cloud-based production plan and requests from production control. Then the
machines feed in information on actual progress vs. planned activities (See Figure 6). The actual
progress information is retrieved from a network of sensors. To achieve effective management of the
sensor data described above, the cloud manufacturing platform needs to offer the following two primary
functions: (1) the effective distributed storage of sensor data, and (2) the efficient parallel search, filter,
and statistics of sensor data (Bao et al., 2012). The cloud computing model is used to get all the local

factory-related data and provide optimized results to improve machine performance.

Cloud computing is used to provide on-demand service of computing facilities and database. The
machining optimization can suggest an initial setting and accept feedback from the real machining

process.
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Figure 6. Structure of cloud computing-based optimization system.

A holistic view of the key aspects of conceptual system structure is depicted in Figure 7. It allows a

wider perspective of implementing the cloud-based PPC into the cloud manufacturing concept. It

describes the cloud manufacturing as a whole manufacturing process. The customers and suppliers have

a different API to plug into this cloud manufacturing platform. Several cloud services are also integrated

into this platform with the aim of optimizing production processes, factory planning, and design.

Centralized computing power can be used to solve production planning, allocation scheduling, tooling

and setup decisions. Algorithms may be updated, and all the machines may obtain the benefit of the

latest versions as these are offered as cloud services.
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Based on the collected requirements and specifications, a common data model is developed for

integrated production control system. The main entities and their relationships are described at an

abstract level in Figure 8. All machines and planning tools need to share the same structured data in

both planning and execution phases.
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Figure 8. Entities related to cloud-based production planning and control.

The prototype system was developed and tested with actual data collected from an existing production
line. The validation of the scheduling system was conducted only in simulation, not in a real production
environment. Some observations from piloting showed that production lines may be complex and
consisting machines of different generations and types. Flexibility of configuration and adjusting the
platform for each situation is an important property. Ability to adjust is related to communication, line
configuration and company specific optimization objectives. Testing showed the importance of ability

to operate easily in different and changing environment.

5 Conclusions

A new smart manufacturing model - cloud manufacturing has been proposed to fulfill the requirements
of networked and dispersed production in sheet metal manufacturing. The cloud provides a
collaborative environment that can give people who manage a sheet metal manufacturing (SMF) agility,

more transparency, and empowerment through more effective collaboration.

In this paper, the functions and requirements of a cloud-based production planning control and
continuous operational optimization are presented in the sheet metal manufacturing context. With the
aid of the concepts, the technical conceptual structure and data modeling were established when
implementing the prototype system. Based on the initial piloting test, the strategy presented in this
research could help manufacturers to build capacity within their organizations, and to securely and
reliably collaborate with other manufacturers, and stimulate the growth of the cloud for the next wave

of business productivity and optimization.

It is very important for both academics and industries to notice that the application of cloud
manufacturing will be a long-term process, and it will gradually develop in many factories. In order to
be successful, factories should have a good foundation for the internal integration of information and
processes. Therefore, there is a relatively high entrance standard to implement cloud manufacturing for
a majority of manufacturing companies. For a sheet metal manufacturing environment, a vision of plug-
and-play supply chain requires integrated information management and process management. The real-
time scheduling and modular approach will be developed to enhance the flexibility of the system further.
A centralized cloud-based system gives opportunities to accommodate different algorithms and try to

improve or integrate cooperation between different algorithms.
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The future development of cloud manufacturing will face many challenges in key technologies. Security
is the major challenge in any networked computer system. Because cloud manufacturing is highly
reliant on networks, it also involves the security issue. The greatest challenge facing cloud
manufacturing is maintaining internal security. Maintaining security and protecting data in cloud
manufacturing are both important for two reasons: (1) data often represents a large amount of money
due to labor intensive tasks, and(2) data often represents knowledge and provides companies with a
competitive edge. Based on the experiences from this study, it is believed that further research into
cloud manufacturing will accelerate the development of an intelligent, networked, service-oriented,

digitalized manufacturing industry.

References

Adiseshan, B., N.D.. Manufacturing in the cloud: Improved productivity and cost savings are on the

horizon. White paper by inKumo, Inc.

Akturk, M. S., Ghosh, J. B., and Kayan, R. K., 2007. Scheduling with tool changes to minimize total
completion time under controllable machining conditions. Computers & Operations Research,
34(7), 2130-2146.

Alva, U., and Gupta, S. K., 2001. Automated design of sheet metal punches for bending multiple parts
in a single setup. Robotics and Computer-Integrated Manufacturing, 17(1), 33-47.

Bao, Y., Ren, L., Zhang, L., Zhang, X., and Luo, Y., 2012. Massive sensor data management
framework in cloud manufacturing based on Hadoop. IEEE International Conference on
Industrial Informatics (INDIN), 2012 10th IEEE, 397-401.

Caridi, M., and Cavalieri, S., 2004. Multi-agent systems in production planning and control: An

overview. Production Planning & Control, 15(2), 106-118.

Chandrasekaran, M., Muralidhar, M., and Dixit, U. S., 2013. Online optimization of multipass
machining based on cloud computing. The International Journal of Advanced Manufacturing

Technology, 1-12.

Cheng, Y., Tao, F., Zhang, L., Zhang, X., Xi, G. H., and Zhao, D., 2010. Study on the utility model
and utility equilibrium of resource service transaction in cloud manufacturing. In Industrial
Engineering and Engineering Management (IEEM), 2010 IEEE International Conference on
2298-2302. IEEE.

Cisco, 2012. Cisco CloudVerse for Manufacturing. Cloud for Manufacturing at a Glance - Cisco.

http://www.cisco.com/web/strategy/docs/manufacturing/mfg_cloudvers_aag.pdf

24 /28



178  Acta Wasaensia

Cuesta, E., Rico, J. C., Mateos, S., and Suarez, C. M., 1998. Times and costs analysis for sheet-metal
cutting processes in an integrated CAD/CAM system, International Journal of Production
Research, 36(6), 1733-1747.

Daskin, M., Jones, P. C., and Lowe, T. J., 1990. Rationalizing tool selection in a flexible

manufacturing system for sheet-metal products. Operations Research, 38(6), 1104-1115.

Fatahi Valilai, O., and Houshmand, M., 2014. A platform for optimisation in distributed
manufacturing enterprises based on cloud manufacturing paradigm. International Journal of

Computer Integrated Manufacturing, 27(11), 1031-1054.

Ford, S. J., Rauschecker, U., and Athanassopoulou, N. A., 2012. System-of-system Approaches and
Challenges for Multi-Site Manufacturing. 7th International Conference on System of Systems
Engineering, Genoa, Italy-16-19 July 2012.

Frayret, J. M., D’ Amours, S., and Montreuil, B., 2004. Coordination and control in distributed and

agent-based manufacturing systems. Production Planning & Control, 15(1), 42-54.

Gantar, G., Pepelnjak, T., and Kuzman, K., 2002. Optimization of sheet metal forming processes by

the use of numerical simulations. Journal of Materials Processing Technology, 130, 54-59.

Giannakakis, T., and Vosniakos, G.C., 2008. Sheet metal cutting and piercing operations planning and
tools configuration by an expert system. International Journal of Advance Manufacturing

Technology, 36, 658-670.

Giriraj, M., and Muthu, S., 2013. A cloud computing methodology for industrial automation and
manufacturing execution system. Journal of Theoretical & Applied Information Technology,

52(3), 301-307.

Gurel, S., and Akturk, M. S., 2007. Considering manufacturing cost and scheduling performance on a

CNC turning machine. EuropeanJournal of Operational Research, 177(1), 325-343.

He, W., and Xu, L., 2015. A state-of-the-art survey of cloud manufacturing. International Journal of
Computer Integrated Manufacturing, 28(3), 239-250.

Hirvikorpi, M., Knuutila, T., Leipél4, T., and Nevalainen, O. S., 2007. Job scheduling and
management of wearing tools with stochastic tool lifetimes. International Journal of Flexible

Manufacturing Systems, 19(4), 443-462.

Huang, B., Li, C., Yin, C., and Zhao, X., 2013. Cloud manufacturing service platform for small-and
medium-sized enterprises. The International Journal of Advanced Manufacturing Technology,
1-12.

25/28



Acta Wasaensia 179

Huang, X., Xi, F., Li, J., and Zhong, Z., 2009. Optimal layout and path planning for flame cutting of
sheet metals. International Journal of Computer Integrated Manufacturing, 22(1), 30-41.

Jiang, Y. X., Zhang, Y., and Ma, J. W., 2013. Research on virtualization of manufacturing resources.
2013 International Conference on Measurement, Information and Control (ICMIC), 2, 1060-
1064.

Laili, Y., Tao, F., Zhang, L., and Sarker, B. R., 2012. A study of optimal allocation of computing
resources in cloud manufacturing systems. The International Journal of Advanced
Manufacturing Technology, 63(5-8), 671-690.

Li, B., Zhang, L. and Chai, X., 2010. Introduction to Cloud Manufacturing. ZTE Communications,
8(4), 6-9.

Li, C., Hu, C., Wang, Y., and Zhu, P., 2011. Research of cloud manufacturing and resource
encapsulation technology. Applied Mechanics and Materials, 58, 562-566.

Li, C., Yang, P., Shang, Y., Hu, C., and Zhu, P., 2012. Research on cloud manufacturing resource
scheduling and performance analysis. Advanced Science Letters, 12(1), 240-243.

Liu, N,, Li, X., and Wang, Q., 2011. A resource & capability virtualization method for cloud
manufacturing systems. 2011 IEEE International Conference on In Systems, Man, and
Cybernetics (SMC), (1003-1008).

Liu, W., and Yang, Y., 2008. Multi-objective optimization of sheet metal forming process using

pareto-based genetic algorithm. Journal of Materials Processing Technology, 208(1), 499-506.

Luo, Y. L., Zhang, L., He, D. J., Tao, F., Ren, L. and Tao, F., 2011. Study on multi-view model for
cloud manufacturing. Advanced Materials Research, 201, 685-688.

Ma, P., Bao, W. X., Han, Q., and Zhang, X. W., 2013. Application of cloud manufacturing based on
the principle of process-aware information system. Is¢ International Workshop on Cloud

Computing and Information Security. 2013, November. Atlantis Press.

Marvizadeh, S. Z., and Choobineh, F. F., 2013. Reducing the number of setups for CNC punch
presses. Omega, 41(2), 226-235.

Meier, M., Seidelmann, J., and Mezgar, 1., 2010. ManuCloud: The Next-Generation Manufacturing as
a Service Environment. ERCIM News, (83), 33-34.

Mell, P., and Grance, T., 2009. The NIST definition of cloud computing. National Institute of
Standards and Technology, 53(6), 50.

Monostori, L., Vancza, J., and Kumara, S. R., 2006. Agent-based systems for manufacturing. CIRP
Annals-Manufacturing Technology, 55(2), 697-720.

26/28



180  Acta Wasaensia

Nehal, I.J., Avadhoot, R., and Ashish M. D., 2012. Nesting algorithms for placement of regular &

irregular shaped parts. International Journal of Engineering Research & Technology, 1(5), 1-6.

Ning, F., Zhou, W., Zhang, F., Yin, Q., and Ni, X., 2011. The architecture of cloud manufacturing and
its key technologies research. 2011 IEEE International Conference on In Cloud Computing and
Intelligence Systems (CCIS), 259-263.

Parunak, H.V.D., Baker, A.D., and Clark, S.J., 1997. The AARIA agent architecture: An example of

requirements-driven agent-based system design. Agents, 482-483.

Rao, Y., Huang, G., Li, P., Shao, X., and Yu, D., 2007. An integrated manufacturing information
system for mass sheet metal cutting. The International Journal of Advanced Manufacturing
Technology, 33(5-6), 436-448.

Rimal, B. P., Jukan, A., Katsaros, D., and Goeleven, Y., 2011. Architectural requirements for cloud

computing systems: an enterprise cloud approach. Journal of Grid Computing, 9(1), 3-26.

Ripamonti, L. A., and Peraboni, C. A., 2010. Managing the design - manufacturing interface in virtual
enterprises through multi-user virtual environments: A perspective approach. International

Journal of Computer Integrated Manufacturing, 23(8-9), 758-776.

Shaw, M. J., 1988. Dynamic scheduling in cellular manufacturing systems: a framework for

networked decision making. Journal of Manufacturing Systems, 7(2), 83-94.

Sikora, R., and Shaw, M. J., 1997. Coordination mechanisms for multi-agent manufacturing systems:
applications to integrated manufacturing scheduling. Engineering Management, IEEE
Transactions on, 44(2), 175-187.

Smith, R. G., and Davis, R., 1981. Frameworks for cooperation in distributed problem solving.

Systems, Man and Cybernetics, IEEE Transactions on, 11(1), 61-70.

Tao, F., Laili, Y., and Zhang, L., 2015. Recent advances of intelligent optimization algorithm in

manufacturing. Configurable Intelligent Optimization Algorithm, 35-80.

Tao, F., Zhang, L., Venkatesh, V. C., Luo, Y., and Cheng, Y., 2011. Cloud manufacturing: a
computing and service-oriented manufacturing model. Proceedings of the Institution of

Mechanical Engineers, Part B: Journal of Engineering Manufacture, 225(10), 1969-1976.

Tharumarajah, A., 2001. Survey of resource allocation methods for distributed manufacturing

systems. Production Planning &Control, 12(1), 58-68.

Um, J., Choi, Y. C., and Stroud, 1., 2014. Factory planning system considering energy-efficient rocess
under cloud manufacturing. Procedia CIRP, 17, 553-558.

27/28



Acta Wasaensia 181

Wang, G. G., and Xie, S.Q., 2005. Optimal process planning for a combined punch-and-laser cutting
machine using ant colony optimization. International Journal of Production Research, 43(11),

2195-2216.

Wang, H., Li, G., and Zhong, Z., 2008. Optimization of sheet metal forming processes by adaptive
response surface based on intelligent sampling method. Journal of Materials Processing

Technology, 197(1), 77-88.

Wang, L. C., and Lin, S. K., 2009. A multi-agent based agile manufacturing planning and control
system. Computers & Industrial Engineering, 57(2), 620-640.

Wang, L., Yeung, J. H. Y., and Zhang, M., 2011. The impact of trust and contract on innovation
performance: The moderating role of environmental uncertainty. International Journal of

Production Economics, 134(1), 114-122.

Wu, D., Greer, M. J., Rosen, D. W., and Schaefer, D., 2013. Cloud manufacturing: Strategic vision
and state-of-the-art. Journal of Manufacturing Systems, 32(4), 564-579.

Wu, D., Thames, J. L., Rosen, D. W., and Schaefer, D., 2012. Towards a cloud-based design and
manufacturing paradigm: looking backward, looking forward. /n ASME 2012 International
Design Engineering Technical Conferences and Computers and Information in Engineering

Conference, 315-328.

Xu, X., 2012. From cloud computing to cloud manufacturing. Robotics and computer-integrated
manufacturing, 28(1), 75-86.

Yip, A.L., Jagadeesan, A.P., Corney, J.R., Qin, Y., Rauschecker, U., and Fraunhofer, 1., 2011. A
front-end system to support cloud-based manfuacturing of customized products. Proceedings of

the 9th International Conference on Manufacturing Research ICMR 2011.

Zeng, W., Zhao, Y, and Song, W., 2009. Research on cloud storage architecture and key technologies.
Proceedings of the 2nd International Conference on Interaction Sciences: Information
Technology ICIS '09, Culture and Human, 1044-1048.

Zhang, L., Luo, Y., Tao, F., Li, B. H,, Ren, L., Zhang, X., and Liu, Y., 2014. Cloud manufacturing: a

new manufacturing paradigm. Enterprise Information Systems, 8(2), 167-187.

Zhou, J., Yang, H., Wang, M., Jing, S., and Mo, R., 2011. GetCM: a vision of cloud manufacturing.
Advanced Materials Research, 213, 388-392.

28/28



182  Acta Wasaensia

Computers in Industry 65 (2014) 646-656

journal homepage: www.elsevier.com/locate/compind

Contents lists available at ScienceDirect

Computers in Industry

COMPUTERS IN
INDUSTRY. .-

-

Toward a cloud-based manufacturing execution system for distributed

manufacturing

P

@ CrossMark

Petri Helo **, Mikko Suorsa®?, Yugiuge Hao?, Pornthep Anussornnitisarn”

2 University of Vaasa, Networked Value Systems, PO Box 700, FIN-65101 Vaasa, Finland

Y International Graduate Program in Industrial Engineering Faculty of Engineering Kasetsart University, 50 Paholyothin Road,

Chatuchak, Bangkok 10900, Thailand

ARTICLE INFO ABSTRACT

Article history:

Received 20 November 2012

Received in revised form 22 January 2014
Accepted 23 January 2014

Available online 12 March 2014

This paper illustrates the needs and challenges for the management of distributed manufacturing in a
multi-company supply chain and processes these further as features of new IT systems. Requirements
are collected from manufacturing companies and combined with insights from literature in the field of
current ERP/MES system drawbacks, advantages, needs and challenges. The findings show that the needs

and challenges in data integration inside SME networks are closely related to the limitations of current

Keywords:

Cloud manufacturing

Distributed manufacturing
Manufacturing execution systems

supply chain solutions. Current ERP-solutions lack extended enterprise support and a shared cloud-
based approach. On the other hand, current MES solutions can operate the manufacturing process, but
not for distributed manufacturing. As an answer to the requirements, we made a proposal for the core of
architecture for next generation of MES solution in this position paper. Moreover, a pilot software tool

has been developed to support the needs related to real time, cloud-based, light weight operation.

© 2014 Elsevier B.V. All rights reserved.

1. Introduction

Today’s business supply chains for complex products are likely
to involve a number of autonomous organizations. The competitive
market requires that these supply chains are highly agile, effective
and efficient. Agility and effectiveness are obtained by forming
highly dynamic virtual enterprises (VE) within supplier networks
[12]. All these highlight the importance of information technology
in integrating suppliers and other partners’ firms in a virtual
enterprise and supply chain [11]. Interoperable enterprise systems
are the key to enterprise integration [39].

Supply chain management (SCM) is a way of obtaining
horizontal integration benefits without its formal ownership costs.
SCM, the integration of key business processes among industry
partners, adds value to customers, tightly links together several
consecutive elements of the industry value chain, from upstream
suppliers, to subassembly manufacturers, to final manufacturers,
to distributors, to retailers, to end-customers, in order to make the
processes more efficient and the products more differentiated [2].
The internet has brought forth numerous possibilities to increase
this flow of information, and encouraged companies to form closer
integration of their information services (IS). The adoption of the
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internet and turbulent market conditions have forced small and
medium-sized enterprises (SMEs) to adapt their way of undertak-
ing business, from traditional practice to e-business [4]. Arend and
Wisner [2] suggest that many firms with 500 or fewer employees,
i.e. SMEs choose to make SCM part of their strategy implementa-
tion, while other SMEs shun it.

The development of the enterprise resource planning (ERP)
solution has created an opportunity to manage supply chains
within and beyond the organizational scope [30]. This high value-
oriented supply chain enables a high level of integration, improves
communication within internal and external business networks,
and enhances the decision-making process. In this way, the
management of VE beyond different partners can be improved.

Current ERP technology provides an information-rich environ-
ment that is ripe for very intelligent planning and execution logic.
Yet little has changed since the late 1970s in terms of the logic
associated with such applications as forecasting, reorder point
logic, MRP, production scheduling, etc. The current systems are
now just executing the old logic much faster and in real-time. The
area is ripe for innovative new approaches to these old problems
[18].

Theoretically, ERP can solve the strategic problem at the upper
level, and mainly handle internal and external relevant resource
issues. Nevertheless, there are many limitations of ERP. It is
precisely because of integration that the ERP system provides an
industry standard for specific types of business. On the other hand,
it also limits the flexibility and lowers the competitive advantage
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of an enterprise. ERP may also limit progress in SCM from the
strategic perspective [1].

Particularly in the manufacturing industry, current ERP-
solutions appear short in terms of supporting multiple plants,
multiple suppliers, and lack functions such as inventory control,
management planning and production order processing. There-
fore, to manage the factories, manufacturing execution systems
(MES) are designed to perform functions such as production
control, maximize the workload of equipment, release unneeded
machine tools, etc.

Nowadays, the problem is how to integrate all these applica-
tions and solutions in a single platform in order to bundle all virtual
enterprises into one supply chain and manage them centrally. The
research question addressed in this paper is: what are the needs and
challenges of integration for integrated supply chain coordination for
distributed manufacturing networks? The object of this paper is to
present a new system based on current solutions to solve problems
of integration of distributed manufacturing networks through VE
form by using new technologies and new infrastructure.

Various system solutions are evaluated in this paper. After
discovering the limitations and shortages of each solution, new
requirements and challenges are summarized from real cases. In
attempting to highlight the practical issues, Six cases are analyzed.
Interviews and discussions with key managers and operators in
these companies are used to collect and assess the information.
Each of these companies contains a network of manufacturing
supply chains. The case study reveals some important and unique
requirements. Consequently, a new cloud-based solution with new
infrastructure is proposed to fulfill these market requirements.
This solution is named as NetMES.

Our paper has two major contributions. First, we discuss the
limits of current software solutions as applied in distributed
manufacturing. Second, we give guidelines on how to develop
comprehensive software. This new solution integrates both the
concept of ERP and MES. We report this empirical solution and
provide a prototype to fulfill the gap between practices and
academic research.

The rest of the paper is organized as follows. Section 2
introduces the current situation and approaches to managing
virtual enterprises. Section 3 describes the method used in this
paper to collect data. Section 4 performs an analysis and discusses
the case studies. New challenges and requirements of distributed
manufacturing networks integration are then summarized. Section
5 presents a solution and a prototype. Finally, Section 6 presents a
brief summary and conclusion.

2. Current situation and approaches
2.1. Centralized ERP

The rapidly changing needs and opportunities of today’s global
market require a higher level of interoperability in data systems to
integrate diverse information systems to share knowledge and
collaboration among VEs. This includes partnership with the
business partners which live in this dynamic environment on a
day-to-day basis [35]. Although the core of VE is to effective
exchange information, it is not an easy task due to the
heterogeneity of information resources.

ERP provides a comprehensive transaction management
system that integrates many kinds of information processing
abilities and stores data in a single database [1]. In the era prior to
ERP, information processing and data were typically spread across
several separate locations.

The installation, re-programming and configuration in current
ERP-solutions are very complicated processes that take too much
time and planning resources. The solutions are usually hierarchical

and centralized entities. ERP integrates all up-to-date information
in a single application. Theoretically, this single major source ERP
can feed SCM solutions. However, current ERP-solutions do not
scale up very well to the whole networked supply chain. Indeed,
the jointly agreed standards on data integration also delay the
implementation of the next generation of SCM-solutions. Different
kinds of SCM-solutions are not automatically interconnected,
which makes data integration harder to achieve. One of the
fundamental issues in networked supply chain coordination is that
current solutions do not take manufacturing processes into
consideration sufficiently so that lean production would be
practically functional [47].

Akkermans et al. [1] highlight four limitations of ERP: (1) lack of
extended enterprise functionality; (2) lack of flexibility in adapting
to changing supply chain needs; (3) lack of advanced decision
support capabilities; (4) lack of open, modular system architecture.

The needs of networked supply chain coordination are
associated with innovative processes in which new materials
and components are designed. There is a need for interfaces for
intelligent applications that will transfer the information into
knowledge that can be used in decision making. Employees must
be integrated with user-based interfaces with intelligent devices
and applications when there is a need for new education methods
that will be used in fast information distribution [33]. Panetto and
Molina [33] suggest that the future of SCM software lays in
malleable and intuitively user friendly software tools that can
become an integrating factor, rather than a barrier, to develop-
ment. Jacobs and Weston [18] predict a greater focus on SMEs in
the development path of ERP developers, something that may
bring simpler and lighter commercial versions to the market and
end up making this kind of solution more attractive.

Izza et al. [17] posit that the challenges of EAl-technologies lie
in heterogeneity dissimilarities and lack of semantic interopera-
bility. Different applications execute their own data and process
models, which leads to different applications not being automati-
cally interconnected. Primarily, supply chain coordination is based
on the trust between different actors in a networked supply chain.
This highlights the need for the secure data interchange and
standardized services between the actors [39].

ERP-solutions should support other solutions and operating
systems more extensively. This would lead to the easier execution
of integration of different systems and applications [43]. Consoli-
dation of the ERP-software providers will affect the development of
ERP-solutions. ERP-solutions are equivalent in the needs of the
biggest global companies, but they do not necessarily answer the
needs of local SMEs. Universally applicable ERP-modules do not fit
to the last detail the needs of local SMEs [18]. The increase of
service-oriented solutions will enable the systems to be more
easily configured. In the future it will be easier to bring the
solutions into services because the modules will be tailored more
specifically for certain branches of industries. Future solutions
must become more intelligent. Data mining, intelligent tools and
expert-systems will contribute to decision making. Simulation will
be a significant element in integrated networked supply chain
coordination [18].

2.2. Connection between upper level and lower level in the
organization

Even though ERP is used to integrate dispersed information,
manage all the centralized information and improve the manage-
ment within the organization, it is more relevant to the upper level
(management level) of the organization. However, in many
organizations, the detailed and traceable data about production
at lower level, such as the shop-floor control, are unavailable. And
yet these data are precisely the key cost drivers in manufacturing
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environment. In today’s complex manufacturing operations
environment, it is necessary to find a new way to meet the
changing production demands in real time.

Manufacturing execution systems (MES) are software packages
used to manage factory floor material control and labor and
machine capacity, and to track and trace components and orders,
manage inventory, optimize production activities from order
launch to finished goods, etc. Some of the larger ERP-solution
providers have incorporated MES-related capabilities to offer this
specialized functionality and fill the shortcomings of traditional
ERP-solutions [9].

The integration of ERP and MES requires the easy sharing of
information across the systems. MES systems typically take
production orders from ERP systems and link quality control,
scheduling and material information. Receipt of goods and some
low level material handling functionality, including serial number
generation for products may be supported as well. Performance
dashboards and advanced statistics reporting may be included in
the system to provide an overall view of production cells and lines
[28]. It is an information bridge between planning systems and
manufacturing shop-floor control systems.

Using MES provides benefits to SMEs in supporting different
types of production and processes. It reduces manufacturing cycle
time and data entry time; it optimizes the inventory and
warehouse; it improves product quality and empowers the plant
operation people; it improves customer services and quickly
responds to unanticipated events [29].

The latest developments in MES systems have included building
flexible workflows and applying the latest software technologies to
support distributed manufacturing. Holonic MES is a non-
hierarchical (hierarchical) system, and it supports flexible hierar-
chies, which can be formed dynamically through aggregation. It
possesses the characteristics of MES and also the properties of
failure recovery and security certification [6]. Cheng et al. [6]
developed a system framework for computer-integrated MES to
support integration. Later, Cheng et al. [6] continued integration
work between multiple MES and ERP systems for interoperability.
The concept of holonic manufacturing system in this context
means building workflow-based protocols for flexible communi-
cation between ERPs and MES servers. Valckenaers and van Brussel
[38] have also worked on the same theme. Their solution adopts
hierarchical design and relies on agent technology on communi-
cation and decision-making which means orders, machines and
product parts each are considered as a corresponding computing
agent in the control system. This method is used to predict the
workload of the machines and forecast routings of the products.
For a near future solution, Valckenaers and van Brussel [38]
suggest systems that are able to route and schedule themselves by
taking into account any changes. Holonic systems are heterarchical
when applied to a small system as discussed in this paper but have
flexible hierarchical characteristics by using aggregation when
larger. Component based software supports this type of architec-
ture [10].

User interface development has also been discussed in the
literature. User interface and general usability of MES software
systems is a very important feature. For example, Cooper [7] has
patented some transaction control features of a user interface.
Later, when web technology has matured, web access systems and
mobile terminal access have received increasing interest. There are
patented solutions available on this side as well [8]. Lan et al. [22]
propose an integrated manufacturing service system which is a
Java-enabled solution, together with web techniques, employed
for building such a networked service system.

However, existing MES lacks the capability of adaptability,
reorganization and configuration. It is unable to adjust its
architectures and functionalities following changes in enterprises,

businesses and organizations, thus hindering the wide adoption of
MES software [23].

Simply integrating ERP with MES not solves the potential issues,
such as the time lag between the actual occurrence of shop-floor
control data and its recognition in the front office ERP systems at
the management level. Broadly speaking, a clear picture of the
entire shop floor is not available in real-time. High level managers
cannot see what issues exist on the floor and what inventory
shortages might impact delivery to the customers.

One the other hand, the information from front office may not
be communicated to the shop floor until the MES download the
data from ERP. Changes in ERP have been made in real-time do
imply the real-time in MES. This disconnection may cause other
issues.

Due to the lack of capability of adaptability in current ERP
systems and MES, new technologies are introduced to improve the
capability.

2.3. Cloud-based solutions

Cloud computing represents a combination of various IT
technologies: hardware virtualization, distributed computing (grid
computing, utility computing), internet technology (service-
oriented architecture, web services, Web 2.0, broad-band net-
works), system management (service level agreements, data
center automation) and open source software [24,45,46]. Cloud-
based solutions can be described as web-based applications that
are stored on remote servers and accessed via internet by standard
web browsers [24].

Cloud-based solutions run on a SaaS (software as a service)
layer in the cloud architecture. They are demand-driven and
charged by metered time, instances of use, or defined period [15].
The set of functionality provided by cloud-based solutions is richer
than in-house counterparts [27], and it is faster, simpler and
cheaper to use [3]. By adopting a cloud-based solution, the
shortage of current ERP-solution can be covered.

The main benefit for companies in choosing a cloud-based
solution is that almost no local IT resource investment is required
[24,40]. Companies can utilize the flexibility of cloud resources
dynamically to meet peak demand without investing in in-house
resources [40]. Also, a cloud solution can handle the weaknesses of
their current system regarding redundancy and high upgrade cost
because Cloud is a virtualization of resources that maintains and
manages itself [44].

Nevertheless, most of the challenges and risks are basically
security concerns due to the migration from one business model to
another. Besides, companies lose the governance over their
valuable data and they have to accept that the cloud solution
provider will control a quite large number of important issues and
areas of their own business process [26]. Some relevant issues are
vendor lock-in, compliance challenges, and cloud provider
acquisition [19].

Cloud computing is already practical in many business
applications. Nowadays the major application vendors are actively
building cloud-based application infrastructures, exploring rela-
tionships with cloud hosting providers, and promoting SaaS based
software [14].

Xu [42] raised the concept of smart manufacturing with cloud
computing, which is cloud computing adoption in the manufactur-
ing sector. It is interesting to know that with a cloud-based
solution, manufacturing companies can eliminate the IT resources
and outside support and maintenance, but in the meantime
companies are able to develop better-integrated and more efficient
processes [34]. Based on a particular case in the Elkay Manufactur-
ing Company, which adopts a cloud-based solution, an average IT
person’s workload has shifted to higher level functions, and his or
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her skillset and knowledge base have evolved significantly in the
process [34].

Based on Moad’s observation [25], manufacturers were still
new to cloud-based applications in 2011. But now, they are no
more concerned with cloud in terms of its performance, uptime or
security of the public networks, but rather they are much more
interested in how and when vendors will continue to enhance the
functionality of cloud-based systems, particularly with things like
business intelligence and industry-specific capabilities.

For manufacturing companies, cloud-based MES solutions
allow the standardization of manufacturing sub-processes across
multiple plants in many countries. This concept is attractive
because it acquires manufacturing assets around the world and
leverage best practices internally within the entire organization
[14].

However, there are still many challenges connected with
bringing MES to cloud. MES tends to be highly industry and
process-specific, which means highly customized for a specific
process running at specific plants. It needs to be able to quickly
change when processes or requirements change [25]. However,
customization is still a limitation for cloud-based solutions.

3. Methodology

Due to the nature of the research question addressed in this
study, it is appropriate to conduct qualitative research. That is,
qualitative research is employed to understand people and their
social and cultural context [31]. In this paper, it is important to
understand, from the case companies’ perspective, what are the
new requirements and challenges they perceive when using new
technology to manage the organization. Quantitative research, on
the other hand, is intended to obtain numerical outputs and the
meaning they represent [36].

To collect the needs and requirements for distributed
manufacturing, interviews were conducted at six different small
and medium sized companies, which all have their own products
and manage suppliers as a focal point in the manufacturing chain.
From a manufacturing point of view, all the companies have
organized their production processes as flow shop type organiza-
tion. Different products follow very similar routings and use
similar resources. The company products at each case company
included manufacturing of the following products:

o Electrical appliances,

¢ HVAC pumps,

e Boats,

e Customized metal profile products,
e Heating equipment,

e Electronics control systems.

The interviews were conducted with several stakeholders in
each company during 2010 and the results were recorded in the
form of requirements specification. We search for patterns in these
companies and summarize the consistent requirements. This is not
a typical approach for case study research, but commonly used in
software engineering when building common understanding of
the required features for a system. These six case companies are in
different phase of enterprise systems development. So there are
different levels of expectations. Although the number of compa-
nies studied is small, for a requirements specification phase the
companies cover a reasonably wide range of manufacturing
characteristics and the key requirements are captured. Therefore,
these six cases are sufficient for the purpose of our analysis.
Certainly, for wider generalizations, a survey type of research
method, probably with industry specific questions, should be
conducted.

4. Requirements analysis

The result of the requirements collection from six companies
was organized as common requirements specification document.
Initially, the collected data set was recorded, which was then
consolidated in a requirement document for further refinement.

4.1. Functional requirements

From the interviews, it was noticed that most of the companies
base their IT-architecture in several heterogeneous applications.
The whole SCM system is comprised of several applications,
services and sources of information. Many different kinds of ERP-
solutions, SCM-applications, electronic business applications,
portals and transactions between companies in the network will
make the whole architecture a complicated entity. This leads to
even more complicated data flow and systems integration,
especially in the manufacturing related activities.

The specified requirements from each case company were
collected individually. There are four important requirements that
need particular illustration:

e Company A would like to increase transparency in the supply
chain by automatizing stock and sales information gathering. In
addition, it wants to create an electronic insurance registry and
update all the insurance information into this database,
Company B would like to create a practice that will show a
production schedule to suppliers on a weekly basis. With
utilizing such a system the supplier will be able to supply
components more accurately.
Company C has trained its employees to use the current ERP-
system more effectively. Their ERP-system includes a feature
that enables different partners to coordinate and supervise
information in the supply chain. The information includes, for
example, ordering information and status updates. The company
would also like to determine the development of the ERP-system
from the customer point of view. In addition, there is a need to
optimize call-off stock.
e Company D would need transparency of quality data in multi-
factory environment. The purpose is to increase ramp-up
performance.

In order to systematically analyze the requirements, eight
general requirements for distributed MES system design are
summarized in Table 1. This table illustrates the collected
requirements and the frequency of their appearance in all case
companies.

4.2. Real-time requirements

Being able to show real-time information from production is an
important feature for any MES system. In context of distributed
cloud-based MES, Real-time information exchange between
companies is both functional and non-functional requirement at

Table 1

Requirements for distributed MES.
ID Requirement Freq
1 Order tracking in supply chains 5
2 Real time view on work queue 5
3 Capacity view 4
4 Materials traceability, serial numbers 3
5 Test records 1
6 Sales order — EDI connection 2
7 Purchase orders - EDI connection 2
8 Product information - work instructions for suppliers 2
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the same time. It is a functional requirement in a sense that user
interfaces are needed to see production status at suppliers and
other parts of the supply chain. It is a non-functional requirement
in the sense that the information synchronization should be
transparent between suppliers, manufacturers and sales units.

The reliability of real time manufacturing data is important
when the information flow is being automated. The message
receiver must have trust that the transferred information is
authentic. It would be ideal if all the counterparts had the same
cloud based system and the data model in use, but in practice that
goal would be impossible to reach. Companies have different types
of ERP and MES systems which need open interfaces for
integration. Open interface definitions are in a central position
in order that the integration can be executed using the best
technology with the most cost effective partners.

4.3. Analysis

The following features were proposed as critical to such a
program: (1) the system should be easy to change: when the
business changes, the system should evolve as well, not hinder; (2)
a production employee should be able to change the production
flow related fundamentals of the program without aid from an IT-
professionals; (3) supply chain information sharing should lie at
the very base of the program (accessible through the Internet); (4)
the system should be based on open source code for legal sharing of
modules and solutions; (5) the system’s user interface should be
the internet, (6) the system should be made entire new, without
old remnants of source code, as in today’s ERPs; (7) the software
should always be up-to-date: if the system is light and internet
based, it will be; (8) the system should support flexible and lean
production options; (9) the information database should contain
highly detailed data; (10) the electronic accountancy and
inventory should be closely tied to the physical dimension (by
efficient tracking systems). Furthermore, users require access of
this system via the internet without restrict of location.
Simultaneously, the protections of users’ sensitive data and
information are required.

To summarize the results of the analysis from cloud technology
point of view we can see that the mentioned requirements have
some features, which are not part of standard MES systems and
where cloud technology could offer some solution.

e Routing of manufacturing operations may change within the
supply chain and the companies that need to access the data may
vary from time to time.

e Transparency between operation steps occurring at different
locations has traditionally seen as supply chain or purchasing
management issue, but in distributed production, a common
view on production schedule helps planning.

¢ Quality and test data need to be shared between manufacturing
partners along the routing.

o The participating companies of manufacturing network may vary
from project to project and ability to reconfigure the access
should not require IT projects.

Current EPR and MES systems are not very good at this type of
fast structural change. Information sharing between partners
working together in common projects is actually a typical feature
for cloud based social media sites rather than operational
manufacturing systems. The concept of linking and sharing data
between entities in a similar way would have novelty.

5. Prototyping a solution - NetMES
5.1. Concept and objectives

To fulfill the requirement and challenges presented in the
results part, a software tool was designed to illustrate a potential
solution. Although this solution has focused on key requirements,
it includes new business process and planning, sequencing
algorithms, and a new infrastructure based on existing MES
technology. If successfully implemented, such a software solution
could prove very beneficial to multi-company SME-intensive
networks (Fig. 1).

The NetMES system was eventually implemented in one of the
interviewed companies and its network. In this solution, the cloud
plays a role as a platform in the evolution of MES. Since cloud
computing is already practical at the business application level, it is
very reasonable to build MES based on web services and provide a
standard for information sharing/transferring environments.
Cloud technology will be adopted in order to support monitoring,
information exchange and also other real-time interactions.

Andon systems are core elements in this NetMES. They are used
when a problem occurs in the production lines. “Andon” is a visual

Manufacturing Process
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Fig. 1. Integrating ERP systems with MES systems.
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control that is used to notify the status of machines and
manufacturing line in the manufacturing process. This concept
was first invented by the Japanese for Jidoka (automation in
English) and refers to the principle of stopping work immediately
when a problem occurs [37]. Andons are used by Toyota and
quickly adopted by many Japanese and American manufacturing
companies [21]. They can be used to control the quality of
production and improve the defect detecting processes.

Andon comes with an alarm to alert workers when there is a
change in status. When the alarm is activated, it directly indicates a
problem on a particular production line. A worker can stop the
production line to call for help to adjust a machine or fix a quality
defect [21]. Then workers study the problem and solve it together.
Although productivity is lost due to line stop page, the overall
system performance is improved [21].

In this NetMES solution, the Andon systems will recode all the
production line problems and send the real time status of each
production line back to NetMES. In this way, high level decision
makers can provide a critical response to problems and avoid
costly downtime.

This solution is based on the concept of virtual enterprises,
which combines the power of several independent enterprises to
achieve complex manufacturing processes. When an organization
receives a new order from a customer, the order can be converted
to production orders, and different factories will be selected and
assigned to the manufacturing processes. Conversely, this MES can
be used to collect real-time information from the Andon system
and transform this information to the higher level organization.

5.2. NetMES functionality set

Most manufacturing companies use ERP or an equivalent
system to determine product manufacturing and the production
planning process. NetMES is used herein to translate this plan into
work instruction, and elaborate the method of dealing with real
resources and real plant floor execution. The NetMES system is a
web browser based MES system for distributed (multi-site)
production planning and control system. The key features of the
system include:

e Support for multi-site manufacturing,

o No installation required - a web based system,

e Connections to external systems such as ERP,

e Tracking and tracing within the entire extended enterprise,
¢ Providing KPI data master for production.

From the theory point of view, the NetMES application is a
shared production view for managing the extended enterprise. The
term “extended enterprise” represents the concept that a company
is made up not just of its employees and its managers, but also its
business partners, its suppliers, and even its customers. The
extended enterprise can only be successful if all of the component
groups and individuals have the information they need in order to
do business effectively.

The NetMES concept relies on external master data for
materials, bills-of-materials, customers, suppliers, which all
should be stored in the ERP system. The system focuses on
capacity management, work queue, and traceability information
within the extended enterprise.

NetMES occupies a very important technical position. In
attempting to connect the factory floor to the executive levels of
the enterprise, it occupies the space between low-level control
automation systems and high-level ERP system. It acquires product
orders from the ERP system, and converts this product demand
into an execution order and passes process instruction to the
control automation system. After product operation and execution
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Fig. 2. NetMES key functionality blocks.

is done, the product status is updated and information is sent back
to NetMES. Later on, the order status will be fed into the ERP
system.

The positioning of NetMES is presented in Fig. 2. This figure also
shows the main functionalities provided by NetMES. The NetMES
system should offer functionality for managing the order flow
similarly for people within the company as well as the suppliers,
retailers, etc. The planned key functionality blocks in the NetMES
software package include: (1) user management, (2) work queue,
(3) Andon system, (4), forecast and APS, (5) time tracking and serial
numbers, (6) work instructions, (7) reporting, and last but not least,
(8) ERP connectors.

5.2.1. ERP connector

The NetMES should be directly coupled to the planning system
to retrieve production orders from the ERP system and also all
other inputs; in this way the NetMES can provide upload
information as necessary. This ERP connector acts as an informa-
tion gateway, without significant information processing. The
communications should be two ways so the MES can keep the
planning system properly informed about plant activities such as
labor data, inventory changes, and work order progress. Other
methods of data entry and reporting can easily be accommodated.

While the planning system has the aggregate data on inventory,
the detail can easily reside at the local level—the MES. “Dock To
Stock” operations are accomplished here with regular updates to
the planning system. A current map of all inventory and storage
locations, including WIP, is maintained.

Also, the NetMES provides the workflow visibility and event
notification required to ensure that manufacturing meets the
enterprise information demands. ERP and NetMES offer varying
types of functions and features. The functionality of this part
includes:

e Selecting and importing production orders from ERP,
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o Importing BOM and key components,
o Importing referred materials from ERP,
¢ Building a link to work instructions in the PDM system.

5.2.2. Work queues

A work queue screen displays prioritized job operations
scheduled in each factory and the status of production orders.
This work queues screen is presented in Fig. 3 as an example. This
view can be used at production line level or to present a multi-
factory production queue for production managers and line
managers. The functionality of this part includes

o Viewing all orders for factory and sort the view,

e Adding a new production order,

e Connecting BOM, routings, work instructions for production
orders - applying localized routings and components for each
production line,

e Viewing status for each factory - capacity, lead-time, etc.,

e Printing production order documents for tracking,

e Toggling between key components view and production steps
view,

e Production scheduling: optimizing the production queues,

o Printing friendly view.

5.2.3. Andon system

The Andon system supports quality control especially in
volume ramp-up situations and continuous improvement. Each
production line has an Andon system to present its working status
and to collect data about the product line as shown in Fig. 4. If
problems occur, the workers can active the alarm, and the alarm
indicators will be displayed on the NetMES. By using Andon
functionality the workers on the production lines can record
Andon cases and report issues to a centralized database. It provides
a critical response to workflow problems in order to help avoid
costly downtime by immediately alerting the maintenance and
quality teams at the first sign of trouble. Factories producing the
same products can compare practices and learn from each other.
High level managers can monitor the real time situation in the
factories. The functionality of this part includes:

e New cases and descriptions,

e Processing of cases according to workflow (R&D, supplier etc.),

e Controlling Andon “traffic lights” according to status (Red:
production downtime required; Yellow: the problem is under
process; Green: OK),

o Connecting cases with production orders in the database.

Fig. 4. Andon status displayed on NetMES.

5.2.4. Worker screen - time tracking and serial numbers

Because NetMES directly interacts with the execution and
operation on the factory floor, it should provide a direct view for
workers. This easy to use interface is developed for workers
working on the factory floor. It includes touch screen monitors as
well as bar code readers to simplify data entry while reducing
mistakes. This worker screen includes a list of work to be
performed, specific instructions and requirements to execute
the work, quality inspections of the work, and sign offs indicating
the work is complete. The worker can also report working status
through this worker screen. For instance in Fig. 5, it depicts the user
interface for worker screen.

The workers’ view in NetMES is based on work instruction,
which is controlled by the user ticking each part completed and
recording components. The system also maintains work time
calculation and notifies if the planned time is exceeded. The key
features for this functionality include:

e Recording operation time stamps,

e Recording S/N for components,

e Providing tact time reports based on recorded information,
¢ Including test records for FPY calculation,
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Fig. 5. Area elements in operator screen.
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e Work instructions - viewing current work instruction for each
stage by connecting bar code readings with instructions,
e Maintaining work instructions for each plant.

5.2.5. Dashboard

Production planning and control reports are presented as
dashboards. These provide real time analytical information of
various activities. Dashboards may be designed for wall displays or
small embedded web-applications that can be used in corporate
intranets and supplier extranets. Typically, the reporting and
dashboard system may include the following features.

o KPI report for FPY per line/factory based on throughput,
e Production order report,

e Reporting progress of production,

o Current capacity report,

o Test reports.

This personalized, role-based dashboard displays production
information from a summary level to a detailed level. The
dashboard delivers real-time information to speed up decision
making and improve business processes. These screens are simple
and easy to handle.

5.3. Technical implementation

The overall architecture of the system will be based on a
three-tier model: user interface, business logic and data layer.
Fig. 6 illustrates the architecture overview. This architecture is
developed to overcome the drawbacks of client-server architec-
ture. These three layers stay separated at the time of deployment
for this cloud-based NetMES. The system uses enterprise beans in
the business logic level and hibernate system for data layer
access. The data layer includes all the integrated data and
centralized database. The business logic layer acts as the
connection between the users and the database. The user
interface layer is responsible for receiving the user’s input data
and results display. The users can switch interface views
according to their needs and keep them exactly the same under
data models. It is based on a Struts framework. The WAR/EAR
packages should be installable on a JBoss application server
system. The system should support Java EE clustering also
Microsoft.Net and other equivalent technologies. User authenti-
cation is based on Java EE security provided by the application
server software.
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Fig. 6. NetMES architecture overview.

This NetMES is a high-performance and easily expandable
information system with a centralized cloud server synchronizing
local server databases and serves multiple factories at the same
time. The open architecture enables easy system integration with a
specific supply chain and manufacturing execution.

As mentioned earlier, this NetMES is designed as an information
system that interacts with the ERP system. It acts as a messenger
between the factory floor and the ERP. The ERP system focuses on
global planning and business process across the whole enterprise
and is an intra-enterprise system. On the other hand, NetMES
responds to collecting data from the factory floor and transacting
in real time to ERP.

The Andon system is a specific component integrated into
NetMES to monitor wireless Andon system signals in the
environment and send a record of all signals to the NetMES
centralized database. NetMES enables monitoring over the entire
Andon environment status on one screen. More importantly, the
data transmitted from the Andon system and communicated to
NetMES via the cloud is real-time, so the specified recipients will
know the moment that an Andon alert is triggered.

The NetMES supports multi-factories with different instances.
Each factory with its dedicated application instance over a
shared NetMES platform in a hosting cloud environment has
access to different factory floors and physical control over the
manufacturing processes. The control data will be sent back to
the ERP system. This cloud-based NetMES can provide an
effective collaboration environment with employee agility and
transparency.

5.4. Database construction

The NetMES is composed of several functional models that
handle products, production lines and projects. Fig. 7 demonstrates
the high level data structure of NetMES. The diagram depicts the
relationship of distributed manufacturing. The multiplicity is
shown to help understand the system better.

This model has a high level of abstraction. It is illustrated by a
top-level representation where the taxonomy has been captured in
nine key base classes. Each of these top-level classes is detailed
with its attributes. The main classes are described as follows:

Project: once the customer order is coming, it is considered as a
project. The project includes control over the production
planning, and cost analysis. It enables the manufacturing for
a specific requirement. The project lifecycle and status
information are available to users.

ProductionLine: in a factory, many production lines are
operated at the same time. Each production line has one
Andon system to monitor the events occurring on that
production line. The Andon system is a signboard incorporating
signal lights to indicate which production line has a problem.
WorkQueue: a production line of the manufacturing plant
consists of several production works. WorkQueue is used to
arrange the working sequences in that production line.
AndonCase: when an event occurs during the production, an
alert will be activated on the Andon signal board. The
production stops and the issue should be recorded and reported
to high level management. Each event is reported as one case
and includes one serial-number.

Inventory: the maintenance of item inventories is very
important. Inventory control supports a number of business
processes, such as continuously monitoring stock level and
automatically reordering.

WorkOrder: it contains the manufacturing process for produc-
tion work orders. This includes creating work orders from
production orders.
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Fig. 7. NetMES class diagram of data structure elements.

BOM: BOM enables a list of required components and the
routing of assemblies for the demand products.
WorklInstructions: this is included in BOM since every build
process requires a bill of materials that outlines what
components are required to successfully build the finished
goods.

WorkStage: there are several stages to produce one product.
The manufacturing process encompasses a variety of activities.
WorkStage is used to organize the execution of a production.

5.5. Cloud security issues

In cloud-based environment, the physical database is replaced
by a virtual database. Data are transferred throughout the cloud.
Consequently, security issues regarding data storage and privacy
can arise.

One approach suitable for manufacturing contexts is to store
data locally in the factory level server and then synchronize with
the centralized cloud database.

Users do not know the exact location of their data, and they
can hardly prevent unexpected risk to the data storage due to
their lack of rights to manage the data. It is a question of trust
when users accept cloud-based NetMES as public cloud. The
pilot implementations have been done by using a private cloud
approach.

In order to ensure data confidentiality, integrity and availabili-
ty, the NetMES capabilities have been extended. A tested
encryption schema should be used to ensure that the shared
storage environment safeguards all the data. Moreover, access
controls will be adopted to prevent unauthorized access to the data

[16], such as providing strong authorization, authentication based
on the user’s role, monitoring user activity, and single sign-on
(SSO) [20].

Furthermore, privacy issues in the cloud environment need to
be addressed. Therefore, standard procedures such as service level
agreements (SLA) should be required [32].

6. Discussion

A cloud-based new MES infrastructure to integrate information
exchange between companies has been proposed for distributed
manufacturing. The proposed system has been designed to operate
in situations where suppliers need to input significant manufactur-
ing related information and provide this to other participants of the
delivery along the supply chain.

The technical solution is a centralized system, where companies
can link each other’s data without heavy IT integration. The system
is based on a layered architecture. The top layer supplies various
kinds of flexible user interfaces so the clients can access this
integrated system remotely. The middle layer is used to receive
requests from users, manipulate the data, then convert them to
useful information and present them back to users. The bottom
layer is a collection of data from different sources. In this data layer,
storage devices are consolidated by using storage virtualization
techniques. It is very interesting that the logical representation
that an application on a server uses to access data, which is called
the business logic layer, is abstracted from this data layer as an
independent layer. It is responsible for maintaining the mapping
tables and presents logical entities to the users. For instance, when
the business logic layer sends a request to access the data, the data
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layer will address resolution and access to the correct physical
storage device. Subsequently, read and write instructions go
directly to the business logic layer, and are ready to be presented to
users.

This particular three-tier model is supported by a cloud-based
infrastructure. It is different from the traditional deployment
methods. Before cloud computing taxonomy was well defined, it
was common for companies to have their own local files and
application servers, as well as local storage devices. But now, the
cloud infrastructure relocates resources and provides a centralized
data center and virtualized server.

From the technical perspective, this cloud-based infrastructure
provides direct data access for multi-factory management. This
infrastructure can also reduce the constraints on an organization’s
ability to quickly adapt to evolving business needs. At the same
time, it can rapidly respond to the provisioning of new services or
other applications to this existing platform. Because of the cloud-
based platform, each instance of this architecture is adapted to
specificities of each application case.

Based on preliminary experiences, the advantages of this
solution can be summarized as follows:

e Users only need to install web browsers to use this cloud-based
system. It minimizes technical complexities and infrastructure.

o It provides an easier way for supply chain and manufacturing
execution and control and it maximizes the benefits of IT
systems.

o It provides a flexible platform to integrate different applications.

o It effectively constructs the connection of information from
different factory floors.

o It provides a platform to share experiences of the cooperative
team.

o Different users can have different customized views to monitor
different information.

o It supports the decision making process and simplifies the
business processes.

7. Conclusions and future work

The first ERP-like application was developed in the early 1960s.
With the idea of controlling the business information flow within
companies, ERP is limited to fulfilling functions outside companies,
namely the entire supply chain. Especially in a global market
business environment, ERP-solutions lack flexibility in adapting to
the changing needs of the supply chain.

Considering this situation, today’s standard product tracking
and ERP-solutions seem ill-fitted to answer these needs. A first
step toward greater supply chain integration seems to be
product centric, light-weight product tracking systems, aimed
at securing a greater degree of delivery reliability and
automatic delivery failure detection. Cloud-based technologies
present opportunities to respond the new needs of flexible
information exchange between different partners. For further
informational supply chain integration (developing the aspects
of material and production planning from the point of view of
the supply chain), a comprehensive system is needed. While
current supply chain management (SCM) systems are cumber-
some for the average SME to implement and maintain, a new
generation of internet-based, light-weight, easy-to-use-and-
edit MES systems could become the answer for such companies.
We believe that the requirements collected for the prototype
development as well as the NetMES system present some
insight about what near future manufacturing execution
systems should include. To support the claims put forth in
this position paper, NetMES has been developed to support

different factories with different production layouts and
process types. From a technology point of view, this new
infrastructure can be seen as the next evolution of migration of
different applications on one platform.

There are several items on the future research agenda. Firstly,
network level standardization work on product identification
numbers, locations, factories, revisions, should be done. Compa-
nies need to develop master data to support working in
distributed production. Secondly, practical experiences on
cloud-based systems and portals combining manufacturing
information need to be collected. What are the benefits observed
in the long run and what are the concerns? From a technology
point of view, further work is needed on developing smart systems
for data synchronization between factory level databases and
cloud level databases. Data security remains an important
research area related to use of cloud.
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ABSTRACT

Cloud manufacturing is a service-oriented, customer-centric and demand-driven process with well-es-
tablished industrial automation. Even though, it does not necessarily mean the absence of human beings.
Due to products and their corresponding manufacturing processes becoming increasingly complex, op-
erators' daily working lives are also becoming more difficult. Enhanced human-machine interaction is
one of the core areas for the success of the next generation of manufacturing. However, the current
research only focuses on the automation and flexibility features of cloud manufacturing, the interaction
between human and machine and the value co-creation among operators is missing. Therefore, a new
method is needed for operators to support their work, with the objective of reducing the time and cost of
machine control and maintenance. This paper describes a practical demonstration that uses the tech-
nologies of the Internet of things (IoT), wearable technologies, augmented reality, and cloud storage to
support operators' activities and communication in discrete factories. This case study exhibits the cap-
abilities and user experience of smart glasses in a cloud manufacturing environment, and shows that
smart glasses help users stay productive and engaged.

© 2015 Elsevier Ltd. All rights reserved.

1. Introduction

After the epic changes of the world business caused by three
industrial revolutions, we are in the midst of fourth industrial
revolution, referred to Industry 4.0. It is a convergence of the
physical world with the digital world, and it facilitates the vision of
the smart factory [16] which enables centralized decision-making
while requires distributed manufacturing equipment and re-
sources [49]. The traditional manufacturing industry has been
gradually superseded by a global chain of resources and various
stakeholders. Therefore, a new dynamic and world-wild business
model is needed.

Cloud manufacturing (CM) has emerged as a new solution to
address all these challenges. It is a manufacturing version of cloud
computing [32,49]. In this context, manufacturing resources and
capabilities are virtualized and organized in a resource pool
[24,32], therefore, all the partners in CM can perform real-time
and collaborative manufacturing tasks [42].

The Internet of things (IoT) is a paradigm that takes advantage
of sensor networks, also being known as “ubiquitous computing”.
The basic concept of IoT is the pervasive presence of objects,
such as radio-frequency identification (RFID) tags, actuators,

* Corresponding author.
E-mail addresses: yugiuge.hao@uva.fi (Y. Hao), petri.helo@uva.fi (P. Helo).

http://dx.doi.org/10.1016/j.rcim.2015.10.001
0736-5845/© 2015 Elsevier Ltd. All rights reserved.

mobile phones and sensors [9]. IoT and its relevant technologies
rapidly gaining ground in CM with its position and status known
in Industry 4.0 evolution. More “things”, even people, need to be
connected to the internet.

In this new stage of digital manufacturing, resources and ser-
vices coordination and adoption in cloud infrastructure may only
have to involve minimal human intervention [47,49]. Many
e-services were developed to allow the control, operation, mon-
itoring, and diagnosis become remotely [6,14]. However, CM cov-
ers the entire manufacturing lifecycle from pre-manufacturing
(argumentation, design, production, and sale), manufacturing
(product usage, management, and maintenance), and post-man-
ufacturing (dismantling, scrap, and recycling) [24], some activities
in the actual manufacturing processes require human involve-
ment. Mostly, they comprise running and execution of sophisti-
cated systems/machines, and also some after-sales services sup-
porting the primary products (i.e. field services, maintenance, di-
agnosis, user assistance, and training, etc.) [8,32].

The interactions between humans and machines are empha-
sized in Cyber-physical systems (CPS) [33,48]. Mezgar [26] also
pointed out the outstanding importance of collaboration and co-
operation among users in networked enterprises. Human resource
is considered as one type of manufacturing capability [49], and it
includes employees, skills and knowledge required to complete a
specific job. Unfortunately, the knowledge is rarely documen-
ted [44]. It always requires sophisticated training and advanced
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knowledge to participate and enable CM activities. Therefore, how
to best support human activities becomes a central aspect of the
modern working environment, and it opened up an enormous set
of new research opportunities.

Even though, the integration of humans with software and
hardware is one of the fundamental requirements to satisfy this
new development in the industry [31]. In previous studies in CM
area, human resources and management were rarely discussed. It
is important to appreciate this consideration. Based on an analysis
of previous studies, we noted some weaknesses of the current
research in CM:

= [nsufficient methods to support field services.

= Lack of collaboration among operators.

® Lack of communication between field services and the back
office.

= Inefficiently knowledge management in the field.

The existence of wearable technology forms an integral part of
the IoT. Based on Brauer and Barth's [5] study, they conclude that
wearable technology can boost employees' productivity by 8.5%
and life and job satisfaction by 3.5%. Although different kinds of
wearable devices are available in the market, they are still in their
infancy. In the manufacturing industry, wearable technology has
the potential to be useful, but the question arises as to how we can
use these devices in manufacturing and how these devices can
improve manufacturing efficiency.

In this research paper, we investigate the application of wear-
able technology to visualize manufacturing information and to
allow hands-free interactions in order to communicate with other
users in CM networks. Due to almost no information concerning
its successful application in industry [2], and also the lack of aca-
demic research on the strategic aspects of human resources
management in CM, the case study method was chosen for this
investigation. The company is a laser machine builder, and they
sell machines to customer companies. They also provide a cen-
tralized helpdesk and remote assistance as well as training, etc.
This paper will provide an example of the wearable technology,
specifically refers to smart glasses, supporting CM.

Our proposed mechanism deals with the workers (i.e. main-
tenance technicians, machine operators and helpdesk units) in
various locations, as the “things”. All the workers can be connected
in a virtual environment in the internet so that they can collabo-
rate more effectively on troubleshooting issues. Smart glasses are
adopted in this research to support the collaborative manu-
facturing training, maintenance and management of different
participants and departments.

We found out that applying wearable technologies can increase
the value of CM, avoid waste and increase sustainability, at the
same time it can help to reduce risk and prevent human error on
the shop floor. We will perform a pilot study to evaluate the use of
wearable technologies (smart glasses) in improving the commu-
nication channel. This research outlines the following issues in a
specific case company:

= Description of wearable devices and how they enhance workers'
tasks in the factory.

= Definition of three distinct profiles of wearable devices users.

Collecting data generated by wearable devices and the forming a

human cloud.

m Processing a large dataset by using some form of cloud
technology.

2. State-of-the-art review
2.1. Cloud manufacturing (CM)

Cloud computing and the IoT have moved from buzzwords to
practical business principles recently. The idea of the “cloud” is
progressively transforming the way that enterprises do business,
especially IT-related businesses [35]. With the support of cloud
computing and the IoT, CM has appeared as an innovative manu-
facturing paradigm. CM is a new, multidisciplinary domain that
encompasses state-of-the-art technologies such as networked
manufacturing, a manufacturing grid, virtual manufacturing and
agile manufacturing [15,24,35,49]. It is a value creation manu-
facturing process across globally networked operations [35]. It
involves global supply chain management, product service con-
nection and the management of distributed manufacturing units
[26].

Under the umbrella of CM, manufacturing resources and cap-
abilities can be intelligently sensed and connected into the wider
internet, and automatically managed and controlled using IoT
technologies (e.g., RFID, wired and wireless sensor networks, and
embedded systems) [37]. These resources and capabilities can be
fully shared and circulated based on users' demands on a virtua-
lization layer (Qanbari et al., 2014). Xu [49] uses two important
concepts to describe CM: “integration of distributed resources”
and “distribution of integrated resources”. Providers publish their
resources into this CM platform, and then the distributed re-
sources are encapsulated into cloud services and managed in a
centralized way. Consumers can use the cloud services according
to their requirements. They can request services ranging from
product design, manufacturing, testing, management and all other
stages of the product lifecycle [49]. The problem is how the phy-
sical world and the internet world of ICT can connected without a
gap.

Cyber-Physical Systems (CPS) was proposed a few years ago
[34] to enable the interactions between computers and humans
through many new formations by using today's computing and
networking technologies [3,22]. Because the physical world is not
entirely predictable, the CPS will not be operating in a controlled
environment, and must be robust to unexpected conditions and
adaptable to subsystem failures [22].

CM provides a cooperative work environment, not only for
enterprises but also for individuals, enabling collaboration among
the entire manufacturing ecosystem [53]. Although the concept of
CM mirrors the definition of cloud computing, most of the re-
sources in CM need to be operated manually by humans [13]. This
manual operation is unlike the virtual resources in cloud com-
puting. In addition to the performance of manufacturing equip-
ment, human activities in providing field services also have a
significant and direct impact on the quality of products. It is very
difficult to maintain a high-performance operation because the
system consists of a group of devices, such as robots, numerical
control machines, sensors, and so on [29]. Similar findings are
available in Ren et al.'s [35] research in which they classify cloud
services into two types: OnCloud services, run entirely on a cloud
platform, and OffCloud services, which need additional operation
by an operator via a cloud platform. In order to improve the
quality of manufacturing processes and products, the focus must
move to improve the performance of people. As such, human ac-
tivities and field services management must be considered as an
important factor [7,13]. Ford et al. [10] suggest that enhanced
human-machine interfaces and collaboration software are drivers
of distributed manufacturing.
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2.2. Connecting humans in cloud manufacturing

Dual resource constraints (DRCs) arise from capacity con-
straints stemming from both machines and human operators [50].
Advanced robots and process automation devices will change the
current human-machine interaction standards [36]. Smart con-
nectivity and the ubiquitous sensing of distributed manufacturing
resources are critical features of CM [35]. Machinery, robots, lines,
items and operators on the shop floor will be acting in a strong,
connected, decentralized and autonomous network. The shop floor
will be dominated from the ICT perspective by easy-to-plug-and-
work devices as well as by the seamless exchange of information
[36].

Hu et al. [13] created a classification of CM services in terms of
the degree of human involvement. The first type of services can
run automatically without human resources (such as computing
resources). The second type of services involves human and purely
manual activity which has nothing to do with proficiency (such as
a whereby a driver's driving skills have little effect on the quality
of logistics services), while the third type of services is ranked
based on the skill level of the worker in question (for instance, a
lathe operator's skills can seriously affect the quality of a product).
Wu et al. [47] emphasize in their research that a high degree of
automation will be required to ensure the efficiency and effec-
tiveness of machines and manufacturing processes on the shop
floor with minimal effort, but this does not imply the absence of
human beings.

The scope of human resources in CM formation varies de-
pending upon different definitions. To put it more simply, human
resources are those personnel who are engaged in the manu-
facturing process, i.e., designers, operators, managers, technicians,
project teams, customer services, etc. [43]. Lv [23] defines human
resources as including those technology personnel and manage-
ment personnel needed in the product development process. They
are the most precious resources involved in the activities of the
manufacturing business, and a great deal of knowledge and ex-
perience are stored in the minds of such personnel [23].

Since human resources are also an important manufacturing
resource and assets, it is crucial to consider humans as being
connected to the internet. Michel [27] provides an example to
describe the importance of considering interconnections among
people, processes and data within this conception of the IoT. The
idea of the Internet of Users (loU) as a deeper level of IoT appli-
cation in cloud manufacturing has been proposed [38]. Users (in-
cluding service providers, consumers and operators) of CM are
primarily internet users, while the IoT is an enabling technology to
realize connections and communication among these users and to
form the loU.

2.3. Wearable technologies

The IoT refers to machines, automation controllers, and other
physical devices being connected to the internet [27]. In order to
connect different human resources in the same manner as man-
ufacturing resources, the subset technology of the IoT — wearable
technology [41,45] - can be used.

The IoT encompasses market segments including connected
cars, smart applications and many others [45]. “Things” in wear-
able technologies refers to wearable devices equipped with mi-
crochips, sensors and wireless communications capabilities. Such
networked wearable devices are utilized to detect the posture and
motion of the wearer's body, track activities and collect data in the
background [19,30,41]. Wearables will increase the importance
and improve the capability of the IoT in the industrial environ-
ment. Linking manufacturing resources by the IoT can achieve the
monitoring and optimization of the entire production process.

In the manufacturing industry, more flexibility is required in
today's dynamic business environment. Wearable technologies
can fulfil this requirements. Different applications offer promise in
such areas as production, warehousing, logistics, maintenance,
safety and security. For instance, wearables could be helpful in
monitoring ambient conditions to ensure safety on the shop floor
or on location. Wearables could also take the form of authentica-
tion devices that restrict access to a facility.

One of the best known wearable devices comprises smart
glasses. Smart glasses consist of a head-mounted display (HMD) as
an output device in front of the person's eyes to present data from
the background information system; a wearable computer for
processing/computing power and supporting the glasses' opera-
tion system; a set of sensors to collect information for data inputs.
Video cameras and eye/head-trackers are essential to determine
the position and orientation of the user [2,40]. Users can observe
the environment without distractions. It consists of two essential
elements: the ability to access information in real-time and the
ability to communicate in real-time. Augmented reality (AR)
technology is used to visualize real-time information on wearable
devices, while the cloud infrastructure is implemented to achieve
real-time communication.

AR is often defined as the real world enhanced with important
additional information that is generated by the computer in real-
time, such that human senses can be enhanced [20]. AR enables
registered annotations and 2D or 3D virtual objects (from a pre-
defined database) to be interactively integrated into a real en-
vironment in real-time [18,39,40]. Users can see the real world as
composed of virtual objects and perform real-world tasks through
guidance of specified computing virtual computer objects (VCO)
[18].

Smart glasses provide the functionality of a smartphone in a
hands-free format of a HMD instead of a smartphone screen. The
wearer's surroundings can be transmitted by additional informa-
tion (audio and video). Users of the glasses can request directions
to a location and have them displayed before their eyes; they can
also receive a notification of and respond to an incoming call or
email [46].

Another important element of smart glasses is the “cloud”. It is
vital to note that the IoT - especially wearable technologies — and
the cloud go hand in hand. Generally, a large amount of data is
generated by the IoT to help users better manage many aspects of
their daily lives, and these data need to achieve distributed real-
time storage and aggregation [25]. Cloud computing is powering
the wearable technology revolution. It allows for the large dataset
generated by wearable devices to be captured, analyzed and made
readily accessible whenever users need it [5,45].

Cloud-based data storage and data processing increase the
capability of smart glasses. Real-time information, which is ren-
dered on the user's HMD, is generated from the cloud and then the
graphical overlay is shown over the physical world image. On the
other side, smart glasses need to sense the surrounding environ-
mental information and feed it directly into a cloud-based analy-
tics system.

Currently, the major limitation is an appropriate HMD tech-
nology. Today's massive HMDs are aesthetically unappealing and
uncomfortable, especially as regards the limited field of view.
Improvements in size, weight, functionality and style are required
to make this technology fully usable. Several promising technol-
ogies, such as laser retinal displays, are on the horizon to address
this issue [40].

2.4. Smart glasses

At the moment, smart glasses are used for business in several
potential areas, such as managing field services and assembly,
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Table 1
Summary of current applications in the manufacturing industry.

Functionalities Descriptions References

Monitoring Continually monitoring and assessing the manu- [27]
facturing system and the status of machines
Control Achieving excellent control of machines and [7]

supporting manufacturing operations (e.g., pro-

cess planning) based on real-time monitoring
Providing optimization solutions and improving [27]
productivity by wirelessly gathering data from

assets in real-time

Combining wearable computing and knowledge [2]
management can achieve self-diagnosis and self-

heal

Optimization

Autonomy

remote technical support, navigation and mapping services, and
security solutions. Porter and Heppelmann [28] summarize four
groups of smart products, functions and capabilities, namely
monitoring, control, optimization and autonomy. It is believed that
collaborative technologies and wearable technologies will be ra-
pidly adopted in the manufacturing industry, due to the way in
which the modern manufacturing model is related to numerous
high technologies. Potential current applications and functional-
ities, which can be built on the IoT and wearable technology, and
which benefit the whole industry across the manufacturing pro-
cess, are listed in Table 1.

There is an enormous opportunity for wearable computing in
manufacturing, especially smart glasses solutions such as Google
Glass. Plex promotes its cloud ERP as a comprehensive solution for
manufacturing, in which the “IN-YOUR-EYE ERP” is integrated with
Google Glass and allows people to work without using their hands.
Both the glasses and the system are used to record and manage
different information. Users will be able to get real-time in-
formation captured by ERP, such as production data, the status of
machines, transactions, etc. [12]. Procore is another example of
integrating Google Glass with its project management platform to
retrieve information and make data available across various de-
vices, including smartphones, tablets and computers [17]. Wear-
able glasses allow workers to make better and quicker use of
business information. Thomas and Sandor [40] demonstrate a
scenario in the manufacturing industry whereby wearable AR can
help assembly line workers to improve their industrial working
processes.

User experience is another factor to be considered. Smart
glasses will increase the effectiveness of interaction, making it
more natural and spontaneous [36]. BMW announced the use of
AR as a visual guideline in real-time for its workers. The applica-
tion consists of glasses and headphones. This device enables see-
ing and hearing of exact instructions about how to repair a car,
while at the same time he can ask for information about what tool
is right for the next step of assembly or repair [20]. It provides an
opportunity to reduce costs by allowing employees in the field to
report back to the back office and access relevant information
while they are still on site. In this way it can reduce or eliminate
the need for a repeat call-out. Similar tutorials are readily trans-
ferable to other sectors of human activity. They can serve as
training and educational applications for students in schools, in
preparing manuals for purchased goods (e.g., furniture), or in the
rapid training of employees for any device. On the other hand, field
service engineers can remain productive by collecting visual in-
formation and feeding it back to head office, while leaving their
hands free to complete the tasks they are engaged in.

Overall, the technologies and problems mentioned above
highlight the possibilities and needs for the development of a
comprehensive solution to support humans and machines con-
nected in terms of CM.

3. Methodology
3.1. Research purpose

The present study engaged with a manufacturing company to
survey the business requirements of human resources and activ-
ities management in a CM environment.

A CM system is defined as the centralized management of
distributed factories and their distributed manufacturing re-
sources, such as machines, tools, materials, people and informa-
tion, to produce a value-added physical product based on a specific
customer's requirements. Its ultimate goal is to cover the entire
manufacturing lifecycle. Numerous studies have been carried out
to understand manufacturing resources' virtualization and sharing
processes. Resource productivity becomes the top priority. Al-
though human resources are also important elements to fully
realize the formation of the CM process, insufficient research has
been done in this area. Hence, we focus on both human resources
and human activities, and we propose an integrated solution to
manage the interconnection of and collaboration among humans
with different roles. Our solution can support field service man-
agement in terms of CM.

3.2. Research method

This research is conducted based on a case study of a real
factory. Company A is a global organization that provides sheet
metal processing machinery. Its customers are sheet metal fabri-
cation factories. They order customized metal sheet fabrication
lines combining punching or laser cutter machines with auto-
mated bending and sorting capabilities from company A. In this
particular research, the case study is an appropriate research
method because the aim of this study is to gain an overall un-
derstanding of CM management activities, as well as to define the
business requirements and technological possibilities. This type of
study usually seeks out both what is common and what is parti-
cular to the case, but the result regularly presents something un-
ique. This unique element is portrayed as the key to success — at
least potentially — be copied by other companies [4, p. 89].

Domain experts were interviewed twice to collect details about
the current context of their working environment. The interviews
were performed according to the semi-structured interview guide
of [52], complemented by delicate face-to-face interviews as sug-
gested by [11]. This approach helped the researchers to reduce
possible misunderstandings during the process of information
gathering. Additionally, workshops with participants from several
business units and other domain experts were organized to verify
and validate the collected business requirements. These activities
resulted in a broad understanding of the requirements, challenges
and optimization opportunities.

Based on the observation and analysis of worker activities on
the shop floor, several processes were identified for improvement,
such as the operator's machine control capabilities, maintenance
skill and repair operations, and also the factory helpdesk pro-
cesses. Table 2 summarizes the main requirements related to field
service management. All the requirements are classified by their
priority (1=essential, 2=important, 3=nice to have). This high-
level business requirements table can be interpreted from three
aspects: (1) it classifies the users into three types and confers roles
in CM, (2) it defines the content and range of information flow for
each user type; and (3) it also clearly specifies our research scope
and limits.
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Table 2
Business requirements.
Strategic requirements Functional requirements Stakeholders Priority
Information gathering Set up a local video stream, use indoor cameras to detect multiple production lines and events si- Helpdesk unit 2
multaneously, and then make a video record for remote control, post-verification and analysis purposes.
Workers can make a record of their actions and share it with others for the purpose of sharing Machine operator 2
knowledge and experiences.
Workers can make a record of their actions for workforce tracking and monitoring to achieve perfor- Machine operator 2
mance management purposes.
Interoperability Workers can communicate with each other in real-time. Machine operator 3
Workers can communicate with the helpdesk unit in real-time. Machine operator, 3
technician
Helpdesk unit
A helpdesk unit can provide remote desktop control and assist workers on site or else monitor the Helpdesk unit 3
machine's operation and status.
A helpdesk unit can provide mobile training to guide the workforce or to send working instructions to Helpdesk unit, machine 1
machine operators. operator
Visualization Workers can receive office information such as a working schedule and production planning in- Machine operator, 2

formation in real-time, and this information should be visualized to workers in real-time.
Workers can receive warning messages from machines once errors occur.

Workers can easily pick up spare parts.

technician
Machine operator
Technician

4. Applying smart glasses in cloud manufacturing

4.1. Cloud manufacturing reference model

Fig. 1 presents the reference model of humans and machines
both connected to and embedded in the CM process with specific
information flows. It serves as a fundamental structure for the CM
implementation and a business solution to connect humans with
machines. In order to implement such an architecture, a commu-
nication channel needs to be established whereby factory in-
formation is available in real-time to support the humans (i.e., the
users) on the shop floor. It provides a flexible and agile colla-
borative enterprise architecture.

There are two core components to enable this communication
channel: the “Internet of Machines” (IoM) and the “Internet of
Users” (IoU). Fig. 1 also describes the relationships and de-
pendencies between the various machines and users to manage
the business in CM environment.

= JoM: All the manufacturing resources, i.e., machines, equipment,
robotics, devices are connected to the Internet. Their manufacturing

Cloud Manufacturing

Web server

Data
Aggregator

N

Machine Data

v

Sensors and RFID labels

@

Sensors and RFID labels

@

)
“©

Sensors and RFID labels

@1

internetof Machines (loM)

capabilities are perceived by the adoption of the connecting sensors,
embedded systems and RFIDs, and all the related data are collected
to achieve automatic control and monitoring. The adoption of IoT
promises that the CM system will have a real-time understanding of
conditions, events and material movements in the physical world.
This IoT not only enables the manufacturing resources' virtualization
but also supports intelligent operation.

IoU: The data generated by wearable technology will form as a
“human cloud”. The users on the shop floor include operators
controlling and manipulating the machines on a daily basis, and
technicians who can perform supervision, maintenance and re-
pairing services. The IoU describes the connection between and
communication among the users. Besides those users working
on the shop floor, administrators and remote assistants are also
part of this IoU as other users. The administrators’ main tasks
include monitoring the shop floor in real-time and making
adaptations when risks arise or errors occur. Remote assistants
mainly work in the help center and respond to the urgent events
and hotlines. This three user types are emphasized based on
business requirements in previous Section 3.2.

* Monitoring
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) / : /A\ * Revising & Approving jobs
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=
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Fig. 1. Reference model of humans and machines in the cloud manufacturing process.
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This cloud-based data management architecture is im-
plemented to support the real-time data capture and data in-
tegration with production planning and control (PPC) and machine
execution systems (MES). Because the data can be captured from
multiple sources in the distributed local factories, a data ag-
gregator is needed to integrate the data. It provides important
functions, such as a domain service, a location service, server load
balancing, and more. As mentioned above, this architecture needs
a central repository to manage and maintain all the machine and
human data with integrated transaction standards and integrated
platform. Therefore, cloud-based data storage is required to fulfil
the functionalities related to data processing.

The knowledge base is also an imperative component. It is a
document library that retrieves knowledge from users' activities. It
includes how to control the machines, how to operate the equip-
ment, how to use the devices, and so on.

4.2. Architecture design

Company A manages all the production lines in the form of CM,
and its customers are cloud services consumers (while company A
is hosting this CM platform as a cloud services provider). Company
A provides cloud services such as monitoring, supervising, revising
and approving jobs, and remote services to fulfil any field service
management requirements.

Fig. 2 shows a CM architecture that represents all the required
functionalities and services, integrating for:

= A real-time data capture service: for real-time data acquisition
from the machines/equipment/devices/robotics through the
embedded intelligent sensors. Moreover, field services techni-
cians and operators are also connected to the CM process
through smart glasses. All the data are maintained in the cloud-
based repository, effectively sharing these data between the
back office and the shop floor. The ability to capture real-time
insights into the back office can also benefit other business
functions. More specifically, the technicians and operators need

TR

ERF;/MES Operator

~a] e
L

real-time information about machines capacity, status, working
schedules, and locations. These real-time information can en-
hance their job performance in operating procedures.

= A process monitoring service: the helpdesk unit can monitor the
production process in real-time. The users can access all the
relevant actual and historical data based on their roles, and the
data are available to different users in different views. It pro-
vides data analysis and management suggestions on multiple
screens as a communicational interface for creating a virtual
presence in the environment. It is also crucial to track a given
worker's performance. Daily monitoring can improve perfor-
mance and productivity. In this way, it is easy to provide a
benchmark of working steps.

m Fieldwork assistance service: the users are mainly machine op-
erators and technicians. They send notifications of upcoming
maintenance tasks and give the operators a warning when a
component fails. They can receive data through mixed-reality
technologies in order to enhance their capabilities and skills.
This collaborative and valuable co-creation environment is an
extension of knowledge management. Furthermore, the field
service is becoming increasingly complex, requiring more
variability of skills to reach resolution. Smart glasses can enable
faster, more dynamic intelligence that is not available from re-
viewing static manuals that are outdated the moment they are
published. Therefore, remote tutorials are provided as well. The
technician can follow exact instructions about how to repair
while at the same time he can ask for information about which
tool is right for the next step of assembly or repair.

The “cloud” infrastructure is a projection of the supporting
architecture for an integration of “mixed-reality environment”,
“real-time management business model”, and “communication
channel for collaborative management”. It consists of three layers:
a presentation layer, a business layer and a data layer.

e Presentation layer: this supports all the interfaces, presentations
and communications for users. The traditional single screen

£ 3R
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LiveVideo

liveview ' Call Stream

Integrated Co-Creation

Conference

Presentation Layer

Business Layer
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Internet of Machines (loM)

Internet of Users(loU)

Fig. 2. Overall system architecture for implementation.
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desktop environment needs to expand to large screens for
control, monitoring and communication features. Therefore, this
presentation layer provides two different kinds of display, one
for the back office and one for field workers.

e Business layer: this defines applications and functionalities such
as collaboration among users, sharing telemetry from machines
to users, and real-time information from the shop floor to the
back office, etc.

e Data layer: this represents a cloud-based data repository and
data management, including knowledge bases. The technologies
used to implement this data layer comprise querying, selection
and refinement.

In fact, in the back office of the helpdesk, a browser-based
dashboard detailing production status is displayed on several
oversized flat screens (see Fig. 2). This specific solution includes
four environments:

1. Production management feeding from ERP/MES systems: this
screen is used to display the task list, production planning and
working schedule of current equipment/machines. It is im-
perative to keep the information in ERP systems up-to-date and
accurate.

2. Operator's live view from smart glasses: this is a wearable
technology enabling a first-person point-of-view, while footage
of the operators' activities can be streamed to this screen for
later reference. This function can help the technician to diag-
nose and repair problems more quickly.

3. Conference call for a collaborative environment: collaboration
with experts via a conference call in distributed locations leads
to remote assistance on the tasks — such as repairs — and this
approach saves the expense of providing an on-site service. The
technicians can connect with the maintenance supervisor or a
peer to get advice and training in real-time on the site. These
conference calls can be recorded and stored as reference ma-
terial for future jobs. Videos can also be used as evidence for use
in disputes or investigations.

4. Real-time video streaming from the local production line: the
screen can provide the helpdesk unit a general idea about the
factory. Therefore, the helpdesk unit can always be aware of the
real-time situation in the factory.

The capabilities for video calling and AR applications of smart
glasses were appreciated as being highly useful for both operators
and maintenance technicians. Smart glasses include sensors, ac-
celerometers, cameras, microphones and other capabilities that
can be used to collect and transmit various types of user in-
formation. The real-time connection between them and the
helpdesk allows for significant time-saving and improved field
services. When data captured by smart glasses is fed into a cloud-
based data repository in the data layer, the presentation layer will
push the refined and analyzed information out to the browser-
based dashboard and show on helpdesk unit's screen. By using
smart glasses, real-time insights and instant feedback can be
provided to the helpdesk unit - this will enable remote assistance
and services. Fig. 3 shows that services can be supported by smart
glasses for different stakeholders, namely machine operators,
technicians and the helpdesk unit. The scenario includes: opera-
tors receiving field service guidance and assistance; technicians
receiving assistance while performance maintenance services; the
helpdesk unit providing remote technical support; and workers
picking spare parts, etc. As they work, employees can keep their
hands free and their eyes focused on the task at hand. They are not
interrupted by the need to key or scan information into a mobile
device. It promises a productive means of mobilizing workers.
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Fig. 3. Services can be supported by smart glasses.

5. Technological implementation

Although wearable technology has previously been adopted, it
is still at an early stage when it comes to the devices on the
market, with plenty of room for improvement. In this particular
case, the Vuzix smart glasses are used to implement the “human
cloud” solution as part of this CM solution. Vuzix provides the
platform for third parties to pilot and port their apps into this new
open AR environment. Vuzix's device is being used for warehouse
applications, and the company is getting ready to release an ap-
plication for field service [46].

The current version of Vuzix M100 adopts a WQVGA screen
with a full-color display (428 x 240 resolution). It includes several
sensors, such as GPS, proximity, three degrees of freedom head
tracking, a three axis gyro, a three axis accelerometer, and a three
axis mag/integrated compass. Once the Vuzix SDK is installed, the
M100 behaves like any Android device: build, deploy and debug,
etc. This gives developers more power than is the case with other
similar products. The M100 is a full-fledged Android 4 device
where all the APIs are accessible.

Fig. 4 shows an architecture and runtime environment for our
solution. The architecture is built on a plug-in concept on the
glasses, a set of basic functionalities accessible to all users, and a
cloud-based processing approach. The top layer comprises all the
desired functionalities available in field service support, such as a
monitoring service, an evaluation service, a task retrieval service
and a remote assistance service. These services can be utilized in
different combinations to fulfil different requirements. The AR
server supports the registration of different users with smart
glasses and the retrieval of the glasses' sensor data.

Having this wearable system enables hands-free operation -
workers can still receive information while performing other
simple tasks [40]. With this requirement, the operators rely more
on the situational awareness of smart glasses. The observe-or-
ientate-decide-act loop (OODA) is one of the crucial decision-
making models [1,21,51]. The solution described in this research
will use the same model. It achieves situational awareness by
detecting human actions and their locations, and then the sensors
will collect relevant data and render back to the AR server. Based
on this information, the augmented content from the AR server
will be sent back and be displayed on the smart glasses.

5.1. Use case of smart glasses
The purpose of this pilot study was to assess the usefulness of

smart glasses at the application level and to set the stage for future
work to determine the proper setup for CM. The creation of use
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Fig. 4. Runtime environment of wearable devices in cloud manufacturing.

cases helps to determine key functionalities better. All in all, five
possible use cases (Overview scenario; Operator Working scenar-
io; Maintenance scenario; Online service scenario; Video Mix
system) were identified related to the improvement of the work
processes, the safety and quality processes, supply chain man-
agement, and reliability-related activities. In this paper, only the
onsite maintenance scenario is described from the communication
channels for the roles and relevant tasks on the factory floor. This
generic use case presents how company A provides field main-
tenance services to their customer factories. This use case is
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selected because it is more representative and complicated than
others.

When a customer identifies the need for a maintenance service,
he/she might have difficulty to describe the current fault or issue.
Company A needs more information about the status of the ma-
chine/equipment/device and potential error codes to give the
customer a hint for a potential solution. If it is a trivial case, the
technician is required to solve the problem.

The activities performed by the technician are depicted using a
UML use case diagram. We observed prolonged times for fixing
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Fig. 5. Use case for the hands-free concept for technicians.
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Fig. 6. Workflow of the maintenance service.

faulty machines. Wearable devices can provide considerable im-
provements in this abovementioned scenario. We focused on im-
plementing new functionalities, such as showing the telemetry,
machine usage history, etc., on the smart glasses, and providing a
customized menu for calibration and settings, and enabling a re-
mote connection with helpdesk personnel. Fig. 5 shows the use
case map for maintenance and remote assistance.

Fig. 6 demonstrates the maintenance service scenario. First, the
customer detects an error or warning at the local factory, and then
he can send the repair order to the helpdesk unit. If the problem
cannot be solved by a remote aid, an available technician will be
sent to the site and will check the problem physically. The service
technician is sent to the site to repair sophisticated machinery and
production facilities. When the technician arrives at a facility with
his smart glasses, the glasses will display a list of tasks and show
the machines needing attention. If he is unable to locate the ma-
chine, a route throughout the facility will be displayed on the
smart glasses and will take him to any machine that requires
servicing. The technician can initialize a video call with the tech-
nical support representative at the helpdesk unit when the pro-
blem cannot be resolved. The technician can share his field of vi-
sion with the remote specialist, who then helps walk the techni-
cian through his task. The video call can be recorded to capture the

performance of the activity by the maintenance technician. The
helpdesk unit will provide a step-by-step working procedure. The
helpdesk unit can also deliver virtual instructions via the smart
glasses, and then the technician can provide extra assistance.

There are two main advantages of using AR-based smart glas-
ses. First, when completing maintenance tasks, a technician
mainly uses his hands. Therefore, the smart glasses can provide a
hands-free working environment, which can enhance his perfor-
mance of the task. Second, the technician can connect with the
helpdesk unit in real-time, and the helpdesk unit can get real-time
feedback from the shop floor. This can increase both the techni-
cian's skill and the helpdesk unit's knowledge accordingly.

5.2. Scenario examples

To show the functionality of maintenance support, a maintenance
scenario was developed. A technician received the maintenance re-
quest and visited the factory. The technician logged in the smart
glasses and called the helpdesk unit for assistance. Once the video call
was established, the maintenance supervisor and remote specialist
could see the situation at the site. The scenario is illustrated with
different examples in Fig. 7, such as when the technician is setting up
the tool (a), repairing the wiring (b) and operating the controller (c).
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Fig. 7. Maintenance scenario examples (a) tool setup support, (b) wiring repair guidance, (c) operating the controller.

Fig. 8. User experience of smart glasses.

In this solution, we explore the possibilities for the use of state-
of-the-art technologies - namely smart glasses - to lower risk and
prevent human error on the shop floor, as well as to achieve value

co-creation. The scope for collaboration will be aided by the smart
glasses and functionalities such as instant communication and file
sharing. More research can should be conducted in order for the
technology to become more widely implemented and adopted on
the shop floor in practice. Fig. 8 provides an example of using
smart glasses to identify machines and display machine datasheets
on the right-hand corner of the screen.

Fig. 9 illustrates the screen of a barcode scanner provided
through smart glasses. This solution can free up the operator's
hands for picking up spare parts while performing maintenance
jobs. The red line indicates a precise area where the barcode will
be read, and then the detailed information about the scanned
spare part will be displayed on the screen. This information can be
shared with other operators. This function can be used for other
purposes as well, such as warehouse management.

6. Conclusions

CM aims to encompass the entire product manufacturing lifecycle,
from market analysis to design and production, testing, training,
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Fig. 9. Barcode scanner via smart glasses. (For interpretation of the references to
color in this figure, the reader is referred to the web version of this article.)

usage, maintenance and, finally, dismantlement [24]. A CM business
model can help SMEs to innovate their processes and the product and
production sides, and even other processes across the entire product
lifecycle. It is very important to emphasize that the focus of CM is no
longer only selling products to customers, but also providing services
for the customers. Especially in machinery industry, services are of-
fered with the machines. But in current academic and industrial areas,
the purchasing step, maintenance and training sides always be ne-
glected and not be addressed sufficiently.

The IoT, as a representation of ubiquitous computing, is chan-
ging the way machines, devices and pieces of equipment are
connected. Likewise, wearable technology as a subset of the IoT
now provides the possibility to connect people. This medium is an
attractive alternative to existing manufacturing techniques. Our
goal is to connect workers into this CM system as human resources
and to design a communication channel between the shop floor
and the back office. This communication channel ensures that
while workers operate on-site, administrators or a remote help-
desk unit can collaborate and provide remote assistance or ser-
vices to them. Besides, all the parties of this CM system are con-
tinuously aware of machine availability. In this research, we pre-
sented the use of wearable AR - namely smart glasses - to support
a hands-free working environment in the factory. We designed a
set of interactions utilizing related functionalities. Finally, we also
developed a series of visualizations to demonstrate the idea.

Smart glasses represent a new approach to business commu-
nication. There are numerous applications available, such as na-
vigation guidance; however, there are not so many innovations in
the manufacturing industry. Therefore, our solution can fill the
research gap and also provide the following managerial implica-
tions to organizations:

1. This solution can be easily applied to SMEs for monitoring and
assisting their field service objectives because they are flexible,
portable and low cost.

2. Workers can wear the smart glasses to receive specific virtual
guidance and instructions when they are performing on-site
tasks, such as repair, maintenance and training.

3. The smart glasses can provide mobility, unifying the manu-
facturing shop floor and the top floor in real-time.

4. This approach can help workers to stay productive and engaged.

Advanced technologies in personal wearable devices, combined
with CM concepts, provide an opportunity to co-create value and
streamline human-machine interactions. This approach will help
manufacturers to create customized information and assess
workers' performances and improve workforce productivity. Ad-
ditionally, more and different functionalities can be developed,
such as in logistics processes, and smart glasses can support order
picking; in the manufacturing process, workers can wear them to
assist them in bin picking; in the Research and development (R&D)
process, smart glasses can be used to conduct and improve the
communication channel, and make sure the right knowledge is
transmitted to the right people at the right time. It can improve
after sales services, such as deliveries, hotlines, etc., and can also
improve after-market response times and service levels. It in-
troduces real-time supplier collaboration to compress the value
chain. Smart glasses will play a major role in supply chain opera-
tions in the near future.

Although the present smart glasses solution totally alters
manufacturing, and it can offer even more possibilities for man-
ufacturing - it is a controversial solution. We encountered specific
challenges and limitations when we conducted our research and
this practical implementation, such as massive HMDs are un-
comfortable and the smart screen only covers a tiny fraction of the
entire eye-field, which will generate headaches. Besides, dis-
connection due to poor wireless network connections in many
sites is a real issue for the service technician. Other issues are also
found, such as privacy, safety, and legal challenges must be taken
consideration [41], and overloaded information may cause extra
effort on filter the information and delay on the judgement
[10,20]. Consequently there is a good potential to further discuss
the acceptance and the utilizations in manufacturing industry.

References

[1] R. Azuma, M. Daily, C. Furmanski, A review of time critical decision making
models and human cognitive processes, in: Proceedings of IEEE Aerospace
Conference, 2006.

M. Aleksy, M.]. Rissanen, S. Maczey, M. Dix, Wearable computing in industrial

service applications, Procedia Comput. Sci. 5 (2011) 394-400.

R. Baheti, H. Gill, Cyber-physical systems, Impact Control Technol. 12 (2011)

161-166.

R.W. Belk, Handbook of Qualitative Research Methods in Marketing, Edward

Elgar Publishing, Northhampton, MA, 2007.

C. Brauer, ]. Barth, The Human Cloud: Wearable Technology From Novelty to

Production, Rackspace Whitepaper, June 2013.

0. Candell, R. Karim, P. Séderholm, eMaintenance-information logistics for

maintenance support, Robot. Comput. Manuf. 25 (6) (2009) 937-944.

C.M. Chituc, FJ. Restivo, Challenges and trends in distributed manufacturing

systems: are wise engineering systems the ultimate answer? in: Proceedings

of the Second International Symposium on Engineering Systems MIT, Cam-

bridge, Massachusetts, June 2009.

[8] L.M. Camarinha-Matos, H. Afsarmanesh, B. Koelmel, Collaborative networks in
support of service-enhanced products, in: Adaptation and Value Creating
Collaborative Networks, Springer, Berlin Heidelberg, 2011, pp. 95-104.

[9] S.L. Chen, Y.Y. Chen, C. Hsu, A new approach to integrate internet-of-things
and software-as-a-service model for logistic systems: a case study, Sensors 14
(4) (2014) 6144-6164.

[10] S.J. Ford, U. Rauschecker, N.A. Athanassopoulou, System-of-system approaches
and challenges for multi-Site manufacturing, in: Proceedings of the 2012 7th
International Conference on System of Systems Engineering, Genoa, Italy, 16—
19 July, 2012.

[11] J.H. Frey, S.M. Oishi, How to Conduct Interviews by Telephone and in Person,
SAGE Publications, Inc, Thousand Oaks, CA, 1995.

[12] LS. Gould, Plex's cloud ERP goes beyond finite, Automot. Des. Prod. 126 (9)
(2014) 40.

2

3

[4

(5

(6

[7

Please cite this article as: Y. Hao, P. Helo, The role of wearable devices in meeting the needs of cloud manufacturing: A case study,
Robotics and Computer Integrated Manufacturing (2015), http://dx.doi.org/10.1016/j.rcim.2015.10.001




204  Acta Wasaensia

12 Y. Hao, P. Helo / Robotics and Computer-Integrated Manufacturing 1 (ANEN) ERE-RER

[13] C.S. Hu, C.D. Xu, X.B. Cao, J.C. Fu, Study of classification and modeling of virtual
resources in cloud manufacturing, Appl. Mech. Mater. 121 (2012) 2274-2280.

[14] M.H. Hung, T.L. Wang, EY. Hsu, ET. Cheng, Development of an Interface fra-
mework for semiconductor e-diagnostics systems, Robot. Comput. Manuf. 24
(2008) 370-383.

[15] W. He, L. Xu, A state-of-the-art survey of cloud manufacturing, Int. ]. Comput.
Integr. Manuf. 28 (3) (2015) 239-250.

[16] M. Hermann, T. Pentek, B. Otto, Design Principles for Industrie 4.0 Scenarios: A
Literature Review, Technical University of Dortmund, Dortmund, Germany,
2015.

[17] C. Hutchison, Google glass ready for ERP. ClientsFirst Business Solutions, No-
vember 21, 2014. ¢http://clientsfirst-tx.com/google-glass-ready-erp/).

[18] C.T. Kao, K.Y. Jan, R.C. Chen, A cloud-based framework to enhance augmented
reality, in: Proceedings of the Complex, Intelligent, and Software Intensive
Systems (CISIS), [EEE Seventh International Conference, July 2013, pp. 78-82.

[19] H. Kerdegari, K. Samsudin, A. Rahman Ramli, S. Mokaram, Development of
wearable human fall detection system using multilayer percetron neural
network, Int. J. Comput. Intell. Syst. 6 (1) (2013) 127-136.

[20] L. Kubac, F. Benes, V. Kebo, P. Stasa, RFID and augmented reality, in: Pro-
ceedings of the 14th International Conference on Carpathian Control (ICCC),
2013, pp. 186-191.

[21] W. Le Roux, The use of augmented reality in command and control situation
awareness, Sci. Mil. S. Afr. J. Mil. Stud. 38 (1) (2010) 115-133.

[22] E. Lee, Cyber physical systems: design challenges, in: Proceedings of the 11th
IEEE International Symposium on Object Oriented Real-Time Distributed
Computing (ISORC), May 2008, pp. 363-369.

[23] B. Lv, A multi-view model study for the architecture of cloud manufacturing,
in: Proceedings of the IEEE Third International Conference on Digital Manu-
facturing and Automation (ICDMA), July 2012, pp. 93-97.

[24] B. Li, L. Zhang, X. Chai, Introduction to cloud manufacturing. ZTE Corporation,
National Basic Research Program of China, 2010 (2007CB310900).

[25] P. Ma, W.X. Bao, Q. Han, X.W. Zhang, Application of cloud manufacturing based
on the principle of process-aware information system, in: Proceedings of the
1st International Workshop on Cloud Computing and Information Security.
Atlantis Press, November 2013.

[26] 1. Mezgér, Cloud computing technology for networked enterprises, in: Pro-
ceedings of the Preprints of the 18th [FAC World Congress, Milano, August
2011, pp. 11949-11954.

[27] R. Michel, Four ways the internet of things will reshape manufacturing, Mod.
Mater. Handl. (2014) 46-52.

[28] M.E. Porter, ].E. Heppelmann, How smart, connected products are trans-
forming competition, Harv. Bus. Rev. 92 (2014) 11-64.

[29] J.H. Park, H.Y. Jeong, Cloud computing-based jam management for a manu-
facturing system in a Green IT environment, J. Supercomput. 69 (3) (2013)
1-14.

[30] M. Paterson, M.R. Glass, The world through glass: developing novel methods
with wearable computing for urban videographic research, J. Geogr. High
Educ. 39 (2) (2015) 1-13 (ahead-of-print).

[31] H. Panetto, A. Molina, Enterprise integration and interoperability in manu-
facturing systems: trends and issues, Comput. Ind. 59 (7) (2008) 641-646.

[32] G. Putnik, Advanced manufacturing systems and enterprises: cloud and ubi-
quitous manufacturing and an architecture, J. Appl. Eng. Sci. 10 (3) (2012)
127-134.

[33] G. Putnik, A. Sluga, H. EIMaraghy, R. Teti, Y. Koren, T. Tolio, B. Hon, Scalability in
manufacturing systems design and operation: state-of-the-art and future
developments roadmap, CIRP Ann. Technol. 62 (2) (2013) 751-774.

[34] RR. Rajkumar, L. Lee, L. Sha, J. Stankovic, Cyber-physical systems: the next
computing revolution, in: Proceedings of the 47th Design Automation Con-
ference, ACM, June 2010, pp. 731-736.

[35] L. Ren, L. Zhang, L. Wang, F. Tao, X. Chai, Cloud manufacturing: key char-
acteristics and applications, Int. J. Comput. Integr. Manuf. (2014) 1-15 (ahead-
of-print), http://dx.doi.org/10.1080/0951192X.2014.902105.

[36] M. Taisch, B. Stahl, G. Tavola, ICT in manufacturing: trends and challenges for
2020 - a European view, in: Proceedings of the 10th IEEE International Con-
ference on Industrial Informatics (INDIN), July 2012, pp. 941-946.

[37] E. Tao, L. Zhang, V.C. Venkatesh, Y. Luo, Y. Cheng, Cloud manufacturing: a
computing and service-oriented manufacturing model, Proc. Inst. Mech. Eng.
B: J. Eng. Manuf. 225 (10) (2011) 1969-1976.

[38] F. Tao, Y. Cheng, L.D. Xu, L. Zhang, B.H. Li, CCloT-CMfg: Cloud Computing and
Internet of Things Based Cloud Manufacturing Service System, 2014.

[39] R. Tenmoku, M. Kanbara, N. Yokoya, A wearable augmented reality system for
navigation using positioning infrastructures and a pedometer, in: Proceedings
of the IEEE Computer Society 2nd IEEE/ACM International Symposium on
Mixed and Augmented Reality, October 2003, p. 344.

[40] B.H. Thomas, C. Sandor, What wearable augmented reality can do for you,
Pervasive Comput. IEEE 8 (2) (2009) 8-11.

[41] A. Thierer, The Internet of things and wearable technology: addressing privacy
and security concerns without derailing innovation, in: Mercatus Working
Paper, Mercatus Center, 2014.

[42] O.F. Valilai, M. Houshmand, A collaborative and integrated platform to support
distributed manufacturing system using a service-oriented approach based on
cloud computing paradigm, Robot. Comput. Manuf. 29 (1) (2013) 110-127.

[43] X. Wang, X.W. Xu, An interoperable solution for cloud manufacturing, Robot.
Comput. Manuf. 29 (4) (2013) 232-247.

[44] S. Webel, U. Bockholt, T. Engelke, N. Gavish, M. Olbrich, C. Preusche, An aug-
mented reality training platform for assembly and maintenance skills, Robot.
Auton. Syst. 61 (4) (2013) 398-403.

[45] C.M. Wei, C.L. Zhang, T.X. Song, B.Q. Huang, A cloud manufacturing service
management model and its implementation, in: Proceedings of IEEE Inter-
national Conference on In Service Sciences (ICSS), April 2013, pp. 60-63.

[46] R. Wright, L. Keith, Wearable technology: if the tech fits, wear it, . Electron.
Resour. Med. Librar. 11 (4) (2014) 204-216, http://dx.doi.org/10.1080/
15424065.2014.969051.

[47] D. Wu, M. Greer, D.W. Rosen, D. Schaefer, Cloud manufacturing: strategic
vision and state-of-the-art, J. Manuf. Syst. 32 (2013) 564-579 http://www.sci
encedirect.com/science/article/piiS.

[48] D. Wu, D.W. Rosen, L. Wang, D. Schaefer, Cloud-based design and manu-
facturing: a new paradigm in digital manufacturing and design innovation,
Comput. Des. 59 (2015) 1-14.

[49] X. Xu, From cloud computing to cloud manufacturing, Robot. Comput. Manuf.
28 (1) (2012) 75-86.

[50] J. Xu, X. Xu, S.Q. Xie, Recent developments in dual resource constrained (DRC)
system research, Eur. J. Oper. Res. 215 (2) (2011) 309-318.

[51] Y. Xu, N. Stojanovic, L. Stojanovic, T. Schuchert, Demo: efficient human at-
tention detection in museums based on semantics and complex event pro-
cessing, in: Proceedings of the 11th International Semantic Web Conference
ISWC, November 2012, p. 77.

[52] RXK.Yin, Case Study Research: Design and Methods, 3rd ed., Sage Publications,
Beverly Hills, 2003.

[53] S. Qanbari, F. Li, S. Dustdar, Toward portable cloud manufacturing services,
Internet Computing, IEEE 18 (6) (2014) 77-80.

Please cite this article as: Y. Hao, P. Helo, The role of wearable devices in meeting the needs of cloud manufacturing: A case study,
Robotics and Computer Integrated Manufacturing (2015), http://dx.doi.org/10.1016/j.rcim.2015.10.001






