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Quantifying Levels of Automation
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Department of Product and production development
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ABSTRACT

Production companies frequently have to meet demands and requirements, both internal and external,
which trigger a plan for change in different production areas. Assembly systems of today are heading
towards more customised production, i.e. smaller batches, shorter cycle times and increased number of
variants. As a result, companies have to find more flexible methods for assembling their products and
become more proactive in the assembly system itself. [dentifying new strategies becomes vital and can
be achieved by designing the assembly system in a structured way with the most advantageous
cognitive and mechanical Level of Automation.

The aim of this thesis is to show that by quantifying, measuring and analysing physical and cognitive
Levels of Automation it is possible to enable competitive assembly systems.

‘If it is not Quantifiable it is not true” — this is a common statement among engineers who rather use

numbers than words when describing a phenomenon. This thesis will discuss the phenomenon of
Levels of Automation from both a quantitative and qualitative point of view. Furthermore it will
discuss whether it is necessary to have more than one level or dimension of automation and if so, what
benefits this creates for industry when measuring and analysing Levels of Automation in their
assembly systems.

“The future assembly systems will consist of highly skilled operators...” In order to choose and use the
right level of automation, the choice itself has to be structured and well based. This thesis will discuss
the importance of a structured method and an easy-to-use tool to visualise and quantify the levels of
automation in the current state of a system. Furthermore, it will show how this could be used in a
future analysis.

Lastly, this thesis will discuss the effects of changing mind-set from primary look at cost and
productivity to also consider other parameters that could influence the system in order to be
competitive.

Keywords: Levels of Automation, LoA, Assembly System, Quantify, Competitive, Cognitive
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1 INTRODUCTION

The aims of this chapter are to:

o Introduce the reader to the research area and issues of Automation
e Describe research aim

e Formulate the research questions

o Describe the delimitations of the research scope in this thesis

1.1 BACKGROUND

In order to maintain a sustainable production in an increasingly globalised industry, current traditions
for design and usage of automation may not be adaptable to the needs and future challenges that the
industry is facing. Manufacturing research has the potential to develop technologies for highly
competitive manufacturing, adding value and sustainability by changing the orientation and the criteria
of optimisation to support the structural change of manufacturing (Westkdmper, 2008). Rapid changes
of demands and requirements, both internal and external, frequently trigger plans for change in
different manufacturing areas, i.e. lower product and production costs, higher quality and shorter
throughput time. This demands a high degree of flexibility (Chryssolouris, 2006, Koren, et al., 1999)
and more dynamic decision making later in the production chain. Flexibility and changeability are key
enablers for meeting the challenges of a global market (Wiendahl, et al., 2007). Smaller batches and
shorter time limits for set-up between products are normal demands on the assembly systems caused
by increasing numbers of product variants, i.e. mass customisation. This results in increased amounts
of information to and from the assembly personnel since information regarding every product variant
needs to be available (Fissberg, et al., 2010). Furthermore the amount of information needed by the
operators is individual and dependent on their level of expertise (Fjéllstrom, 2007). As a result, there is
a need for increasingly flexible methods for assembling products and means to make assembly
systems more proactive. One solution could be to consider different levels of automation, both
cognitive and physical.

In order to make the right decisions regarding the level of automation and obtain a competitive
assembly system, companies have to know their present system, the future changes and how and what
to improve in order to make the assembly system as effective as possible. Evolution of an assembly
system is argued to be one of several steps towards a competitive position for a manufacturing
company (Séfsten, 2002). A statement by Percy Barnevik in 1991 (Barnevik, 1991) is still applicable
today:

“Modern technology has made it easy to copy products, but a process is not
that easy to copy. A superior process can therefore give a more durable

competitive advantage.”
An addition to this is the importance of highly skilled resources:

“... we expect that team assembly plants will be populated almost entirely by
highly skilled problem solvers whose task will be to think continually of ways
and means to make the system run more smoothly and productively.”
(Womack, et al., 1990)

Throughout history, different strategies have been used in order to meet internal and external demands.
The future is always hard to predict. If aiming for a more sustainable production, then a more effective
and adaptive assembly system needs to be developed. One solution could be to consider different
automation solutions, not necessarily to increase the automation, but to investigate pros and cons of
the use of humans and technique.



1.2 DEFINITIONS OF AUTOMATION

A broad spectrum of assembly systems with varying degrees of automation exists in industry today,
such as manual assembly, semi-automatic assembly or automatic assembly (Rampersad, 1994). The
term ‘automated assembly’ refers to the use of mechanised and automated devices to perform the
various assembly tasks in an assembly line or cell (Groover, 2001). Depending on the context, the
term automation has different meanings:*...in their language, or in their region of the world or their
professional domain, automation has a unique meaning and we are not sure it is the same meaning for
other experts”(Nof, 2009). Furthermore, because automaton is context-dependent and because it
describes technology that facilitates human performance, cognitive or physical, what is considered
automation will therefore change over time.

The term automation evolves from ‘automatos’ in Greek which means acting by itself (Williams,
2009). The scope of this thesis will be limited to the final assembly system context within production
systems and therefore the definitions and discussions about automation will also be limited to that
context.

Automation can be defined as ‘the execution by a machine agent (usually a computer) of a function
that was previously carried out by a human’ (Parasuraman and Riley, 1997). This could be related to
the more cognitive tasks of an assembly system. Another definition more related to the physical
automation is: ‘Automation is a way for humans to extend the capability of their tools and machines’
(Williams, 2009). A definition that could contain both the cognitive and physical automation is: a
technology by which a process or procedure is accomplished without human assistance (Groover,
2001).

1.2.1 WHEN TO AUTOMATE?

Mass customisation puts great strains on the product developers and the system designers. There are
many different solutions available on the market today in terms of technologies and methodologies.
Companies have to be at the front of the evolution in their field by adapting to future changes and
trends, on both macro and micro level. But it is costly to invest in resources (both human and
machines) and technology that will not be used to their full potential. Appropriate Levels of
Automation (LoA), both cognitive and mechanical, must therefore be selected to meet the increased
information flow and to avoid over or under automated systems. This means that suitable allocation of
tasks between resources (human operators and machines) and technique has to be made and must be
able to be dynamically changeable over time. One of the primary design dilemmas engineers and
designers face is determining what level of automation should be introduced into a system that
requires human intervention (Parasuraman and Riley, 1997).

Do companies think automation is an important factor to consider in order to be competitive?

Until recently, the primary criteria for applying automation were technological feasibility and cost. To
the extent that automation could perform a function more efficiently, reliably, or accurately than the
human operator, or merely replace the operator at a lower cost, automation has been applied at the
highest level possible (Parasuraman and Riley, 1997). In line with Parasuraman and Riley, results
from an industrial Delphi survey conducted in 2006 (Frohm, 2008) show that the top three answers
regarding benefits with automation or when to automate were: cost savings, to get higher efficiency
and to increase competitiveness. On the other hand, the top three answers regarding disadvantages
with automation or when not to automate were: too many products or variants, investment cost, and
adapting the product for manufacturing (Frohm, 2008).



In order for industry both to stay competitive and to handle the increasing demand of mass
customisation, the question when to automate becomes a little more complex.

The assembly area is where most manual work takes place in the process. Humans and technology
have to cooperate in order to simplify the job and make the overall system more efficient and
productive. Companies must obtain deeper knowledge about new production solutions and be willing
to evaluate them with reference to their own production in order to create a long-term sustainable
system. One of the considerations preventing the total removal of human operators from systems has
been the perception that humans are more flexible, adaptable, and creative than automation and thus
are better able to respond to changing or unforeseen conditions (Parasuraman and Riley, 1997). Most
system design tools focused solely on the physical system (Parasuraman, et al., 2000) towards a more
flexible assembly (Feldmann and Slama, 2001) but all resources contributed to flexibility.

Completely automated systems almost always have a human operator somewhere, at some level
(Dekker and Woods, 2002), so Chapanis’ dream in 1970 (Chapanis, 1996), ‘to automate everything
you possibly can towards autonomous systems’, remains a dream, forty years later. Further, current
research (Parasuraman and Wickens, 2008, Sheridan and Parasuraman, 2006, Stoessel, et al., 2008)
argues that operators still have not been surpassed by conventional automation in terms of flexibility
and high product variation. Therefore, operators should be used for more than supervision of machines
and be integrated and seen as complementary to machines rather then divide the resources in man-
machine thinking when performing task allocation in system production design (Hancock and
Chignell, 1992, Hou, et al., 1993, Jordan, 1963, Kantowitz and Sorkin, 1987, Sheridan and
Parasuraman, 2006).

In comparison with technical capabilities, human capabilities, human performance and cognition in
automated systems are much less frequently described in literature or discussed in public forums
(Parasuraman and Riley, 1997). Automation of physical functions has freed humans from many time-
consuming and labour-intensive activities. However, full automation of cognitive functions such as
decision making, planning, and creative thinking remains rare (Parasuraman and Riley, 1997). Flexible
technology cannot be effective without flexible operators and vice versa (Slack, 2005) so humans and
machines/technique should be seen as complementary, rather than conflicting, resources when
designing a man-machine system (Jordan, 1963). The automation should aim for extending the
physical and cognitive capacity of people to achieve what might otherwise be impossible (Lee, 2008).

1.2.2 THE IMPORTANCE OF QUANTIFYING

Existing methods used for designing assembly systems, do not consider LoA and different aspects
regarding LoA as a prime parameter. To be able to compare current and future state and to turn the
term and methods around level of automation from a “human factor” and design tool into an easy-to-
use engineer tool, a more quantified method is needed. The key issue is not who make the decision or
on what level the decisions are made, but why the decisions are made and upon what facts (Winroth,
2006). Case studies (Fasth and Stahre, 2008, Safsten, 2002) show that these kind of decisions are often
informal and unstructured. In order to make the decisions more objective and more structured, it is
important to have a quantitative method to measure and analyse LoA.



1.3 RESEARCH AIM AND OBJECTIVE

As discussed, there are a lot of challenges when designing or improving an assembly system with
regard to automation. There is a need for a structured method to determine when and how much to
automate. The aim of this thesis is to show that:

By quantifying, measuring and analysing physical and cognitive Levels of
Automation, competitive assembly systems are enabled.

1.4 RESEARCH QUESTIONS

Based on the aim, the following three research questions (RQs) have been formulated;
RQ 1: Why is it important to quantify Levels of Automation (LoA) in an assembly system context?

The way companies choose and use their resources has been an issue ever since the craftsman became
an operator, and the manual work became more automated. This research question will discuss why
automation needs to be put in a quantitative context. Furthermore, the RQ will discuss why both the
physical and cognitive automation need to be addressed when measuring and analysing an assembly
system.

RQ 2: How should LoA be measured and analysed in assembly systems?

When the Levels of Automation have been quantified, this quantification could be used for further task
allocation in an assembly system. The tasks in the assembly system are measured and analysed in a
structured way in order to avoid under- or over-automated systems. This research question will explain
the evolution from a method towards a more logical model aiming for presenting the measures and
analyses of LoA, i.e. a concept model.

RQ 3: What are the expected effects of analysing and changing LoA?

Cost is a common parameter used when improving production systems. The final research question
addresses the possible presence of other parameters linked to LoA that would provide equally good or
better results than just focusing on cost when deciding if the LoA should be changed.

1.5 DELIMITATIONS

e The scope of this thesis is limited to the final assembly area of a production system.
0 Further, the shop-floor level is the primary scope.

e Product design will not be covered in this thesis

e Cost as a primary parameter will not be discussed in this thesis

e Even though production logistics is important to consider when redesigning a system it will
not be discussed in detail in this thesis

e The thesis does not base its cognitive automation discussion on psychological theory

e The thesis does not discuss physical automation based on control theories, robotics
engineering or computer science



1.6 OUTLINE OF THESIS

Chapter 1 provides the reader with a short introduction of the research area. Further, the research aim
and research questions are presented.

Chapter 2 describes the research approach, i.e. the overall methodology used in order to reach the aim.
Further, the methods used in the different papers in order to answer the research questions are
presented.

Chapter 3 reviews earlier research and definitions that are used in the later part of the thesis and in the
appended papers.

Chapter 4 presents the results from the appended papers correlated to each research question.

Chapter 5 discusses the overall aim, the research question in relation to the theoretical framework and
the results from the appended papers.

Chapter 6 provides conclusions regarding the research aim.






2 RESEARCH APPROACH

This chapter presents the research design, thus providing a description of the diverse methods that
were used to achieve the aim of the thesis.

2.1 RESEARCH METHODOLOGY

Research methodology means the strategy, path or design of the research, i.e. the choice of methods
used to reach the aim (Crotty, 1998). The methods are the tools, i.e. techniques or procedures to
analyse the gathered data and information related to the research questions (Crotty, 1998). The main
methodology used in this thesis is applied research, which means that empirical data from industrial
case studies are a major part of the research results. Independent related studies (Wilkinson, 1991) are
also used as part of the research methodology, i.e. the theoretical framework and methods used are the
same in all case studies but the research questions and discussion differ. This approach could also be
referred to as a triangulation approach (Olsen, 2004), which aims to increase the quality of the
research by mixing data or methods so that diverse viewpoints and standpoints cast light upon a topic.
According to Deniz (Dezin, 1970), there are four different types of triangulation collections;

Data triangulation — Use of variety of data sources in a study

Investigator triangulation — Use of several different researchers or evaluators

Theory triangulation — Use of multiple perspectives to interpret a single set of data
Methodology triangulation — Use of multiple methods to study a single problem or
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phenomenon

The use of the different triangulation collections will be further explained in the sections below and
within the discussion chapter, relation to the papers. But, as a summary, the different data sources used
were production data gathered from production engineer at the companies and assessment of Levels of
Automation within the stations in chosen production cells. In the case studies multiple researchers and
in some cases master students collected the data and the information, explained more in detail in the
empirical collection section. The theory collected is both from a quantitative perspective and a
qualitative perspective (results discussed in paper 3). A multiple perspective has also been used when
it comes to explain and discuss the view and use of Levels of Automation in assembly systems and in
other areas such as control rooms etc (results discussed in paper 1). Further, paper 4 discusses the
phenomenon of operators’ action space, viewed from three different aspects (information flow to and
from the operators group, level of competence and use of different levels of automation.). The
gathering of this information was done by three different researchers which also resulted in an
investigator triangulation.

2.2 RESEARCH PROCESS

The research in this thesis includes both a deductive research process (Patel and Davidsson, 2003) and
an inductive research process (Starrin and Svensson, 1994). The process is illustrated in Figure 1. The
first step is to formulate an overall aim with the research (purpose of research) in order to focus the
theoretical and empirical collection; without such a research focus, it is easy to become overwhelmed
by the volume of data (Eisenhardt, 1989). From both a theoretical collection and from empirical
collections, a possible academic (theoretical) and industrial (empirical) gap is determined. These gaps
are then formulated into a hypothesis which becomes RQs later in the process. The hypothesis is then
synthesised (i.e. methodologies and methods are developed and validated within industrial case
studies). Finally a more general methodology is developed and effects of its use are determined
(theoretical and practical contribution).



The research process and the different types of triangulation used are illustrated in Figure 1.
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FIGURE 1 RESEARCH PROCESS, INSPIRED BY (EISENHARDT, 1989)
The following sections will describe the different areas and methods used in the research process.

The following sections will describe the different areas and methods used in the research process.

2.2.1 THEORETICAL COLLECTION

According to (Wacker, 1998) a theory (or theoretical framework) contains four components: (1) a
domain where the theory applies, (2) definitions of terms or variables, (3) a set of relationships of
variables and (4) specific predictions and factual claims.

Four areas have been chosen as a base for the theoretical framework and are connected to the
components as follows:

The domain in this thesis is defined as Assembly systems. Definitions of terms and variables are
related to the theoretical definitions of Levels of Automation (LoA) and the definition of set of
relationships of variables are related to different effects usually measured and improved in an
assembly system (excluding cost), i.e. time, productivity, flexibility, complexity. Further, the
assessment variables could be seen as a relation between the different effects and LoA based on results
from a method performing qualitative and/or quantitative assessments. The fourth component, specific
predictions and factual claims (4), will be brought up in each theoretical area and in the discussion
chapter.

The theoretical framework was gathered through secondary data (Merriam, 1994), i.e. books, papers
(conference and journals), theses and reports.



2.2.2 EMPIRICAL COLLECTION AND ANALYSIS

A case study (or empirical collection) is done in order to investigate a current phenomenon within its
real-life context. Case studies typically combine data collection methods such as archives, interviews,
questionnaires, and observations. The evidence may be qualitative (e.g., words), quantitative (e.g., 534
numbers), or both (Eisenhardt, 1989). When the boundaries between the phenomenon and context are
not clearly evident multiple sources of evidence are used (Yin, 2003).

In multiple case studies, detailed information is gathered at several sites, within the same company or
at different companies (Flynn, et al., 1990). The empirical collection used in this thesis is thirteen
industrial case studies that have been carried out from 2007 to 2011. Figure 2 illustrates when the case
studies have been conducted, the relation to the appended papers and in what phase of the method
development (i.e. DYNAMO++) they belong. The author has visited all companies and been part of
all case studies, either as first part participant or as tutor for student thesis*
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Hannifin, Siemens Eka*, Nibe* Powertrain™ Volvo Car Cooperation Empirical
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FIGURE 2 CASE STUDIES PERFORMED BETWEEN 2007 AND 2011

If there are enough cases, some forms of inferential statistical analysis are possible. The choice and
number of cases should be decided with reference to the studied phenomena that are being examined,
the context and the research questions posed (Easton and Harrison, 2004). In analysing the data,
similarities and differences between companies are noted and documented, to the extent possible. For
example, in (Fasth and Stahre, 2008), six of the thirteen case studies are compared in terms of triggers
for change, lean awareness and production layout.

The empirical collection in the case studies has contained four different types of qualitative and
quantitative methods, i.e. Observations, Structured interviews, Measurements of cognitive and
physical LoA and Workshops. The methods are explained in the following sections.

Observations

In observational studies, the researcher can take either the role of non-participant observer (outside
observer) or the role of participant observer (inside observer) (Sekaran, 2000) (Flynn, et al., 1990).
The approach in all case studies has been outside observation. Outside observation uses a neutral
observer to collect data, often employing some methods for ensuring that data are collected
systematically (Flynn, et al., 1990). The methods used for collecting data systematically have been
interviews, measures and workshops. In some case studies, Value-Stream-Mapping (VSM) has been
used in order to map the flow within the company.



Structured interviews

A structured interview involves the use of a form, which specifies questions to be used (Flynn, et al.,
1990). The relevant questions and the order in which they are posed are decided in advance (Merriam,
1994). Other questions may be asked, as well, based on the direction of the conversation; however,
certain questions are standard. Structured interviews permit comparisons between interviewees,
without sacrificing the depth of the personal interview.

Structured interviews were performed in most of the case studies in the present thesis. All interviews
were recorded and then transcribed. According to (Flynn, et al., 1990), the quality of the interview is
raised significantly if the researcher does not have to take meticulous notes.

Other questions were covered by means of an open face-to-face interview with men and women from
different professional categories, i.e. operators, production technicians, production logistics and
production managers. Each interview took approximately 15-45 minutes. In-depth results and analysis
from the interviews can be read about in other papers (Fasth, 2009, Fasth and Stahre, 2008).

Assessment of cognitive and physical Levels of Automation (LoA)

In order to measure cognitive (information and control) and physical (mechanical and equipment)
levels, LoA, a taxonomy developed by Frohm (Frohm, 2008), was used. The taxonomy has seven
steps for each type of LoA and different examples are used as guidelines, illustrated in Table 1.

TABLE 1 LOA-SCALES FOR COMPUTERIZED AND MECHANIZED TASKS WITHIN MANUFACTURING

LoA Mechanical and Equipment

Information and Control

1 Totally manual - Totally manual work, no tools are
used, only the users own muscle power. E.g. The
users own muscle power

Totally manual - The user creates his/her own understanding
for the situation, and develops his/her course of action based
on his/her earlier experience and knowledge. E.g. The users
earlier experience and knowledge

2 Static hand tool - Manual work with support of
static tool. E.g. Screwdriver

Decision giving - The user gets information on what to do, or
proposal on how the task can be achieved. E.g. Work order

3 Flexible hand tool - Manual work with support of
flexible tool. E.g. Adjustable spanner

Teaching - The user gets instruction on how the task can be
achieved. E.g. Checklists, manuals

4 Automated hand tool - Manual work with support of
automated tool. E.g. Hydraulic bolt driver

Questioning - The technology question the execution, if the
execution deviate from what the technology consider being
suitable. E.g. Verification before action

5 Static machine/workstation - Automatic work by
machine that is designed for a specific task. E.g.
Lathe

Supervision - The technology calls for the users’ attention,
and direct it to the present task. E.g. Alarms

5 Flexible machine/workstation - Automatic work by
machine that can be reconfigured for different tasks.
E.g. CNC-machine

Intervene - The technology takes over and corrects the
action, if the executions deviate from what the technology
consider being suitable. E.g. Thermostat

7 Totally automatic - Totally automatic work, the
machine solve all deviations or problems that occur
by it self. E.g. Autonomous systems

Totally autematic - All information and control is handled by
the technology. The user is never involved. E.g. Autonomous
systems

Workshops

Workshops were performed at the end of each case study in order to present the result from the
observations and measures, but also to get more information and ideas about the methodology and the
system. The participants at the workshops were almost always the same that had been participating in
the interviews (at some companies there could be different operators participating in the workshops
and at interviews depending on availability from production). The number of participants was from 5
to 15 persons.
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Validity

Validity is an assurance that the right thing is measured or to what degree the results are connected to
reality (Merriam, 1994). Reliability could be explained as the accuracy of the measures (Sekaran,
2000) or to what degree the measures are repeatable (Merriam, 1994). According to Yin (Yin, 2003),
validity could be determined by discussing four areas;

Construct validity — constructing correct measures for the concept that is being studied
Internal validity — establishing a causal relation

External validity — establishing a domain in which the study could be generalised
Reliability - ensuring that the operation of the study could be repeated with the same result

NS

In the thesis validation was done foremost by the DYNAMO++ methodology and how to measure and
analyse the cognitive and physical LoA. Because the research has been performed in multiple case
studies within industry it is always hard to have 100% reliability because the industry and the
environment are changing over time. A further discussion about validation of the methods used is done
in Chapter 5.

2.2.3 THEORETICAL AND PRACTICAL CONTRIBUTION

The aim of this thesis could be seen from both a theoretical and a practical contribution. Theories are
important for the social and natural sciences because they make possible robust explanations of
previously or currently observed phenomena, and because they are points of departure for forecasts
about future phenomena (May, et al., 2009). The research loop ends by adding new theory (or new
pieces of the puzzle (Kuhn, 1962)) to the scientific world, i.e. theoretical contribution (otherwise it is
not science (Danermark, et al., 2003)). On the other hand, when performing applied science the
practical contribution is as important as the theoretical. In order to get the theoretical and methodology
triangulation perspective, discussed earlier in this chapter, a discussion about the theoretical and
practical contributions seen from a scientific and industrial perspective will be presented. Figure 3
illustrates the different areas and an explanation of the author’s interpretation of each quadrant. The
results or Research Answers (RAs) from the different quadrants will be shown in Chapter 4 and
discussed in Chapter 5.

Theoretical
Definitions etc Empirical validation
Practical .
Operative and structure Use and effect
Scientific Industrial

FIGURE 3 RELATIONS BETWEEN THE THEORETICAL AND PRACTICAL CONTRIBUTION FROM A SCIENTIFIC AND
INDUSTRIAL PERSPECTIVE
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3 THEORETICAL FRAMEWORK

This chapter presents four theoretical areas that have been chosen in order to reach the aim within
this thesis.

3.1 ASSEMBLY SYSTEMS

There are numerous definitions of a manufacturing and production system. There are two main
differences in the view of the definition of a manufacturing and production system. The first is that the
manufacturing system is superior to the production system (http://www.cirp.net, 2008). The second
definition, used in this thesis, is that the production system is superior to the manufacturing system:

A production system is a collection of people, equipment and procedures organised
to perform manufacturing operations at a company. A production system covers all
steps in the chain from raw material to end costumer (Groover, 2001, Léfgren, 1983,
Stahl, 2006, Tangen, et al., 2008).

Production systems can be divided into two categories or levels: facilities and manufacturing support

systems; see Figure 4.
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FIGURE 4 RELATIONS BETWEEN PRODUCTION AND MANUFACTURING SYSTEMS, AND ASSEMBLY OPERATIONS
(GROOVER, 2001)

The processes that accomplish manufacturing involve a combination of machinery, tools, power and
manual labour (Groover, 2001). The manufacturing processes can be divided into two different types:
processing operations and assembly operations. Assembly operations generally have one material flow
(Alting, 1978): Converging flow, corresponding to assembly or joining processes in which the shape is
obtained by joining pre-shaped parts, without removing material to form a new entity. Components of
the new entity are connected together either permanently or semi permanently (Groover, 2001).

The assembly system operates as an integral part of the total production system, which in turn consists
of all the elements that support the manufacturing system (Cochran, 1998). The assembly system can
be characterised as a transformation system, for the purpose of transforming (Bellgran, 1998) or
converting (input) (Andreasen, et al., 1983) geometrically corresponding parts into subassemblies
(Rampersad, 1994) or finished products (output) through manual and/or automated work tasks
(Andreasen, et al., 1983). This integration is achieved by a process where the necessary operations are
integrated in respect of material, energy and information (Andreasen, et al., 1983) that is given
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additional values, properties and qualities, so that the final state of the operations (Bellgran, 1998) is
an organised unit working towards a goal (Andreasen, et al., 1983) that satisfies the previously
declared need (Bellgran, 1998).

According to numerous research (Seliger, et al., 1987) (Westkdmper, 2006) (Nyhuis, et al., 2005)
(Wiendahl, 2002), a manufacturing system can be described from a hierarchical perspective, where
every system can be divided into elements or stations. These can be further divided into part-elements
or tasks. Figure 5 illustrates the hierarchical perspectives used in this thesis.

Resource Space
View View

System
Cell

Station Working
Task Place

Processes

FIGURE 5 STRUCTURING LEVELS AND VIEWS OF A FACTORY (WIENDAHL, ET AL., 2007), EDITED.

There are two structuring levels: working area and working place, and two views: the resource view
proposal by Westkdmper (Westkdmper, 2006) and the space view proposal from Nyhuis (Nyhuis, et
al., 2005) based on H-P Wiendahl (Wiendahl, 2002). Tasks within the working place has been added
as a level in the model (Fasth, 2011), it is done to be able to in count task allocation.

3.2 ALLOCATION OF FUNCTION, TASK OR RESOURCE?

In order to optimize a system some kind of allocation has to be done. In most modern workplaces
there is a close sharing of tasks between people and machines (Prince, 1985).

Throughout history there have been numerous of definitions according how and when to allocate a
task or a function and to whom, man or machine?

One of the most common and debated attempt to allocate different tasks to different resources is fits
list from 1951 (Fitts, 1951), which describes humans’ and machines’ differences. Fitts (Fitts, 1951)
said that using the criteria in his list as the sole determinant of the allocation of functions was to lose
sight of the basic nature of a system containing humans and machines. The Fitts list had little impact
on engineering design practice because such criteria are overly general, non-quantitative, and
incompatible with engineering concepts, and because they assume that functions will be performed by
humans or machines alone (Prince, 1985). Jordan (Jordan, 1963) argued whether you could actually
compare men and machines, and that the two should be seen as complementary, rather than
conflicting, resources when designing a man-machine system. Sheridan (Sheridan, 1995) proposed to
“allocate to the humans the tasks best suited to humans and allocate to the automation the task best
suited to it. It is only when both humans and machine can do the same task, the question of task
allocation becomes an issue (Hancock and Chignell, 1992). Contrary to the widely accepted urge
towards autonomy, the real need is to provide an organic relationship for mutual benefit between the
human and the machine (Tesar, 2002).
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Today there are three different allocation approaches that are used in different stages and at different
levels at companies, i.e. static and dynamic (adaptive) function allocation (Lagu and Landry, 2010),
task allocation (Older, et al., 1997) and resource allocation (Isard, et al., 2009, Jain, et al., 1984).

The first kind of allocation, function allocation (FA), is mostly used early in the design phase before
prototypes or design specification has been determined (Wright, et al., 2000); this makes this approach
a little hard to use in real industry. Wirstad (1979) has summed up the FA process succinctly:
“Although the principle is clear, function allocation has never worked in practice" (Fuld, 2000).

Task allocation of some kind is usually made later, often during system implementation (Cherns
1986,1987) (Waterson, et al., 2002). Different tasks could have multiple recourses suitable for it; Fasth
(Fasth and Stahre, 2010) shows a LoA matrix, where both the physical and cognitive automation,
current and future needed, could be illustrated and analysed. This type of allocation is often a static
allocation based on global optimization. Suitable allocation of tasks between resources (human
operators and machines) and technique has to be made and must be able to be dynamically changeable
over time. However, it is common that designers automate every subsystem that leads to an economic
benefit for that subsystem and leave the operator to manage the rest (Parasuraman and Wickens,
2008).

Generally, the manufacturing requirements of the product need to be matched to the capabilities of
actual resources. This product/resource mapping means that one or more possible resources are
identified for each product operation. The desired degree of flexibility will decide how many
alternative resources are included in this resource allocation. Among the possible ones, a final choice
has to be determined, e.g., by optimization (Lennartson, et al., 2010).

The resource allocation can be based on a simplistic model such as available/unavailable resources.

Such a model can be easily applied if we suppose that there is no resource breakdown, no maintenance
task, etc. In that case, a resource could be allocated to an operation as soon as it is available.

There is a need for a dynamic allocation that can take advantage of the access to instantaneous
evaluation of the situations to choose the best allocation (Hoc, 2000).

A case study that uses dynamically changeable Levels of automation (LoAs) (Fasth, et al., 2008 )
shows that it is possible to change from a human operator to a robot-cell and vice versa in order to
achieve volume and route flexibility. The issue to be shown in this paper is how to model and simulate
this dynamic allocation when alternative resources could be allocated to some operations. Difference
in LoA implies that different resources need to be modelled as precisely as possible so that these
models correspond to these LoA and not to a global resource. Furthermore, models of behaviour,
knowledge and skills for robots and human must be considered in different ways in order to better fit
the real resources.

3.3 LEVELS OF AUTOMATION

A common industrial predisposition is to consider automation investments as “binary” decision, even
though a simple choice between humans or machines for a specific task may be suboptimal. Several
development trends towards highly automated production and shop floor workplaces were seen during
the 1980's and early 1990's. At that time the predominant task allocation strategy was "left-over
allocation". Since the late 1990's trends are changing, much due to obvious shortcomings of
automation to fulfil cost and flexibility expectations.

Thus, to identify, implement, and maintain the correct level of automation in a controlled way could
be a way to radically improve the effectiveness of a system. According to Frohm (2008), to make a
manufacturing system as robust, flexible and adaptable as possible, the system must be resilient to
process variations, such as the introduction of new products, tool changes, product disturbances etc. It
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is thus important to understand how to obtain a balanced manufacturing system that has the proper mix
of operators and machines in order to e.g. obtain the highest profit possible without suffering loss of
product quality. One way to achieve this balanced manufacturing system is to separate the system
description into two basic classes of activities, i.e. information handling and physical work. The next
step would then be to describe the allocation of tasks within each class, i.e. the “level of automation”.

Extensive amounts of research have been done in the area of levels of automation, emphasising
different perspectives. Automation research can be divided into three main groups, i.e.

¢ Mechanical automation (Duncheon, 2002, Groover, 2001, Kern and Schumann, 1985, March
and Mannari, 1981)

e Information and control automation (Bright, 1958, Endsley, 1997, Hollnagel, 2003,
Parasuraman, et al., 2000, Parasuraman and Wickens, 2008, Sheridan, 1992).

e Combinations of physical/mechanical and information/cognitive automation (Frohm, 2008).

To determine what to automate, a classical task allocation strategy from 1951 (the MABA-MABA list)
was proposed by Fitts (Fitts, 1951). It was an attempt to suggest allocation of tasks between humans
and machines by treating them as system resources, each with different capabilities. Two examples,
i.e. “Machines Are Better At” performing repetitive and routine tasks while “Men Are Better At”
improvising and using flexible procedures. At the time, this was a revolutionary thought causing a lot
of debate.

Jordan (Jordan, 1963) argued whether you could actually compare man and machine, and that the two
should be seen as complementary rather than conflicting resources when designing a man-machine
system. Sheridan (Sheridan, 1995) proposed to “allocate to the human the tasks best suited to humans
and allocate to the automation the task best suited to it.” But if tasks in which machines are better
become automated and operators are still required to monitor the automation, maintaining full
situation awareness (Endsley and Kiris, 1995), we might lose more than we gain. Fifty years after Fitts
published his list, Hollnagel (Hollnagel, 2003) argues that the machine (or automation) has been used
for three main purposes over the years (which is in line with Fitts), i.e. to ensure more precise
performance of a given function; to improve stability of performance by relieving people of repetitive
and monotonous tasks; and to enable processes to be carried out faster and more efficiently. So, do
Fitts' thoughts still prevail, or has research turned towards Jordan’s argument?

The decision matrix suggested by Prince (Prince, 1985) was partly in line with Fitts in that some tasks
were better performed by machines and some better by humans. But interestingly Prince also defined a
set of tasks where the same task could and should be performed both by humans and by machines.
Further, when there is no single allocation, the different resources need support from each other, which
is in line with Jordan’s argument. Hancock (Hancock and Chignell, 1992) argues that it is only when
both human and machine can do the same task that the question of task allocation becomes an issue. In
line with Jordan, previous research (Hancock and Chignell, 1992, Hou, et al., 1993, Kantowitz and
Sorkin, 1987, Sheridan, 2000) agrees that the task allocation should be seen as complementary
between man and machine rather than assigning tasks solely to one resource. Thus, suitable allocation
of tasks between resources (human operators and machines) and technique has to be made and must be
able to be dynamically changeable over time. However, it is common that designers automate every
subsystem which leads to an economic benefit for that subsystem but leaves the operator to manage
the rest (Parasuraman and Wickens, 2008). Parasuraman et al. (Parasuraman, et al., 2000) argue that
automation design is not an exact science; however, neither does it belong in the realm of the creative
arts, with successful design dependent upon the vision and brilliance of individual creative designers.
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Table 2, show a summary of definitions of levels of automation from each decade, from 1950 to 2010.

TABLE 2 SUMMARY OF DEFINITIONS OF LEVELS OF AUTOMATION (FROHM, ET AL., 2008), EDITED

Author Definition of Levels of Automation Mechanical Information and
scale control scale

Divides the levels depending on who initiates the control, the
(Bright, human (1-4),the human together with automation (5-8) or the

1958) automation (9-17) 17 -
(Amber The extent to which human energy and control over the
and Amber, | production process are replaced by machines - -
1962)
(Williams, | Automation is the capability of causing a machine to carry out a
1977) specific operation on command from an external source - 5
(Sheridan, | The level of automation incorporates the issue of feedback, as
1980) well as relative sharing of functions in ten stages - 10
Automaticity is defined in six levels from conducting the tasks
(March and | manual, without any physical support, to fully automated 6
Mannari, cognition with computer control
1981)
(Kern and | Degree of mechanization is defined as the technical level in five 309
Schumann, | different dimensions or work functions
1985)
The level of automation goes from direct manual control to
(Billings, | largely autonomous operation, where the human role is minimal 6
1997)
The level of automation in the context of expert systems is most
(Endsley, | applicable to cognitive tasks such as ability to respond to, and 10 5
1997) make decisions based on, system information

The level of automation is defined as the sharing between the
(Satchell, human and machines, with different degrees of human

1998) involvement
The interaction and task division between the human and the
(Parasuram | machine should instead be viewed as a changeable factor which 10+4
an, et al., can be called the level of automation.
2000)
(Groover, | Level of mechanization can be defined as the manning level, with
2001) focus on the machines 3

‘Manual’ tasks are those in which humans are responsible for
(Duncheon, | conducting the task. ‘Semi-automatic’ is a higher level of

2002) automation and involves automated alignment and application by 3(6)
a robot. ‘Automatic’, where material handling is also automated.

The allocation of physical and cognitive tasks between humans
(Frohm, et | and technology, described as a continuum ranging from totally 7 7
al., 2008) | manual to totally automatic

3.4 ASSESSMENT METHODS

In Paper 3, ten assessment methods have been reviewed. A summary of the methods (except
DYNAMO++) is presented in the following two sections, divided into quantitative and qualitative
methods.

3.4.1 QUALITATIVE VERSUS QUANTITATIVE
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The aim with a qualitative method is to interpret and understand a phenomenon (Patel and Davidsson,
2003). The research is done by asking the “journalist triangle” plus two questions, i.e. why, what, who
+ when and where. A quantitative method could be described as gathering data that will be
transformed into figures and numbers to enable statistical analysis (Holme and Solvang, 1997). The
two approaches have different pros and cons depending on in what context the method is going to be
used.

Of course there are extremists in this matter:
"There's no such thing as qualitative data. Everything is either 1 or 0" (Kerlinger, 1960)
and
"All research ultimately has a qualitative grounding" (Campbell, December,1976)

Table 3 shows the main differences between the qualitative and quantitative approach.

TABLE 3 FEATURES OF QUALITATIVE AND QUANTITATIVE METHODOLOGY (MILES AND HUBERMAN, 1994)

Quialitative

Quantitative

The aim is a complete, detailed description.

The aim is to classify features, count them, and
construct statistical models in an attempt to
explain what is observed.

Researcher may only know roughly in
advance what he/she is looking for.

Researcher knows clearly in advance what he/she
is looking for.

Recommended during earlier phases of
research projects.

Recommended during later phases of research
projects.

The design emerges as the study unfolds.

All aspects of the study are carefully designed
before data are collected.

Researcher is the data-gathering instrument.

Researcher uses tools, such as questionnaires or
equipment, to collect numerical data.

Data are in the form of words, pictures or
objects.

Data are in the form of numbers and statistics.

Subjective
Individuals’ interpretation of events is
important, e.g., using participant

observation, in-depth interviews etc.

Objective

Seeks precise measurement & analysis of target
concepts, €.g., uses surveys, questionnaires etc.

Qualitative data are more 'rich', time-

consuming, and less able to be generalized.

Quantitative data are more efficient, able to test
hypotheses, but may miss contextual detail.

Researcher tends to become subjectively
immersed in the subject matter.

Researcher tends to remain objectively separated
from the subject matter.
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The following sections contain theory about nine different assessment methods used as a comparison
to DYNAMO++ methodology in paper 4.

A model for types and levels of human interaction with automation (Parasuraman, et al., 2000,
Parasuraman and Wickens, 2008)

The model is primarily used to analyze ATC (Air Trafic Control) systems with the issue: given
specific technical capabilities, which system functions should be automated and to what extent? The
human performance consequences of specific types and levels of automation constitute the primary
evaluative criteria for automation design using the model. Secondary evaluative criteria include
automation reliability and the costs of action consequences. Such a combined approach—
distinguishing types and levels of automation and applying evaluative criteria—can allow the designer
to determine what should be automated in a particular system. The model does not prescribe what
should and should not be automated in a particular system. Hence, the model provides a more
complete and objective basis for automation design than approaches based purely on technological
capability or economic considerations. Ten levels of automation of decision and action selection are
used for task allocation.

Complementary Analysis and Design of Production Tasks in Socio-technical Systems
(KOMPASS) (Grote, 2004, Wéfler, et al., 1997)

The main aim with the COMPASS method is to design production systems where a human has control
over technology, i.e. automated systems. Expert analysis of existing systems is done based on three
levels of analysis criteria; work system, human work tasks and human machine system. The method is
built on the complementary principle (Jordan, 1963) when designing a system, i.e. humans and
machines are fundamentally different and can therefore not be compared on a quantitative basis but
complement each other, performing tasks in a joint cognitive system (Hollnagel and Woods, 2005).

Cognitive Reliability and Error Analysis Method (CREAM) (Hollnagel, 1996, Hollnagel, 1998)

CREAM is a Human Reliability Analysis (HRA) method, i.e. modeling cognitive errors and error
mechanisms into the risk assessment processes. The basic notion is that of contextual control
modelling, i.e., describing human cognition in terms of the competence for actions and the way in
which the actions are controlled. CREAM can be used to identify the most likely cause of an observed
event--either an accident or an erroneous action. The method can also be used in a predictive way to
derive the likely consequences of specific erroneous actions.

Task Evaluation and analysis Methodology (TEAM) (Johansson, 1994, Wafler, et al., 1997)

The method was developed between 1994 and 1996. The main aim is to evaluate existing advanced
manufacturing systems (AMS) from a user perspective in order to pinpoint efficiency problem areas.
Further to provide support for humans to better interact with complex technology (Wifler, et al.,
1997). Task analysis is presented in an evaluation matrix, developed by Stahre (Stahre, 1995), based
on a combination between Sheridan’s supervisory control and Rasmussen’s human behaviour levels.
Four factors are considered: work environment, work tasks, information flow and system performance
(Johansson, 1994). The method should ideally be performed by multidimensional system design teams
with at least one human factor specialist. Three levels are used for task evaluation: 1) generally
difficult, 2) differentially difficult, 3) tasks known by few operators

Taxonomy for Cognitive Work Analysis (Rasmussen, 1985, Rasmussen, et al., 1990)
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This taxonomy was first published in 80s and should be used for effective support of decision
processes to create a work practise that suits the individual users’ cognitive resources (Rasmussen, et
al., 1990). A work domain should be represented at five levels of abstraction, representing goals and
requirements, general functions, physical processes and activities, as well as material resources
(Rasmussen, et al., 1990). Any of these levels has a work function (what should be used) which can
be seen both as a goal (why it is relevant) for a function at a lower level, and as a means for a function
at a higher level (how this is realized), (Rasmussen, et al., 1994). Moving from a lower level to a
higher level of abstraction means a change in the representation of system properties.

TUTKA production assessment tool (Koho, 2010)

The TUTKA production assessment tool was developed during the end of 2000s. The main aim with
the tool is to assess the current state of a production system and to identify potential and means for
improvements. The tool is comparing the current state of the system with a desired state, i.e. a well
performed production system, by using 33 key characteristics, 6 decision areas and 6 production
objectives.

Systematic Production Analysis (SPA) (Stahl, 2007)

The SPA was developed in 2007-2008 with focus on manufacturing processes such as machining. The
main aim is to measure the existing production condition and to simulate (Jonsson, et al., 2008)
different outcomes regarding three main parameters, i.e. Quality (Q), Down-time parameters (S) and
Production speed/tact (P) in order to reduce cost. The methodology has also been used in assembly
operations (Andersson, et al., 2009), focusing on capacity flexibility and part cost. Two levels of
automation is used to describe the assembly stations (manual/ automatic).

Productivity Potential Assessment (PPA) (Almstrom and Kinnander, 2007 , Almstrom and
Kinnander, 2009 )

The PPA method was developed during 2005-2006 by the institute of innovation and management at
Chalmers University of Technology, Sweden. The main aim is to show the improvement potential of
productivity in Swedish manufacturing companies. The parameters forming the PPA-method are
divided into different 4 levels:

e Level 1 is the core of the method, constituting two parameters for measuring efficiency in
manual work and machine work respectively.

e Level 2 parameters affect productivity at corporate level,

e Level 3 parameters indicate the company’s ability to improve the production while
maintaining a sound work environment.

e Level 4 treats the potential of improving productivity

Four levels of (mechanical) automation are used:

1) Man- Manual,

2) Semi — Semi-automatic
3) Auto — Automatic

4) Proc — Process industry

Lean Customisation Rapid Assessment (LCRA) (Comstock, 2004)

This method is a further development of the Rapid Plant Assessment (RPA) method, which was
developed to help managers to fast determine if a factory was lean or not and discern the factory’s

20



strength and weaknesses where (Goodson, 2002). The main aim with the further develop method,
LCRA, is to provide support in the analysis and/or design of a production system or even en entire
company for mass customisation (Comstock and Brote, 2003). This is done through three evaluation
sheets divided into costumer elicitation, engineering and manufacturing.

3.4.2 DYNAMO

The main aim with this method was to investigate how decisions of automation was made and to work
out a possible framework for design, measuring and visulise automation to be used for strategy
decisions in order to achieve dynamic automation in manufacturing (Séfsten, et al., 2007, Winroth, et
al., 2005). The DYNAMO method was developed during 2004 to 2007 with help of six case studies
and validated with a seventh (except the last step) (Granell, et al., 2007). The DYNAMO method
contains of eight steps, resulting in minimum and maximum levels of the company’s automation
strategy. This method could be seen mostly as a qualitative method because the tools used are
interviews and observations. The taxonomy (se chapter 2) containing seven grades are used as a
reference scale for the observations.

3.5 EFFECTS

The following sections will discuss different types of effects in an assembly system, both direct
measurable and indirect measurable parameters. As described in the delimitations in chapter 1, cost is
off course the primary KPI and the desired parameter to effect. Because it is primary it is will not be
discussed nor brought up in this chapter, but seen as an effect of changing the secondary effects and
LoA.

3.5.1 TIME

Measuring different time parameters has always been important in industry. The basis for
measurements and methods started with F.W Taylors scientific management (Taylor, 1911), motion
studies by Frank and Lillian Gilbreth (Gilbreth, 1911) and later the MTM (Method-Time-
Measurement) by H.B Maynard in 1917 (Bicheno, 2006, Smith, 2004).

While the Gilbreths' motion study work is commonly linked with Frederick Taylor's time studies and
grouped within the various "laws and principles" of scientific management, in reality there is a great
difference between the two. The components which was originally known as the "Taylor system" and
later became scientific management changed how workers where paid, introduced a new division of
labour, as well as expanded and strengthened the role of management. The use of stop watches to
measure and set the proper time for tasks was important, but only as part of the overall system. The
Gilbreths' motion studies where more focused on how a task was done, and how best to eliminate
unnecessary, tiring steps in a process. The main difference between time studies and MTM is that in
the former, the time to perform a task is measured while in MTM an average time is calculated based
on different motions, which means that you do not have to measure on the shop floor to gain a first
hint of how long the task takes. Today, measurement is mainly used for planning, but also to balance
tact lines. This thesis focuses on three time parameters, which are described briefly below.

0 Cycle time -The time it takes to manufacture one individual product, (Mattson, 2004) and for
the operator to finish all of his/hers work tasks (Rother and Shook, 2002).

0 Operation time - Operation time is referred to the lead-time for carrying out one
manufacturing step. It includes waiting time, transport and handling time to the production
group, queue time in the production group, set-up time and production time. It represents one
part of the throughput time. (Mattson, 2004)
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0 Throughput time - The throughput time is the time it takes to manufacture an article from
material and start of the first operation to delivery of a finished quality approved product. The
throughput time is a part of the lead time and includes transport times, queuing time, set-up
time and producing time (Mattson, 2004).

3.5.2 FLEXIBILITY

An early definition of flexibility was provided by Stigler (1939) who defined it as: “Those attributes of
a manufacturing technology which can accommodate grater output variations”. Since then, numerous
definitions of flexibility have been suggested. Sethi and Sethi (1990) demonstrated the use of over 50
separate terms describing flexibility. Slack stated that flexibility is above all other measures of
manufacturing performance, cited as a solution (Slack, 2005). More flexibility in manufacturing
operations means more ability to adapt to customer needs, respond to competitive pressures, and to be
closer to the market (Slack, 2005). The types of flexibility that will be discussed in this thesis are
Volume flexibility, Routing flexibility and Production flexibility.

Table 4 shows definitions of these three types of flexibilities from different perspectives
TABLE 4 DEFINITIONS OF FLEXIBILITY

Product
Flexibility

Volume
Flexibility

Authors Routing

Flexibility

The ability to handle a change
in volume for a specific unit.

The ability to reroute a
product’s path if a unit
doesn’t work.

The ability to add and remove

(Gerwin, 1983) details from the mix over time

(Browne, et al., 1984)

(Mattson, 2004)

(Slack, 2005)

(Stahl, 2006)

The ability to manufacture
profitably in spite of a shifting
manufacture volume.

A company’s ability to adjust
to variations in demand
volumes.

The ability to change the level
of aggregated output

The ability to change
production volume while
retaining the effectiveness and
the moving costs tied to the
production tact.

The ability to manufacture a
product in an economical
way.

A company’s ability be able
to produce customised
products within a given
product concept and lead-time
that fulfil customer demands
for variation

The ability to introduce novel
products, or to modify
existing ones.

The ability to develop, buy
and produce new products
and to modify the product and
the assembly system for
normal and nominal
production.

The ability to continue
manufactures a product in
spite of a tool breakdown.

An operation that could be
used as an alternative
manufacturing step in another
production group if the usual
operation and production
group are unavailable or
unusable due to under
capacity or machine
breakdown

The ability to produce a
multitude of products and
handle changes in production
planning.

3.5.3 PROACTIVITY

According to (Frese and Fay, 2001), research focuses on reactive performance concepts, where people
have to fit given tasks. Occurring needs and solutions become responses to existing problems, i.e.
highly reactive actions. The introduction and ramp-up of a new product is often a discrete and unique
event rather than part of the long-term development of the assembly system. It is questionable whether
the reactive approach is sufficiently progressive and competitive. Instead, assembly systems need to be
dynamic and evolvable to really constitute long-term assets for the manufacturing company (Onori, et
al., 2006). Consequently, the preferred assembly system should have the ability to proactively meet
emergent and long-term fluctuations. In dynamic environments, the activities of the operators’ job are
no longer fixed and the work situations he/she faces are unlikely to be identified by work instruction

22



sheets. It is assumed that assembly work settings enabling proactive behaviour on the part of the
human operators, which is important for managing the increasing uncertainty of work contexts
(Griffin, et al., 2007).

The approach is based on the concept of proactivity: the ability of operators to control a situation by
taking action and effectuating changes in advance ensuring a favourable outcome (Dencker, et al.,
2007). This is in line with (Griffin, et al., 2007), who defined proactivity as:

“the extent to which the individual takes self-directed action to anticipate or initiate
change in the work system or work roles”

In work situations characterised by uncertainty, where aspects of work roles cannot be formalised, a
proactive assembly system with a focus on active operator participation may be favourable and is
supported by several studies [see e.g. (Crant, 2000, Dencker, et al., 2007, Frese and Fay, 2001, Parker,
et al., 2006)] (Bruch, et al., 2008).

Proactive behaviour by operators supports both the short and long term development of proactive
assembly systems (Crant, 2000) stated that

“Proactive behaviour can be a high-leverage concept rather than just another
management fad, and can result in increased organizational effectiveness™

Proactive behaviour can be characterised by 1) anticipation of problems related to change, 2) initiation
of activities that lead to a solution of the change-related problems and improvements in the work, and
3) resolution of change-related problems (Sherehiy, et al., 2007).

Proactive operators’ decisions are influenced by clues, early warnings, uncertain information, lack of
information and the overall objectives. The latter is important, as proactive operators are expected to
have a long-term view of and anticipatory perspective on the development of their work place (Bruch,
et al., 2007). Such a system consists of technical components efficiently integrated with human
operators to constitute reliable resources in the manufacturing system. In this way, present and future
requirements for sustainability, flexibility and robustness can be met (Dencker, et al., conditionally
accepted for publication). The effect of predicted and unpredicted disturbances can be minimized, thus
enhancing the availability of the entire assembly system (Flegel, et al., 2005). Unfortunately, the use
of proactivity as a competitive factor in assembly system design is not widespread (Dencker, et al.,
2009)

3.5.4 COMPLEXITY

Complexity can be defined as: “the complexity of a system is the degree of difficulty in predicting the
system properties, given the properties of the system’s parts” (Weaver, 1948). Complexity can be
divided into three sub parts, illustrated in Figure 6.
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Perceived Objective

Behavioural

FIGURE 6 ILLUSTRATES A DIVISION OF COMPLEXITY INTO PERCEIVED, OBJECTIVE AND SUBJECTIVE
COMPLEXITY

Perceived complexity is in research closely related to managing and handling critical events,
production disturbances, frequent changes, unknown situations, unpredicted situations, and difficult
work tasks etc. [6-8]. Hence, as production systems become more complex there is more that can go
wrong, in several ways, and it is increasingly difficult to predict faults [9]. Human cognitive skills at
different levels in the organization are increasingly crucial when manufacturing systems are becoming
increasingly complex and subjected to changes and uncertainties [10].

Objective complexity can be further divided into:

e structural complexity Blecker et al. (Blecker, et al., 2005)or static complexity Frizelle (Frizelle
and Suhov, 2001). Characteristics are related to fixed nature of products, hierarchical
structures, processes, variety, and strength of interactions.

e Behavioral complexity (Asan, 2009) is characterized by dynamism, nonlinearity, deviation
from equilibrium, history, adaptive, emergent structures, and self-organisation evolution.
Dynamic complexity, which is caused by external and internal sources within the operation,
like variations in dates and amounts due to material shortness, breakdowns, insufficient
supplier reliability.

Regarding subjective production complexity, the same production system or situation may be

perceived differently depending on a number of different factors such as individuals’ skills,
competence and experience (Fassberg, et al., 2011).
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4 RESULTS

This chapter presents the results from each paper, how these are related to the research questions and
the four theoretical areas.

Table 5 shows a summary of contribution of each paper in relation to the three RQs and the theoretical

areas, brought up in previous chapter.

TABLE 5 HOW THE PAPERS CONTRIBUTE TO THE RQ:S AND THEORETICAL AREAS

Theoretical and practical
contribution
> >
E5 22 |m|e 2
o < Q,, a o) %] %
82|58 o g §
Zolaglg (B2 Comments and contribution
g = « =§ <
Why is it important to quantify Levels of Automation (LoA) in an
RQ1 X X assembly system context?
P, present result from a literature study done to describe the lack of
Paper 1 X X quantitative methods when assessing Levels of automation in
assembly systems.
P, reviews ten assessment methods thru a literature study to
Paper 4 X X determine if these models are assessing LoA and so, if this is done
uantitative or qualitative.
How should LoA be quantified, measured and analysed in
RQ 2 X X assembly systems?
Paver 2 X X P, present a methodology, DYNAMO++, for measuring and
P analysing LoA based on five case studies and a literature review.
Paper 3 X P; presents results from seven case studies using DYNAMO++
X X Ps is introducing the ProAct meta model which describe the relation
Paper 5 between automation, information and competence. This is a further
development of the methodology described in P,.
P, describe a concept model containing a main loop for measuring
Paver 1 X X and analysing LoA and other important areas to consider when doing
P a task allocation between resources. A further development of the
meta methodolo resented in P,.
RO 3 X X X | What are the expected effects of analysing and changing LoA?
Paper 3 X x | P; presents results from seven case studies to determine if to change
P LoA in order to achieve the triggers for change
Paper 1 X X Considering LoA related to Time and Flexibility
Paper 5 X X x | Pspresents how LoA could affect Proactivity
Pg is describing thru an industrial case study, the relations between
Paper 6 X X |assembly errors, complexity and LoA and how to quantify these in
an assembly context.

The sections below summarises the appended papers in relation to the RQs
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4.1 RESULTS RELATED TO RQ1

The sections below will give a short description of the most important results in the papers related to
RQI1: Why is it important to quantify Levels of Automation (LoA) in an assembly system context?

The way companies choose and use their resources has been an issue ever since the craftsman became
an operator, and the manual work became more automated. This research question will discuss why
automation needs to be put in a quantitative context. Furthermore, why both the physical and
cognitive automation needs to be addressed when measuring, analyzing and improving an assembly
system.

4.1.1 PAPER 1

The aim of this paper was to describe the need for quantitative methods when wanting to measure and
analyse different automation solutions in assembly systems. The part of the paper related to RQI is
based on literature studies.

According to Fasth et al (Fasth and Stahre, 2008) and Séfsten et al. (Bellgran and Sifsten, 2005,
Séafsten and Aresu, 2000), a majority of companies studied, have a clear picture of why to change their
system. However, the evaluations are often informal and unstructured, i.e. interpretation rather than
facts. To choose solutions based solely on experience and interpretation rather than facts and numbers
might not be the optimal solution when designing a system. A more reliable and objective quantitative
method is therefore needed.

A problem related to MABA-MABA-oriented methods is the simplicity e.g. “put your allocation
problem into the method and the solution will emerge from the other end” (Dekker and Woods, 2002).
The methods do not really explain the cognitive actions for how and when to intervene, nor do they
describe how to switch from level to level. The relevance of a task allocation process is obvious, yet
there is still lack of systematic methods and, more importantly, methods that can be applied to
advanced technological systems (Older, et al., 1997). Another problem with new methods and tools in
the human factors area concerns their lack of uptake and use by system developers. New methods
must therefore be developed jointly with its users, i.e. adaptable to be put in practice (Older, et al.,
1997, Waterson, et al., 2002), furthermore the method must be validated within its planned area of use.

The paper compares requirements from (Older, et al., 1997, Waterson, et al., 2002) with the concept
model developed by (Fasth and Stahre, 2010) in order to see if the concept model is fulfilling them.
The concept model and the validation of the model are described under RQ?2.

The taxonomy is a seven-step reference scale, for cognitive and physical LoA aiming at quantifying
tasks with help of different Levels of Automation. Frohm (Frohm, et al., 2008) defined physical tasks
as the level of automation for mechanical activities, mechanical LoA, while the level of cognitive tasks
is called information LoA. Mechanical LoA is WITH WHAT to assemble, while Cognitive LoA is
HOW to assemble on the lower levels (1-3) and situation control on the higher level (4-7) (Fasth and
Stahre, 2008).

! Fasth, A. and Stahre, J. (submitted 29 June, 2011), Task allocation in assembly systems —Measuring and analyzing Levels of Automation,
special issue (Theoretical Issues in Ergonomics Science)

26



A matrix integrating the two reference scales, as seen in figure 7, forms a 7x7 matrix, resulting in 49
possible types of solutions for task allocation, each including a physical LoA and a cognitive LoA.

The figure displays the division between human and machine assembling and monitoring the tasks.

Machine assembling — A machine is performing the task and a human has a monitoring role or no role
at all (in totally autonomous systems)

Human assembling and monitoring — A human is performing the task and also monitoring her own
work (or has no technique helping her monitoring the work)

Machine/technique monitoring — A machine or technique is monitoring the task performed either by

human or machine.

When the machine/technique is both performing and monitoring the task, humans could still have a

superior monitoring on station or factory level.

LTOAPh}'Sical

Totally automatic

Flex. work station

Machine|assembling

Static workstation

Auto. hand tool
Flex. hand tool
Statistic hand tool

Totally manual

Humap assembling
monitornkng Machine/ technique
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FIGURE 7 MATRIX ILLUSTRATING PHYSICAL AND COGNITIVE LEVELS OF AUTOMATION (LOA)

The matrix is used as a quantitative way of measuring the current LoA in the chosen areas” tasks. The
result is used for further analysis to meet triggers for change and also to make the company understand
their mind set in a clearer and more objective way when it comes to automation.
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4.1.2 PAPER 4°

This paper reviews ten methods or models developed during the last twenty years used for redesign,
measuring or analysing a production system (further information about the different methods and
models is to be found in Frame of reference). Furthermore, a comparison is done between the methods
and models based on four focus areas, seen in table 6. The comparison is done with the aim of putting
the developed DYNAMO-++ and concept model into perspective due to the other methods and models.
A literature study is used in order to review the methods and the focus areas.

TABLE 6 SUMMARY OF THE ASSESSMENT METHODS AND FOCUS AREAS

Assessment methods Focus areas

- 1. What t scale and level of ch ithin  th
BB DYNAMO++ (Fasth, et al, 2010) and . at assessment scale and level of change within the
production system is the main focus?

Concept model (Fasth and Stahre, 2010)

2. Assessment objectives i.e. what is the methods’ main

TUTKA production assessment tool
measurement parameters?

(Koho, 2010)
Bl

HEE Systematic Production Analysis (SPA)
(Stahl, 2007)
L

3. Assessment methods i.e. qualitative or quantitative methods?

4. Where within the dimensions of Socio-Technical and Physical -
Cognitive are the methodology’s main focus?

BB Productivity Potential Assessment (PPA)
(Almstrém and Kinnander, 2007 )
L]

BB [can Customisation Rapid Assessment
(LCRA) (Comstock, 2004)

A model for types and levels of human
interaction with automation (Parasuraman, et al.,
2000)

Complementary Analysis and Design of
Production Tasks in Socio-technical Systems
(KOMPASS) (Grote, 2004, Wifler, et al., 1997)

L

BB Cognitive Reliability and Error Analysis
Method (CREAM) (Hollnagel, 1996, Hollnagel,
1998)

L]
BB Task Evaluation and analysis Methodology
(TEAM) (Johansson, 1994, Wiifler, et al., 1997)
Bl

B Taxonomy for Cognitive Work Analysis
(Rasmussen, et al., 1990)

The selection of methods is always hard to do but in this case the author chose methods related to
national and international well-known and well-cited developers.

Focus area 1 has been chosen to be able to determine if the models or methods should or could be used
in a design phase or in a running phase of the system, i.e. large or minor changes. Furthermore, if the
methods had a strategic and organizational approach or a “shop-floor” approach.

Results show that all of the methods had a shop floor approach. This resulted in an empty quadrant in
the evaluation matrix (Socio-Physical), in focus area 4.

Focus area 2 has been conducted in order to determine if the method is primarily investigating cost
and/or productivity issues or if the methods are investigating other effects as well.

2 FASTH, A. (Accepted for publication) REVIEWING METHODS FOR ANALYSING TASK ALLOCATION IN A PRODUCTION
SYSTEM International journal of logistic management.
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To illustrate the results from focus area 3 and 4 a matrix were developed with two axes. The first axis’
dimensions are Socio and Technical and the dimensions of the other axis are Physical and Cognitive.
This forms four areas in which the methods and models could be placed.

Focus area 3 are aiming to investigate if the more quantitative methods is placed in the technical-part
quadrant and the more qualitative methods are place in the socio-part of the system.

Focus area 2 and 3 are closely connected to each other. If the method is focused on cost and
productivity it is defined as quantitative and is grouped in quadrant Technical-physical. If the methods
are more focused on cognitive behaviour and sociological aspects they are usually qualitative and
grouped in the Socio-cognitive quadrant.

The Socio-Physical quadrant has a more organisational approach and the Technical-Cognitive
quadrant is treating artificial intelligence and autonomous systems. None of the methods were place in
these quadrants.

Focus area 4 is a result of the first three focus areas and resulted in a matrix illustrated in Figure 8
where the ten assessment methods are placed due to results from the earlier focus areas and the
definitions of the quadrants. The aim is to determine how the methods are handling the issue of assess
task allocation and Levels of automation in their models.

Socio-Physical Technical-Physical

Socio-Cognitive Technical-Cognitive
6.A model fortypes and

levels of human interaction

with automation R

7. COMPASS

8. CREAM

9. TEAM

10. Taxonomy for Cognitive
Work Analysis

FIGURE 8 RESULT OF THE METHOD REVIEW (FASTH, ACCEPTED FOR PUBLICATION)

Results show that the methods conducted before the year of 2000 had a clear Socio-cognitive and
qualitative approach while the method conducted after the year of 2000 had a more Technical-physical
and quantitative approach towards the issue of automation and resource and task allocation in the
system. Only DYNAMO++ had the main focus on measuring and assesses Levels of automation.

The result shows that the DYNAMO++ and the Concept model is in-between the socio-cognitive
models and the technical-physical models when measuring and analysing a production system. The
model takes into consideration both physical and cognitive Levels of Automation in a more delicate
scale than the other methods and models which makes the task allocation measurements and analysis
more precise. Furthermore, the model also considers the social aspects in terms of competence within
the operator group and the information flow to and from the cell or station.
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4.2 RESULTS RELATED TO RQ 2

The sections below will give a short description of the most important results in the papers related to
RQ2: How should LoA be measured and analysed in assembly systems?

This research question will explain the evolution of finding an easy-to-use methodology for industry
and a more logic concept model to enable data analysis, developed by the author for measuring and
analysing LoA in assembly systems.

42.1 PAPER2’

The aim of the second paper (Fasth, et al., 2008 ) was to present the further development of the
DYNAMO methodology (Frohm, 2008) with focus on the analysis phase and its constituent steps. The
methodologies used to write this paper were observations and semi-structured interviews and measures
in the industrial case studies and literature study. A total of thirteen cases were analysed:

e FEight case studies [Two of the case studies within the ProAct project and six of the case from
the DYNAMO project (Granell, et al., 2007)] were performed with the DYNAMO method.
e Five case studies were conducted to validate the developed methodology, DYNAMO++.

The DYNAMO method consists of eight steps. The developed method consists of twelve steps,
divided into four phases. The skeleton of the DYNAMO method, i.e. the first six steps (with minor
changes), is used as a base for the further development. The first two phases, i.e. pre-study and
measurement, investigate the current state of the system e.g. product variants, number of components,
number of operations and tasks within the chosen area, number of shifts and number of operators and
levels of automation (LoA). Methods used are Value Stream Mapping (VSM), Hierarchic Task
Analysis (HTA), structured interviews and the LoA taxonomy.

The major contribution of the further development of the method is within the analysis and the
development of the implementation phase. One of the main developments in the analysis phase is the
attempt to transform the reference scale, developed by Frohm (2008) into a more logical description of
a matrix. Described in equations 1.1-1.3:

1 < LoA < 49 (Eq. 1.1)
LoAwa — (LoAmecn) /\ (LoAjns,) (Eq. 1.2)
WHERE

LoA e () = 1< y <7 and LoAug (x) <1< x < 7 (Eq. 1.3)

Eq 1.1 describes the number of possible solutions within the matrix (LoA 1)
Eq 1.2 describes the relation between LoAecn (later LoAphysical) and LoAng, (later LoA cognitive)

Eq. 1.3 defines the discrete steps at each axis

The equations were formulated to get a logical ground and to be able to add dimensions or parameters
to the methodology. This matrix is used to visualise the different levels of automation. It is also used
in the analysis phase to show the results of the measurements and the suggestions of possible
improvements.

3 Fasth, A., Stahre, J. and Dencker, K. (2008) Measuring and analyzing Levels of Automation in an assembly system.
Proceedings of the 41st CIRP International Conference on Manufacturing Systems (ICMS), Tokyo, Japan.
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Furthermore a square within the LoA matrix was developed in order to simplify and visualise the
result of the analysis step. The Square of Possible Improvements (SoPI) illustrates the span within the
matrix by which the companies believe their systems could be improved, in terms of different
parameters, resources and demands. The logic behind SoPlI is illustrated in equations 2.1-2.6:

SoPI — (LoA peeh (min; max)) /\ (LoAjus, (min; max)) (Eq. 2.1)
SoPI = LoA e (Min; max) * LoAj,q (min; max) (Eq. 2.2)
WHERE

LoApeeh (v) =1 <min <max <7 /A LoAju (X) =1 <min <max <7 (Eq. 2.3)
SoPlg < LoA g (Eq. 2.4)
SoPl,g © LoA o (Eq. 2.5)

Eq 2.1 defines the relation between the SoPI and the axis

Eq 2.2 defines the square itself

Eq. 2.3 defines the discrete steps within the square

Eq 2.4 defines that the square itself should have less or equal number of solutions than the matrix

Eq. 2.5 defines that the solutions of the SoPI should be e part of the solutions within the matrix.

In order to prevent sub-optimisation from task to operation optimisation, one condition regarding this
was developed. In order to perform an operation optimisation, all the SoPl,y has to be represented in
the SoPI,peration 1 order to make an optimisation (Eq. 2.6); if not, one solution is to do an optimisation
with some of the tasks and do a task optimisation on the others. It could be described as:

2" SoPl,
IFF SoPLyperation & tosk=1 . THEN operation optimisation is possible (Eq. 2.6)

The Square of Possible Improvements (SoPI) indicates the span within the matrix where company
personnel believe their systems could be improved. The improvement potential is seen from different
perspectives described by parameters, resources and demands. It is important to state that the
information from the current state analysis is used as input for the future state solutions. The
development of extended method logic and the addition of the time dimension to the existing LoA
reference scales will make it easier to simulate different assembly system solutions. Moreover, it will
provide a measurable value that can be used for comparing the present and future assembly system.
This would provide companies with a deep foundation for decision making in the planning and
implementation phases of their future assembly system. Focus on time parameters and follow-up
would facilitate measurement of the change from the old to the new current stage. Moreover, it would
provide a measurable value with which comparisons between the present and future assembly systems
is made possible.
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42.2 PAPER3’
The aim of this paper was to investigate if there were relations between the parameters time, flexibility
and LoA. Three questions were discussed:

e Time and/or Flexibility has been important in the latest paradigm shifts; is it still important
today?

e Does Levels of Automation need to be changed to achieve time savings and/or increase
flexibility in today's assembly systems?

e Could Lean tools like JIT simplify the understanding about Levels of Automation, flexibility
and time savings?

In order to answer these questions six case studies were conducted using the DYNAMO++
methodology illustrated in Figure 9.

Measuring and analysing Levels of Automation, DYNAMO++ (Fasth 2008) J
l PHASES PHASE .
PHASES Analysis Implementation | PHASS .
Pre stud n mplementation
Y Implemzsntation _ Step 12
Measurement - Step 10 P
New Current state]

Triggers for changing the current assembly system: internal or external demands/requirements

FIGURE 9 AN OVERVIEW OF THE 4 PHASES IN THE DYNAMO ++ METHODOLOGY (FASTH AND STAHRE, 2008)

In the current state, data were gathered about flow, type of assembling and number of products in the
measured area. Flow and time parameters were also documented. A measurement of the current state’s
Level of Automation was carried out; the value is based on the automation level that the operator used
to perform the task. The result of the current state phase is illustrated in Table 7.

TABLE 7 CURRENT STATE IN SIX CASE STUDIES

LoAmecnancal wseg

Current stage Company A | Company B | Company C Company D Company E Company F

Production area Engine Chemistry Electronics | Cooling modules Trucks Vessels [30]
parts [28] [29]

Type of flow U-cell Line U-cell Job Shop Line U-cell

Type of ATO ATS ATO ATS ATO ATO

Assembling

Type Assembling Batch Batch One piece Accord based One piece flow Batch

flow

MNumber of 2 main 2 main 2 main 3 main 3 main 4 main

Products 30 vanants Costume made 8 variants

Number of Stations 4 9 3 8 5 9

Average 1 5 3 1 3 1

LoAwmwmasan usea

Average 1 5 5 1 1

ATO — Assemble-To-Order
ATS — Assemble-To-Stock

4 Fasth, A., and Stahre, J., Does Levels of Automation need to be changed in an assembly system? - A case study,

Proceedings of the 2nd Swedish Production Symposium (SPS), Stockholm, Sweden, 2008.
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Results from interviews regarding the companies’ trigger for change (illustrated in Table 8) show that

Flexibility, e.g. Volume and product, and Time, e.g. through-put time, still are important factors for

the companies to consider when redesigning their systems.

TABLE 8 TRIGGERS FOR CHANGE AND LEAN AWARENESS

Company A | Company B | Company C Company D Company E Company F
Triggers for Increase Decrease Volume Wants to buy a Simplify the Increase
change quality throughput | and product robaot information flow volume and
iIncrease time flexibility (increase to the operators product
Cognitive mechanical LoA) flexibility,
LoA) visualise the
flow
Lean Awareness Middle Mone High MNone Middle Middle
{use of JIT tools
[11])

High — The message had reached the operators and almost all the tools were implemented
Middle — Started with the eary-on tools [11], the implementation had stopped at the white-collar worker level
MNone — have almost not heard of Lean Production

As a part of the analysis work, LoAs were measured and a SoPI was illustrated based on the logic
from paper 2. Figure 10 illustrates an example from case study A, where the left matrix is an example
of a task allocation for task 1.1 and the right matrix is an example of a possible operation optimisation
between task 1.1-1.5. The matrix shows how the possible solutions decreases when going from a
single task optimisation (18 possible solution) to a operation optimisation (6 possible solutions)

Task optimisation Possible operation optimisation

F 3 A
7 7
6 5
5 5
4@\%\‘\\&\ :
3 &\\xx 3
1 R 1| 1 R
123 456 7 123 456 7

Measured value, LoA= (1.4)
SoPT=(1-4;1-6)

FIGURE 10 TASK AND POSSIBLE OPERATION OPTIMISATION

Results show that either the mechanical or information LoA needed to be changed in almost all
companies in order to reach their triggers for change; LoAitormation (50 % of the companies) in terms of
digital assembly instructions in different levels due to the operators’ competence and experience, or
visualisation of the production in terms of state lamps. LOA echanical (33 % of the companies) in terms
of conveyers (transport automation), and variable automation in terms of redundancy or plug-and-play
flows. The degree of Lean awareness also seemed to have an impact on how these three parameters
were treated. The companies with middle or high lean awareness found it easier to understand the
DYNAMO++ methodology and the term Levels of Automation. Further, it was easier for them to
understand time savings in terms of non-valuable time.
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4.2.3 PAPERS’

The aim of this paper was to describe a Meta methodology (the ProAct loop), for designing a proactive
system in a structured way considering Automation (LoA), Competence (LoC) and Information (Lol),
aiming to increase flexibility, achieve time minimization and increase the operators’ action space. The
effect of investigating the three areas is discussed in RQ3.

It is important to consider both the qualitative and quantitative aspects when redesigning an assembly
system. The socio-technical school [42, 43] could be seen as an alternative in order to expand the
operator action space and to find the interaction between the three areas, i.e. automation, competence
and information. The “social system “could be related to the operators’ roles, Level of Competence
(LoC), Level of Information (Lol) and the cognitive Level of Automation (LoA). The technical system
could be connected to mechanical LoA and in some cases Lol in terms of technical solutions
(information carriers). The ProAct-loop, shown in figure 11 (illustration to the left), is a Meta
methodology connecting the three areas by combining theory and methods. The loop is used in two
iterations, the current stage mapping and the future stage analysis. The methodology was tested and
validated in five Swedish production companies in 2007 and 2008.

Areas LoA LoA LoC Lol
Levels cognitive physical
1 Totally Totally Skillbased Insufticient
@ m manual manual
@ 2 Decision Statistic Rolebased Sufficient for
LoA LoC @ Qiving hand tool expert operator
Methodology: Situation 3 Teaching Flexible Knowledge Sufficient for
DYNAMO== awareness Cgﬁ:g; t:ice hand tool based novice operator
Lol 4 Questioning Automatic Toomuch
hand tool
5 Supervising Static
workstation
@ 6 Intervene Flexible
work
Analysis for needed station
i formati
information 7 Totally Totally

autormatic autornatic

FIGURE 11 METHODOLOGIES USED IN THE PROACT LOOP AND THE DIFFERENT LEVELS OF MEASUREMENT

In order to make a first statement about the system and its proactive potential, an attempt to quantify
the three areas were done, illustrated in Figure 11 (illustration to the right). Through a deep
understanding of the interaction and relation between the three areas, companies can avoid over- or
under-automated systems. Also, excessive information and incorrect competence levels can be
avoided. Further, companies will be able to balance the three areas and do changes where it is most
needed. For example, low competence level can to some extent be compensated by higher levels in the
information and/or automation area and vice versa. The operators' situation awareness will improve,
thus increasing their ability to act proactively.

> FASTH, A., BRUCH, J., DENCKER, K., STAHRE, J., MARTENSSON, L. & LUNDHOLM, T. (2010) Designing
proactive assembly systems (ProAct) - Criteria and interaction between automation, information, and competence Asian
International Journal of Science and Technology in production and manufacturing engineering (AIJSTPME), 2 (4), 1-13
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4.2.4 PAPER 1°

The aim of this paper was to describe a concept model containing a main loop for measuring and
analysing LoA, illustrated in Figure 12. Furthermore, the concept model aims at mapping other areas
that are important to consider when doing a task allocation between resources. The concept model is a
further development and a leaner version of the ProAct methodology presented in Ps. The concept
model is aiming at determining appropriate task allocation with a span of various levels of automation
in assembly operations.

Methods used in this paper are empirical collections, i.e. interviews and measures and a theoretical
framework. The concept model was first presented in a proceeding at the 3rd CIRP Conference on
Assembly Technologies and Systems’.

Main loop

/ Comparing — \ —

Operators, technology flow LoA Carrier Content
y [ ¥ Y
Changing n Analysim{ Measuring
Taskallocation | L2"sicering Presented by
— = =
Perform !
+=Curentstgge-new cumentstage il Lot
SoPl{LoA,LoA ) T
Gathered from
Analysing with help of Need Ciran
state
Triggers for change information

\_ _/

FIGURE 12 CONCEPT MODEL, FURTHER DEVELOPED FROM DYNAMO++ (FASTH AND STAHRE, 2010)

The model contains two parts. The first part is the main loop which has its base in the 12-step
methodology of DYNAMO++, described in paper 2. The second part is describing the other
parameters that are important to consider when re-designing an assembly system. Both parts are
related to the ProAct loop presented in paper 4.

The results from this paper are an attempt to describe the underlying methodologies in a more visual
and leaner way. Furthermore, the concept model is an attempt towards a more logical explanation in
order to develop a future ontology.

6 FASTH, A. & STAHRE, J. (2nd Review) Task allocation in assembly systems -Measuring and analysing Levels of
Automation, Special issue (Theoretical Issues in Ergonomic Science)

7 FASTH, A. & STAHRE, J. (2010) Concept model towards optimising Levels of Automation (LoA) in assembly systems.
Proceedings of the 3rd CIRP Conference on Assembly Technologies and Systems, Trondheim, Norway
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4.3 RESULTS RELATED TO RQ 3

The sections below will give a short description of the most important results in the papers related to:
RQ3: What are the expected effects when analysing and changing LoA?

Cost is a common parameter that is often used when improving production systems. This research
question will discuss whether there are other parameters that are linked to LoA and could get as good
or better results than just focusing on cost when deciding if the level of automation should be changed.

43.1 PAPER I°

Results from Paper 1 show that it is possible to compare two different levels of automation and to use
them as alternatives in order to create flexibility in the system (volume and route). The results are
illustrated through a case study. Part of the results has also been published (Fasth, et al., 2008 )and
(Fasth and Stahre, 2008). The first two phases in the DYNAMO++ were used for a current state
analysis. The company’s trigger for change was to increase volume flexibility for a specific product
family. In order to analyse if this was achievable an illustration of the product flow and an
investigation of the bottleneck was done. The company had integrated redundancy in the bottleneck
station, as illustrated in Figure 13. The matrix shows two different alternatives that were used for
assembling. Alternative 1, the main path, is a robot cell, LoA= (6; 5). The second alternative is a
station with an operator and a fixture, LoA= (5; 3). This solution was used as an alternative when the
robot cell was unusable. In order to fulfil the enhancement of volume flexibility, a solution is to use
both stations and to perform task allocation, i.e. dynamically changeable LoA depending on the order
status on a daily basis.

LoApiysial
Totally automatio | LoA®S); PyeCT=25 min
o
51 Flex. work stalon | LoAB:Py=CT=32 min
Stafio workstation .—_""’
2 Auto. hand tool
0. hand 100
_ P,py= Routing and
LoA=(3.5) LoA=(36) Flex. hand ool Volume Flexibilty
Statistic hand tool
Totally manual .
S4 7 9 3§ 0 ¢ I ¢ L0Acginne
4 8 ¢ £ gz &
g HA g 3 2 &
= £ z 8 § ¢ 7
% : 22 28 3¢
=1 =] =
A U-celllavoutwith E ; e §
Tedundameym station 3 - e 5

FIGURE 13 OBSERVED LOA AND CYCLE TIME (C/T) VALUE FOR STATION 3 (S3)

8 FASTH, A. & STAHRE, J. (2nd Review) Task allocation in assembly systems -Measuring and analysing Levels of
Automation, Special issue (Theoretical Issues in Ergonomic Science)
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The result of this task allocation gave four alternatives to elaborate regarding volume and route
flexibility.

The robot cell is used as the main resource in the system. The productivity for one
normal day is 24 products per hour, i.e. 192 products per shift. Assume that a
breakdown for two hours happens on the robot cell. Without the routing flexibility the
loss will be 24 parts per hour = 48 products. With the routing flexibility the company
is able to use the static work station under the reparation producing 18 products per
hour, i.e. a loss of 5 products per hour = 10 products.

The four alternatives give a variance of 144 products (min 152, max 296).

The amount of products produced with different alternatives is shown in Figure 14.

No. Of Products

Assembling instrument clusters

350

300 |

350 Volume Flexbility
Max 296 products

200

Min 152 products

150
100
50

Waorking hours

= = = Cambined Robot 6h+manual 2 =——ge— Rob0t == Manual

FIGURE 14 CREATING VOLUME FLEXIBILITY THROUGH TASK ALLOCATION

This case shows how task allocation and changing recourses could be illustrated in an easy way for the

company so that it can take well-founded decisions due to the volume it wants to produce.
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4.3.2 PAPER 5’

The results in this paper related to RQ3 are to investigate the criteria and interaction between three
areas: automation, information, and competence in order to design a proactive assembly system. The
methods used to achieve this were the DYNAMO++ methodology, definition of operators’ roles and
work tasks(Sheridan, 1995, Stahre, 1995) and the Skill-Role-Knowledge(SRK)-model (Martensson
and Stahre, 2003, Rasmussen, 1983) . Through a deep understanding of this interaction, an optimising
of the separate areas in a structured way using the proposed Meta-method (the ProAct-loop, described
under RQ2) could be done. As a result, companies will be able to balance the three areas and optimise
where it is most needed. One example is the short-time planning and the ability to adapt to for
example increased need for more products, or the need for another machine when the main one is
done, i.e. volume and route flexibility shown in the previous example from Paper 1. Further, a low
competence level can to some extent be compensated by higher levels of information and/or through
higher cognitive LoA and vice versa. The square within the LoA matrix (Fig. 15) represents the tasks
or operation’s action space in which automation solutions for the future assembly system may vary.
Depending on how movement in this square is done, the effort to change to other technical solutions,
is reflected on both the level of information and the level of competence.

Square of Possible Improvements (5o0PI)

/

Totally automatic

Flexible wark station

Static work station

Automatic hand tool

Flexible hand tool

Static hand tool | | M

Totally manual HI.‘I

i

| oA F
LUTERAL SLAge éé {3‘

&

FIGURE 15 EFFORT NEEDED TO CHANGE LOA WITHIN A SYSTEM

In proactive assembly systems, operators are encouraged to take more responsibility, far beyond
managing operation and disturbances. Requirements on frequent reconfiguration, either initiated by
explicit demands, or by changes due to proactively foreseeable problems or requirements, are normal.
This means that in the future there is a need to take operator abilities and limitations into
consideration, as well as the operators' various ways of using information and making decisions in
different working situations (Dencker, et al., 2007).

° Fasth, A., Bruch, J., Dencker, K., Stahre, J., Mértensson, L. and Lundholm, T. (2010) Designing proactive assembly systems
(ProAct) - Criteria and interaction between automation, information and competence, Asian International Journal of Science
and Technology in production and manufacturing engineering (AIJSTPME), vol 2 issue 4, pp.1-13
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433 PAPER 6"

The aim of this paper is to investigate if cognitive automation can be used to increase quality in a
complex final assembly context. An industrial case study has been executed to test if there is a
relation between cognitive automation, quality and quantitative (objective) station complexity,
illustrated in Figure 16.

AR,

/ Choice \
)(_Co\mpiexity___ l
™
/ Ylmoni /\ Rglal-oy \\

[ R, i A \
[ Cognitive Assembly !

\ Automation|\*™***/  Errors |

FIGURE 16 THE INVESTIGATED RELATIONS

The increased task complexity in assembly needs to be handled; otherwise the quality of the product
and productivity in the system could be affected. In order to maintain high quality and reduce the
complexity, one solution could be to consider cognitive automation for the operator, e.g. technical
support to know how and what to assemble and to be in situation control. An industrial case study has
been executed in order to investigate the effects cognitive automation have on quality, in terms of
assembly errors, in a complex final assembly context.

In order to test the aim of the paper, an area of interest was selected. The area is one of the most
complicated in the final assembly with a very high product variety and a large number of parts. The
chosen area consists of a total number of sixteen stations where seven have been studied within this
project (the grey operators in Figure 17 represent the chosen stations). The chosen stations are a part of
the pre-assembly area for the preparation line of engines. In the line the engines are customised with
correct driveshaft, cables etc. The engines assembled are used in all models and variants on the main
assembly line. There are two areas for the pre-assembly of the engines and this is the second area,
Power Pack 2 (PP2).

Team Area 1 Team Area 2
30 09 10 11 12 13 29 32 14 15

Station 0 0 0 0 g . Line
Number \d \d :F

08 22 24 28 23 26

FIGURE 17 THE SELECTED AREA WITH TOTAL NUMBER OF STATIONS AND SELECTED STATIONS

Measuring Levels of Automation (LoA) was made from direct observations and from standardised
assembly instructions. An advantage of the use of two sources of information is that the standardised
assembly instruction does not always correspond with the reality which we want to capture.

10 Fissberg,T., Fasth, A., Hellman, F., Davidsson, A., and Stahre, J (accepted for publication), Interactions between
complexity, quality and cognitive automation, Proceedings of 4th CIRP Conference On Assembly Technology Systems
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Two models were assessed for each station, the most common model regarding demand and the
heaviest model to produce regarding time. The distributions of the tasks for the two models are

presented in the matrix illustrated in Figure 18.

Heavy Variant

Common Variant

LoA Observed values LoA Observed values
A A
LoA phys. LoA phys.
2| 13 21 Tot tasks: 4] 11 14 Tot tasks:
3 3 3 142 3 L] 127
2l 2 2l 5
186 2 12 _ 1| 78 12 _
1 2 3 4 5 & 7 LoA cog. 1 3 4 5 7 LoA cog.

FIGURE 18 LOA MEASUREMENT FOR ALL THE SEVEN STATIONS

By looking at the results, it is clear that the majority of the cognitive support is either none, LoA =1, or
very high, LoA.=5. Results show that 62 percent (H) and 64 percent (C) were made with LoA level=
(1; 1), i.e. by hand and with own experience. The fact that so many tasks are done without cognitive
support could have an impact on quality. Further, 25 percent (H) and 24 percent (C) is done with

LoA..; =5 (often pick-by-light or indicators of what bit to use for the pneumatic screwdrivers).

This paper shows that it is possible to use quantitative measures in order to show relations between
station complexity, quality and cognitive automation. These methods could be further used in order to
improve both the resource efficiency and resource allocation in order to get an effective assembly
system. Then, the operators’ competence and experience should also be taken into consideration,
which is not fully covered by using the three methods. The main conclusion is that there is evidence

that cognitive support is needed in final assembly to minimize the negative effects of complexity.
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5 DISCUSSION

This chapter will discuss the most important results in the appended papers connected to the research
questions; this will be done in relation to four areas of theoretical and practical contribution. Further,
a discussion regarding choice of methods will be done. Lastly, a discussion of future work will be
addressed.

According to (Wiendahl, et al., 2007), on assembly level, an enabler to achieve flexible and
changeability systems is the ability to upgrade or downgrade the degree of automation. For assembly
operations, in contrast to machining operations, there is often the possibility to perform them either
manually or automatically. Earlier research (Dekker and Woods, 2002, Parasuraman and Riley, 1997,
Sheridan, 1995) show that in order to make well founded decisions, automation has to be seen as
different levels of automation. Furthermore the automation decisions must have a well-founded
ground and be a part of the company’s strategy plan (Séfsten, et al., 2007). Inagaki (Inagaki, 2003)
argues that in order to analyse the choice of automation with regard to cost and benefit, quantitative
models are needed. Further, he lists the main arguments regarding the choice of automation and the
need for quantitative methods in order to make a well-structured decision:

1. Without a quantitative model, it is not possible to evaluate tradeoffs between cost and benefit.

2. Intuition is not powerful enough to analyze time-dependent characteristics of cost and benefit
in a dynamically changeable situation.

3. Robustness or sensitivity of solution (whether to automate or not) can be analysed only when
quantitative models are available.

4. Suppose a current plan is to ‘‘automate’” a specific function. With a quantitative model, we
can investigate to what extent the plan is superior to an alternative that leaves the function
under manual control.

By quantifying means it is possible to compare some kind of data with each other in a statistical way
(Miles and Huberman, 1994). In line with Inagaki, Older et al. (Older, et al., 1997) stated the need for
a more easy-to-use quantitative method for analysing Levels of Automation with their seventeen
requirements. Results from the appended papers show that automation can be used as a primary
parameter in order to analyse assembly systems in relation to competence, information, quality, time
and flexibility. Furthermore, the results show the importance of having more than two levels of
automation and to also in count the cognitive automation when searching for possible solutions in
order to get a more levelled and precise automation solution.

Therefore the aim of this thesis, quantifying, measuring and analysing the physical and cognitive
Levels of Automation to enable competitive assembly systems, is of relevance and will be further
discussed in this chapter.

Therefore the aim of this thesis; quantifying, measuring and analysing the physical and cognitive

Levels of Automation to enable competitive assembly systems is of relevance and will be further
discussed in this chapter.
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5.1 SUMMARY OF THE APPENDED PAPERS RELATED TO THE RQS
Below follows a short summary of the appended paper with regard to each RQ.

5.1.1 WHY IS IT IMPORTANT TO QUANTIFY LEVELS OF AUTOMATION (LOA) IN AN
ASSEMBLY SYSTEM CONTEXT?

Summary of the results from appended paper 1 and 3 related to RQ1: Results from the appended
papers (1 and 3) show that it is important to consider LoA as a quantitative measure in order to be able
to compare with other parameters important for the company (connected to RQ3): “talk to farmers in
farmers’ way”. Further to be able to go from a more socio-soft way of thinking of primarily cognitive
automation, towards a more technical explanation. The conducted case studies show that the cognitive
automation is often forgotten or not prioritised. In order to increase competitiveness and to survive in a
more complex environment, cognitive automation needs to be considered and developed further.
Moreover, the case studies showed that the ways the automations were chosen were based on
experience and “common sense” which is not always optimal; this shows a need for a structured way
of measuring and analysing LoA in order to chose solutions in a more structured way (RQ2).

5.1.2 HOW SHOULD LOA BE MEASURED AND ANALYSED IN ASSEMBLY SYSTEMS?

Summary of the appended papers 1,2 and 4 related to RQ2: Results from papers 1, 2 and 4 show that
it is important to create a method that involves both the socio-cognitive (Qualitative) and the
technical-physical (Quantitative) part when redesigning an assembly system: current state analyses to
collect data about LoA, maturity in LEAN and system parameters (number of products, variants, type
of layout etc.), measurement of LoA (both cognitive and physical), analysis due to triggers for change
(relate to RQ3), implementation and follow-up.

5.1.3 'WHAT ARE THE EXPECTED EFFECTS OF ANALYSING AND CHANGING LOA?

Summary of the results, i.e. RA3: According to papers 1, 4, 5 it is important to investigate the triggers
for change within a company before redesigning the system. The next step will be to determine how to
achieve this change. This has to be done in a structured way as discussed in RQ2. The most expected
and obvious change might not be the most optimal. According to several case studies (Fasth, et al.,
2011, Fasth and Stahre, 2008) the most common triggers beside decreasing cost are: increase (volume
and route) flexibility, increase proactivity, decrease or manage complexity and decrease cycle time.
The prime focus with this RQ is to determine if a change of mindset, from looking primarily at cost to
also consider pros and cons with different LoAs and other parameters related to both LoA and cost,
could be a part of being more competitive.
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5.2 CONTRIBUTION MATRIX

The further discussion will be based on the contribution matrix, brought up in Chapter 2, p.11. The
quadrants have been filled in with the contributions from the appended papers (RA) (illustrated in
Figure 19) and will be discussed based on the four areas in the theoretical framework in chapter 3 and
the results from the appended papers listed in Chapter 4.

RAI1: Development of LoA RA2: Validation of
Theoretical matrix, illustration of a DYNAMO++ and the concept

quantitative tool. Definition of model

LoA

RA2: Development  of RA3: Use of DYNAMO++

DYNAMO++ and the concept

and the concept model. Shown
effects of measuring and
analyzing LoA

Practical
model

Scientific Industrial

FIGURE 19 RELATIONS BETWEEN THE THEORETICAL AND PRACTICAL CONTRIBUTION FROM A SCIENTIFIC AND
INDUSTRIAL PERSPECTIVE

5201 PRACTICAL CONTRIBUTION FROM A SCIENTIFIC PERSPECTIVE
| This section will discuss the practical contribution with the results from the appended papers
related to RQ2 and in relation to the theoretical framework of assessment methods

(RA2: Development of DYNAMO++ and the concept model)

Without a quantitative model, it is not possible to evaluate tradeoffs between cost and benefit of
different levels of automation (Inagaki, 2003). According to (Sifsten, et al., 2007) it has proved to be
more successful to formulate an automation decision in congruence within the company rather than
having automation as an only concern to reduce cost, i.e. the automation decision is pushed on the
organisation (Boyer et al., 1996; Winroth et al., 2007). Results from papers 1, 4 and 5 show that
considering LoA based solely on cost savings might not be the optimum solution. The quantitative
approach and illustration of the LoA matrix could be used as a tool in order to analyse the current
stage and to achieve the triggers for change and design a new current stage — even though results from
paper 4 and 5 show that it is important to consider the more qualitative aspects such as Level of
Competence and Level of Information when doing an in-depth study after the first analysis.

According to Older et al. requirements on a quantitative method are: “new methods must be developed
jointly with its users, i.e. adaptable to be put in practice (Older, et al., 1997, Waterson, et al., 2002)
and the method must be validated within its planned area of use”. Existing models about the content
and process of manufacturing strategy,(Skinner, 1969) deal with automation very briefly as a question
that is included in the process technology decision (Séfsten, et al., 2007). Results from paper 3 show
that the models or methods on “shop-floor” level are either focusing on the socio-cognitive of the
system, i.e. competence, skill, operator group control/planning etc. or the more physical-technical part
of the system, i.e. pre-defined criteria for a “perfect system”, measurements and cost savings.

In line with Olsen (Olsen, 2004), the developed methods and model presented in papers 1, 2 and 4 are
an attempt to combine qualitative (socio-cognitive) and quantitative (physical-technical) approaches
rather than see contradictions between the two modes of analysis, and in line with Older et al, develop
an easy-to-use method for the planned area of use, i.e. final assembly that could be used from shop-
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floor level up to a strategic level. The evolution of how to measure and analyse LoA presented in
paper 1, 2, 3 and 5 are illustrated in Figure 20.

l Concept model [Fasth & Stahre, 2010] |

2008-2010 | ProAct loop [Fasth et. al, 2010]

| Dynamo++ [Fasth et. al, 2008 a,b] |

2004-2007 Dynamo [Frohm, 2008] |

Further development towards a more quantitative and logic methodology

FIGURE 20 EVOLUTION FROM DYNAMO TO THE CONCEPT MODEL

Results from paper 2 and paper 3 describe the DYNAMO++ methodology which was developed in
association with five case companies and further validated in six cases. The focus was to develop the
LoA matrix and the analysis steps with regard to the logic within the matrix. According to Secondly,
the ProAct loop was presented in paper 4. The loop or Meta model consisted of three methodologies,
where DYNAMO-++ was one of them. In the ProAct loop, the DYNAMO++ was more focused on
quantifying LoA and related the measured and analysed industrial result to the other two areas
(competence analysis and information mapping). The third and final evolution is the concept model,
presented in paper 1, which is a lean version of the ProAct loop aiming towards a more logical
mathematical model.

Is it possible to only use either one when it comes to quantitative and qualitative methods?

Two of the most obvious alternatives when developing a methodology or method are either to have a
quantitative or qualitative approach. The two approaches have different pros and cons depending on in
what context the method is going to be used. Of course there are extremists in this matter: "There's no
such thing as qualitative data. Everything is either 1 or 0" (Kerlinger, 1960) and "All research
ultimately has a qualitative grounding” (Campbell, December,1976). According to (Miles and
Huberman, 1994) these two research approaches need each other more often than not. Results from
paper 3 show a clear line between methods developed before and after the year 2000. The methods
developed between 1990 and 2000 had a clear qualitative approach while the methods conducted
between 2000 and 2010 had a clear quantitative approach. The aim of the concept model is to try to
combine these two approaches into one model. Using quantitative methods is a way to fast-scan and
get results on where the problem area is. Furthermore it is an easy way to compare different stations or
cells with each other, statically. The qualitative methods could then be used for in-depth study of the
issues. The thought with the concept model is to give the companies an easy overview of aspects or
parameters to consider when redesigning a system. The main loop is aiming for a more quantitative
approach. Results from paper 5 show that the quantitative approach within the concept model could be
used as a first step to find relations between LoA, Complexity and quality. Then, the operators’
competence (LoC, in Figure 24) and experience should also be taken into consideration, which is not
fully covered by using only the quantitative methods. The areas are a mapping over areas to consider
when automating an assembly system. These areas are a mix between qualitative and quantitative
measures. By combining both quantitative and qualitative measurement approaches and combining
different methods, the concept model could be used both as a fast scanning method to catch the
problem areas and handle the triggers for change but also as an in-depth method.
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5.2.2 THEORETICAL CONTRIBUTION FROM A SCIENTIFIC PERSPECTIVE
This section will discuss the theoretical contribution with the results in RQ1 in relation to the
theoretical framework regarding Levels of Automation (LoA).

(RA1: Development of LoA matrix, illustration of a quantitative tool. Definition of LoA)

In order to be able to measure and analyse LoA, a quantifiable way of illustrating LoA has to be
developed. To determine what to automate, a classical task allocation strategy from 1951 (the MABA-
MABA list) was proposed by Fitts (Fitts, 1951). It was an attempt to suggest allocation of tasks
between humans and machines by treating them as system resources, each with different capabilities.
Two examples, i.e. “Machines Are Better At” performing repetitive and routine tasks while “Men Are
Better At” improvising and using flexible procedures. At the time, comparing man and machine, was a
revolutionary thought that caused a lot of debate. The questions are: is the list still is applicable in an
assembly context and is the list quantitative enough?

A problem related to MABA-MABA-oriented methods is the simplicity, e.g. “put your allocation

problem into the method and the solution will emerge from the other end” (Dekker and Woods, 2002).
The methods do not readily explain the cognitive actions for how and when to intervene, nor do they
describe how to switch from level to level. Many researchers after Fitts have argued whether it is
impropriate or not to automate or to compare man and machines, and how to allocate the different
tasks to man Oor machine:

Jordan (Jordan, 1963) argued whether you could actually compare man and
machine, and that the two should be seen as complementary rather than
conflicting resources when designing a man-machine system. Sheridan
(Sheridan, 1995) proposed to “allocate to the human the tasks best suited to
humans and allocate to the automation the task best suited to it”. Hancock
(Hancock and Chignell, 1992) argues that it is only when both human and
machine can do the same task that the question of task allocation becomes an
issue.

These arguments are still not quantitative enough, in order to measure and analyse LoA. An attempt
after Fitts to assess LoA was Prince in 1985 (Prince, 1985) who designed a decision matrix, partly in
line with Fitts in that some tasks were better performed by machines and some better by humans. But
interestingly Prince also defined a set of tasks where the same task could and should be performed
both by humans and by machines. Further, when there is no single allocation, the different resources
need support from each other, which is in line with Jordan’s argument. Until today a lot of different
“lists” and methods have been published. The relevance of a task allocation process is obvious, yet
there is still lack of systematic methods and, more importantly, methods that can be applied to
advanced technological systems (Older, et al., 1997).

Older et al. (Older, et al., 1997) in 1997 (and 2002) compares eighteen different methods (developed
1965 and 1992).Seven of them contains quantitative evaluations but none of the methods are
considering both cognitive and physical automation regarding task allocation. Results from publication
3 (Fasth, 2011) show that five of ten methods compared (developed between 1990 and 2010) have a
quantitative approach, but only the DYNAMO++ method considers both cognitive and physical
automation on a task level. Automation design is not an exact science, however; neither does it belong
in the realm of the creative arts, with successful design dependent upon the vision and brilliance of
individual creative designers (Parasuraman, et al., 2000). Without a quantitative model, it is not
possible to evaluate tradeoffs between cost and benefit of different levels of automation (Inagaki,
2003). Attempts to describe different levels of automation between extremes, from totally manual to
totally automatic have been done.
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According to Parasuraman and Riley, automation can be characterized by a continuum of levels rather
than as an all-or-none concept (Parasuraman and Riley, 1997). In line with Parasuraman and Riley,
Frohm (Frohm, 2008) defines Levels of Automation as:

“The allocation of physical and cognitive tasks between humans and
technology, described as a continuum ranging from totally manual to totally
automatic™

The question today is not either continuum ranging or rather than. Results from paper 1 and 3 show
that both industry and assessment methods developed by academia still sometimes see automation
(partially the physical) as a binary decision. The author believes the question that should be asked is
how to quantify the levels so that a more logic approach could be made when measuring and analyzing
LoA, i.e. discrete steps from totally manual to totally automatic. To be able to make it simple and in
order to design a LoA matrix, Levels of Automation is defined as:

The allocation of physical and cognitive tasks between resources (humans or
technology), described as discrete steps from 1 (totally manual) to 7 (totally
automatic), forming a 7x7 LoA matrix containing 49 possible types of solutions.
[Fasth, 2012]

Results from paper 1 and paper 2 show a combination of the taxonomy and the matrix with discrete
steps. The physical level 1-4 is defined as the task is performed by humans, i.e. the human is
assembling (or performing) the task. Level 5-7 is defined as the machine assembling (or performing)
the task. At the cognitive level, level 1-3 is the human who is monitoring the task while level 4-7 is the
technique or machine that is monitoring the task.
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This section will discuss the theoretical contribution with the results from the appended
papers related to RQ3 in relation to the theoretical framework regarding assessment methods
and assembly systems and based on quality of research i.e. from a validity perspective

J 5.2.3 THEORETICAL CONTRIBUTION FROM AN INDUSTRIAL PERSPECTIVE

(RA2: Validation of DYNAMO++ and the concept model)

The validity perspective can be divided into four different types: External validity, Construct validity,
Internal validity, and Reliability (Yin, 2003). The DYNAMO++ methodology and the concept model
could be quality-checked by discussing these four areas.

External validity means establishing a domain in which the study could be generalised. The externally
validity has mostly been done in the assembly area context. External validity has been achieved
through the thirteen case studies that have been conducted; according to Glaser and Strauss (Glaser
and Strauss, 1967), it is the intimate connection with empirical reality that permits the development of
a testable, relevant, and valid theory. Many researchers (Miles and Huberman, 1994, Strauss, 1987,
Yin, 2003) agree that using multiple case studies could be one way to ensure quality and external
validity. To reach further external validity the approach of triangulation has been used, described in
Chapter 5.3.1. It is important to consider both qualitative and quantitative methods when performing a
case study to broaden the perspective in terms of cause and effect and relation between different sets
of parameters (Wacker, 1998).

Construct validity is accomplished by constructing correct measures for the concept that are being
studied. Since the concept of Levels of Automation was the key point to measure and analyse, this is
what has been measured. Frohm’s taxonomy was used as an assessment method because it has been
tested and validated in previous research projects and case studies (Granell, et al., 2007). Further it
contains both cognitive and physical levels of automation which was the concept that should be tested.
By using data and investigator triangulation, this increases the validity of the research (Yin, 2003).

Internal validity is achieved by establishing a causal relation. This was done by performing the
thirteen case studies using triangulation of multiple investigators, within-case and cross-case analyses,
and existing literature, which according to (Eisenhardt, 1989) are good tools in order to build theory
based on case study research. Structured interviews and well documented measures were done in most
of the cases, and this information was then used in order to do cross-case analyses. One tactic is to
select categories or dimensions, and then to look for within-group similarities coupled with intergroup
differences. Categories chosen in these cases were Levels of Automation, Triggers for Change and
lean awareness. Results from six of the studies are presented in paper 3 (Fasth and Stahre, 2008).

Reliability is to ensure that the operation of the study could be repeated with the same results.

Two issues are important in reaching closure: when to stop adding cases, and when to stop iterating
between theory and data. Ideally, researchers should stop adding cases when theoretical saturation is
reached (Eisenhardt, 1989) (Theoretical saturation is simply the point at which incremental learning is
minimal because the researchers are observing phenomena seen before,(Glaser and Strauss, 1967)).
The final products of building theory from case studies may be concepts (e.g., the Mintzberg and
Waters, 1982, deliberate and emergent strategies) or a conceptual framework (e.g., Harris & Sutton's,
1986, framework of bankruptcy). This is in line with results from paper 1, e.g. the development of the
concept model developed from case studies and the DYNAMO-++ methodology. Further, both novices
and experienced users have been able to follow the methodology in a simple way, i.e. investigator
triangulation, which increases the reliability.
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\ 5.2.4 PRACTICAL CONTRIBUTION FROM AN INDUSTRIAL PERSPECTIVE
This section will discuss the practical contribution with the results in RQ1 in relation to the
theoretical framework of Levels of Automation (LoA).

(RA3: Use of DYNAMO++ and the concept model.)

Results from the case studies show that the issue of Levels of Automation is often seen from a
physical perspective, focusing on reducing cost as a primary parameter. Furthermore, results from the
literature study of assessment methods, presented in paper 4, reveal that there is a lack of methods
which consider both physical and cognitive automation as a prime parameter. By introducing the
DYNAMO++ and the concept of LoA, i.e. to consider both the physical and cognitive LoA and to
investigate other triggers for change, the companies’ view broadens when it comes to solutions for
redesigning the system.

The most illustrative and quantitative step in the method is the LoA-matrix. The matrix, illustrated in
Figure 21, shows collected measures from ten case studies. Results from paper 1 [Fasth, 2008; Fasth,
2010; etc.] show that there is a need for a more detailed scale. If these tasks had been assessed with
only three levels of physical automation (manual, semi-automatic, automatic), all tasks would have
been classified as manual tasks. The more detailed scale with four (sometimes five) levels could be
used in order to make finer improvements. In line with Porras and Robertsson (Porras and Robertsson,
1992), there is still a need for minor changes in a system. For example the physical LoA, level 1-4
could be used in order to determine and improve the (hand) tool that is used. This information could
also be used in ergonomic studies. For the cognitive LoA, Levels 1-4 could tell the engineer what kind
of support is used, for example whether it is working orders, sequencing (or kitting), pick-by-light etc.

CASE [No. Of Tasks
LoA phys. A 10
B 18
'y C 30
- D 38
5 3 82
Fixtures 5| 20 1 6 F 110
Electronic screwdriver 4| 60 16 35 Tot tasks G 38
Adjustable spanner 3| 20 7 751 H 38
Screwdriver hammers etc 2| 21 2 I 58
Own experience 1/500 9 3 23 30 R J 261
1 2 3 4 5 & 7 LoA cog. L_Total 51
¢ £ 2 7 %
S 2 8 £ 2
EEEE
2 g <= )
5 2 3 x
o S
; w
=
(=]

FIGURE 21 OBSERVED TASKS FROM TEN CASE STUDIES, DOCUMENTED IN THE LOA MATRIX

The LoA-matrix is an easy-to-use tool for quantifying LoA in an illustrative way that could be used
and understood from shop-floor level up to site manager level.
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This section will discuss the practical contribution with the results from the appended papers related
to RQ3 in relation to the theoretical framework related to Effects and Assembly systems.

(RA3: Shown effects of measuring and analyzing LoA)

Results from the appended papers have shown possible effects and consequences when considering
LoA and three other relations (1, Level of Competence (LoC), Level of Information (Lei) and
Proactivity; 2, Time and Flexibility; and 3, Quality and Complexity). These will be discussed in the
following section.

Competence (LoC), Information (Lol) and Proactivity

In order to create a possible proactive work setting, the ability in terms of competence and tools in
terms of information system and automation solutions has to be available to help the individual to take
self-directed action, to anticipate or initiate change in the work system or work roles (Griffin, et al.,
2007) and to handle frequent changes within the system (Dencker, 2011, Fasth, et al., 2010). Results
from paper 5 show that it is a strong relation between the areas of automation, competence and
information flow. Further, they show that all areas have to be considered in order to increase proactive
behaviour among the operators. It is shown that if changing LoA the other areas will be affected; the
challenge is to understand how much effort it takes for the operators and the system if changing LoA
in terms of education, investments of soft- and hardware etc.

Time and Flexibility

More flexibility in manufacturing operations means more ability to adapt to customer needs, respond
to competitive pressures, and be closer to the market (Slack, 2005). Results from papers 1 and 3 show
that it is important to consider the production layout when examine possible solution. By combining
different levels of automation, routing flexibility was created. Further, volume flexibility and cycle
time were also affected in a positive way by the solutions.

Quality and Complexity

Earlier empirical results (Guimaraes, et al., 1999) show that in general, system complexity does affect
performance negatively, and that training and the man/machine interface play important roles in
minimizing the negative effect of system complexity on performance. Results from previous sections
show that relations could be made between quality, complexity and cognitive automation. Beliefs are
that cognitive automation can be used as a means to reduce the negative effects of choice complexity
in terms of quality. Results from paper 6 show that it is possible to use quantitative measures in order
to show relations between station complexity, quality and cognitive automation. These methods could
be further used in order to improve both the resource efficiency and resource allocation in order to get
an effective assembly system. Then, the operators’ competence and experience should also be taken
into consideration, which is not fully covered by using only these quantitative methods. The main
conclusion is that there is evidence that cognitive support is needed in final assembly to minimize the
negative effects of complexity.
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5.3 EMPIRICAL AND THEORETICAL COLLECTION AND ANALYSIS

The following sections will discuss the results from the empirical and theoretical collection base on
two perspectives i.e. the triangulation perspective and the validation perspective.

5.3.1 TRIANGULATION PERSPECTIVE

Within the triangulation perspective there are four areas of empirical collection that could be discussed
according to (Dezin, 1970) and (Olsen, 2004). The use of these four perspectives will be discussed in
the following section.

1. Data triangulation

Data triangulation means using a variety of data sources in a study. Both quantitative and qualitative
data were collected within the case studies in order to achieve data triangulation, but also to get a more
nuanced picture of the examined area, i.e. both “numbers and words” (Miles and Huberman, 1994).
Furthermore, multiple case studies give a more generalised data collection. The results from the
empirical collections were mostly used in papers 1, 2, 4 and 5. A drawback is that lab experiments
have not been done to the extent that was wished for in order to collect even more data to strengthen
some relations between LoA and other parameters in a more controlled way. This will be done in
future work.

2. Investigator triangulation

The use of several different researchers or evaluators creates investigator triangulation but also
reliability within the validation step of a methodology. Results in papers 4 and 5 are based on
investigator triangulation though data gathering and the analysis were made in cooperation between
three or more researchers. This method has not been used solely by industrial partners; the aim is that
the method will be used by production engineers as a statistic and analytical tool for every-day follow-
ups and for strategic investments.

3. Theory triangulation

- To use a multiple perspective to interpret a single set of data. Theory has been used from different
domains in order to achieve theory triangulation. There are still other areas of interest that could be
combined in order to make the concept model more logical, automated and generalised.

4. Methodology triangulation

- Using multiple methods to study a single problem or phenomenon. This is mainly done in papers 4
and 5 where three different methods in each paper are used in order to study the relation between
Levels of automation and Proactivity in paper 4 and the relation between complexity, quality and
Cognitive automation in paper 5. Furthermore, the use of both quantitative and qualitative methods
also strengthens the methodology triangulation.
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5.4 FUTURE WORK

Results from the case studies conducted for this thesis show that more than 80 % of the tasks are
performed based on the operators’ own experience (see Figure 24, p.48). Some assumptions on why it
looks like this could be: experienced operators that work on final assembly line at some case
companies. The fact that some companies have u-cells with one product family and thereby decrease
the variant complexity could be another explanation.

This manual level could affect other parameters in the system, such as time, quality etc. Results in
paper 5 show a possible correlation between cognitive LoA, Quality and complexity. And as a part of
a future study, the relation between different Levels of Automation and other parameters will be
investigated in a more controlled environment, i.e. lab tests. This will be done in order to accomplish
more statistically controlled experiments.

A second part of the future work will be to further develop the automated planning system regarding
local resource allocation (Fasth, et al., 2012, Provost, et al., 2012) and automated generated work
instruction due to different LoAs. Also it will investigate further the work done on algorithm
developments (de Winter and Dodou, 2011) according to dynamically changeable function allocation
with a human centred approach (not left-over function allocation) (Hoc, 2001). A related part will be
to perform lab experiments regarding cognitive automation and different types of carrier and content
to further develop and test these concepts (Fasth and Stahre, 2010, Fassberg, et al., 2012).

In order to make the DYNAMO++ and the concept model more generalised it would be interesting to
apply the concept within other contexts such as manufacturing, health, mining etc.
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6 CONCLUSION

This chapter contains conclusions related to the aim.
The aim of this thesis is:

By quantifying, measuring and analysing the physical and cognitive Levels
of Automation, enable competitive assembly systems.

Results presented in Paper 1 show that there is
RQ 1: Why is it important to quantify Levels of

an ongoing debate, both in industry and
going ’ Y Automation (LoA) in an assembly system context?

academia on how to define physical automation,

cognitive automation; and Levels of RQ 2: How should LoA be quantified, measured and
Automation. The debaters might not even be analysed in assembly systems?

explicit that it is automation they are arguing RQ 3: What are the expected effects of analysing and
about, especially when it comes to cognitive changing LoA?

automation. Therefore, in order to reach the aim,

definitions of physical automation, cognitive automation and Levels of Automation need to be clear
and agreed upon as a first step. The author defines the terms as follows:

e Physical automation is defined as: “technical solutions helping the operator to assembly the
products e.g. WITH WHAT to assemble™.

e Cognitive automation is defined as: “technical solutions helping the operator e.g. HOW to
assemble (Levels 1-4) and situation control (Levels 5-7).

o Levels of Automation is defined as:” the allocation of physical and cognitive tasks between
resources (humans and technology), described as discrete steps from 1 (totally manual) to 7
(totally automatic), forming a 7 by 7 LoA matrix containing 49 possible types of solutions™.

With that definition of Levels of Automation, results from paper 1 show that it is possible to
quantitatively measure automation based on seven ranking steps and also to visualise the result in the
matrix. Further, companies could develop a company-specific “LoA-language” based on own
examples within the matrix. This common language could be a help when discussing new LoA—
investments. The LoA matrix with quantitative discrete steps could also be one way to illustrate the
current state and be a base for discussion from operator level up to management level. Furthermore it
is an easy way to compare different cells with each other, and could be used to find correlation with
other parameters, i.e. quality, time, flexibility etc. Furthermore, results have shown possible effects
and consequences when considering LoA and:

e Competence (LoC), Information (Lol) and Proactivity [Paper 5]
e Time and Flexibility and [Paper 1 and 3]
e Quality and Complexity [Paper 6]

The developed and validated methodology, DYNAMO++, and concept model [Paper 1,2, 3 and 4],
gives the possibility to, in a structured way, analyse the current state and to find possible solution for
the future that could be further analysed and specified in terms of simulation models etc. The concept
model gives an understanding of the different areas that are important to consider in relation to LoA.

I therefore conclude that dynamically changeable automation and collaboration between highly-
skilled humans and technology is the answer for competitive assembly systems.

53



54



11.
12.

13.

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.

24.

25.

26.

27.

REFERENCES

Almstrom, P., and Kinnander, A., PRODUCTIVITY POTENTIAL ASSESSMENT OF THE
SWEDISH MANUFACTURING INDUSTRY. Proceedings from the 1st Swedish Production
Symposium, Gothenburg, Sweden, 2007

Almstrom, P., and Kinnander, A., PRODUCTIVITY POTENTIAL ASSESSMENT OF 30
SUPPLIERS TO THE AUTOMOTIVE INDUSTRY. Proceedings from the 3rd Swedish
Production Symposium, Stockholm, Sweden, 2009

Alting, L., 1978. “A Systematic Theory of Manufacturing”. Environment and Planning B

vol. 5, 131-156.

Amber, G. H., and Amber, P. S., 1962. Anatomy of Automation. Prentice Hall.

Andersson, C., Jonsson, M., and Stahl, J.-E., Capacity flexibility and part cost. Proceedings of
the 3rd Swedish Production Symposium (SPS), Stockholm, Sweden, 2009.

Andreasen, M. M., Kéhler, S., and Lund, T., 1983. Design for Assembly. U.K.

Asan, S. S., 2009. A Methodology Based on Theory of Constraints’ Thinking Processes for
Managing Complexity in the Supply Chain, Univ. Berlin, Germany.

Barnevik, P., 1991. Article in work life in transition, Sympohosium om arbetsliv och
produktivitet. Arbetsmiljéfonden och LO, Stockholm.

Bellgran, M., 1998. Systematic design of assembly systems, Linkoping University, Linkoping.
Bellgran, M., and Sifsten, K., 2005. Produktionsutveckling - Utveckling och drift av
produktionssystem. Studentlitteratur, Lund, Sweden.

Bicheno, J., 2006. Ny verktygsldda for Lean - for snabbt och flexibelt flode. Revere AB.
Billings, C., 1997. Aviation Automation: The search for a Human-centered approach.
Lawrence Erlbaum Associates, Mahwah, New Jersey, USA.

Blecker, T., Kersten, W., and Meyer, C. M., 2005. Development of an Approach for
Analyzing Supply Chain Complexity, Hamburg Univ. of Techn,MPRA Paper #5284,
http://mpra.ub.unimuenchen.de/5284/.

Bright, J., 1958. Automation and Management. Boston, USA.

Browne, J., Dubios, D., Rathmill, K., Sethy, S. P., and Stecke, K. E., 1984. Classification of
Flexible manufacturing systems. The FMS Magazine, April.

Bruch, J., Johansson, C., Karltun, J., and Winroth, M., Considering design demands of a
proactive assembly system - A position paper. 1st Swedish Production Symposium (SPS),
Gothenburg, 2007.

Bruch, J., Karltun, J., and Dencker, K., A proactive assembly work setting — Information
requirements. The 41st CIRP Conference on Manufacturing Systems, Tokyo, Japan, 2008.
Campbell, D. T., December,1976. Assessing the Impact of Planned Social Change. In: The
Public Affairs Center, D. C., (Ed., Hanover New Hampshire.

Chapanis, A., 1996. Human Factors in Systems Engineering. John Wiley & Sons, Inc., New
York.

Chryssolouris, G., 2006. Manufacturing systems - theory and practice. Springer, New York.
Cochran, D. S., 1998. Introduction to Production System Design: The System Design
Differences between Mass and Lean Production, MIT Visteon Lean Manufacturing
Workshop, Monroe MI, USA.

Comstock, M., 2004. Production systems for mass customization - bridging theory and
practice, Linkdping university, Linkdping.

Comstock, M., and Broéte, S., Beyond 'Read a plant - fast' (for lean): read an enterprise for
mass customization? , Proceedings of the 2nd international conference on mass customization
and personalization Munich, Germany, 2003.

Crant, J. M., 2000. Proactive behavior in organizations. Journal of Management 26, 435-462.
Crotty, M., 1998. The foundations of social research: meaning and perspective in the research
process. St Leonards, Australia.

Danermark, B., Ekstrom, M., Jakobsen, L., and Karlsson, J. C., 2003. Att forklara samhéllet.
Studentlitteratur, Lund, Lund.

de Winter, J., and Dodou, D., 2011. Why the Fitts list has persisted throughout the history of
function allocation. Cognition, Technology & Work, 1-11.

55



28.

29.

30.

31.

32.

33.

34.

35.

36.

37.

38.

39.

40.

41.

42.

43.

44.

45.

46.

47.

Dekker, S., and Woods, D., 2002. MABA MABA or ABRAKADABRA? Progress on
Human-Automation Co-ordination. Cognition, Technology and Work 4, 240-244.

Dencker, K., 2011. An analysis of a proactive approach as a potential tool for adaptability in
production systems, KTH, Stockholm.

Dencker, K., Stahre, J., Grondahl, P., Martensson, L., Lundholm, T., Bruch, J., and Johansson,
C., 2007. PROACTIVE ASSEMBLY SYSTEMS- Realizing the potential of human
collaboration with automation, Proceedings of the IFAC-CEA, cost effective automation in
networked product development and manufacturing, Monterey, Mexico.

Dencker, K., Stahre, J., Grondahl, P., Martensson, L., Lundholm, T., and Johansson, C., 2007.
An Approach to Proactive Assembly Systems - Towards competitive assembly systems, IEEE
international symposium on assembly and manufacturing (ISAM), University of Michigan,
Ann Arbor, USA.ISAM.

Dencker, K., Stahre, J., Mértensson, L., Fasth, A., and Akillioglu, H., 2009. PROACTIVE
ASSEMBLY SYSTEMS- Realizing the potential of human collaboration with automation.
Annual Reviews in Control, 33:3 IFAC/Pergamon, ISSN: 1367-5788.

Dencker, K., Stahre, J., Martensson, L., Fasth, A., and Akillioglu, H., conditionally accepted
for publication. PROACTIVE ASSEMBLY SYSTEMS- Realizing the potential of human
collaboration with automation. Elsevier, Annual Reviews in Control.

Dezin, N. K., 1970. The research act: A theoretical introduction to sociological methods.
Aldine, Chicago.

Duncheon, C., 2002. Product miniaturization requires automation - but with a strategy.
Assembly Automation 22, 16-20.

Easton, G., and Harrison, D., 2004. Temporally embedded Case comparison in industrial
marketing research. In: Critical realism in management studies.

Eisenhardt, K. M., 1989. Building Theories from Case Study Research The Academy of
Management Review 14, 532-550.

Endsley, M., and Kiris, E., 1995. Out-of-the-loop performance problem and level of control in
automation. HUMAN FACTORS - Human Factors and Ergonomics Society. 37, 381-394.
Endsley, M. R., Level of Automation: Integrating humans and automated systems.
Proceedings of the 1997 41st Annual Meeting of the Human Factors and Ergonomics Society.
Part 1 (of 2), Albuquerque, NM, USA, Santa Monica, CA, USA, 1997.

Fasth, A., 2009. Measuring and Analysing Levels of Automation in assembly systems - For
future proactive systems, Chalmers University of Technology, Gothenburg.

Fasth, A., Comparing methods for design and measurement of production systems.
Proceedings of the 4th Swedish Production Symposium (SPS), Lund, Sweden, 2011.

Fasth, A., 2011. Comparing methods for redesigning, measuring and analysing Production
systems, Proceedings of the 4th Swedish Production Symposium (SPS), Lund, Sweden.

Fasth, A., Accepted for publication. REVIEWING METHODS FOR ANALYSING TASK
ALLOCATION IN A PRODUCTION SYSTEM International journal of logistic management.
Fasth, A., Bruch, J., Dencker, K., Stahre, J., Martensson, L., and Lundholm, T., 2010.
Designing proactive assembly systems (ProAct) - Criteria and interaction between automation,
information, and competence Asian International Journal of Science and Technology in
production and manufacturing engineering (AIJSTPME) 2 (4), 1-13.

Fasth, A., Mattsson, S., Fissberg, T., Stahre, J., Ho6g, S., Sterner, M., and Andersson, T.,
Development of production cells with regard to physical and cognitive automation - A decade
of evolution International Symposium on Assembly and Manufacturing (ISAM 11), Tampere,
Finland, 2011.

Fasth, A., Provost, J., Stahre, J., and Lennartson, B., From task allocation towards resource
allocation when optimising assembly systems. 45th CIRP Conference of Manufacturing
Systems (CMS), Athen, Greece, 2012.

Fasth, A., and Stahre, J., Does Levels of Automation need to be changed in an assembly
system? - A case study. Proceedings of the 2nd Swedish Production Symposium (SPS),
Stockholm, Sweden, 2008.

56



48.

49.

50.

51.

52.

53.

54.

55.

56.

57.

58.

59.

60.

61.

62.

63.

64.

65.
66.

67.
68.

69.

Fasth, A., and Stahre, j., Concept model towards optimising Levels of Automation (LoA) in
assembly systems. Proceedings of the 3rd CIRP Conference on Assembly Technologies and
Systems, Trondheim, Norway, 2010.

Fasth, A., Stahre, J., and Dencker, K., Analysing changeability and time parameters due to
levels of Automation in an assembly system. Proceedings of the 18th conference on Flexible
Automation and Intelligent Manufacturing - FAIM, Skovde, Sweden, 2008

Fasth, A., Stahre, J., and Dencker, K., Measuring and analysing Levels of Automation in an
assembly system. Proceedings of the 41st CIRP conference on manufacturing systems Tokyo,
Japan, 2008

Feldmann, K., and Slama, S., 2001. Highly flexible Assembly - Scope and Justification. CIRP
Annals - Manufacturing Technology 50, 489-498.

Fitts, P., 1951. Human engineering for an effective air navigation and traffic control system,
Ohio state university, Columbus,OH.

Fjéllstrom, S., 2007. The role of information in production ramp-up situations, Chalmers
university of technology, Gothenburg.

Flegel, H., Jovane, F., Williams, D., Westkdmper, E., Bueno, R., Richet, R., Hanisch, C.,
Groothedde, R., Chlebus, E., and Mendonga, J. M., 2005. ManuFuture Platform-STRATEGIC
RESEARCH AGENDA, assuring the future of manufacturing in Europe, Manufuture
Platform-Executive Summary, Manufuture Conference 2005 “Making it in Europe”, Rolls
Royce, Derby, UK, EC.

Flynn, B. B., Sakakibara, S., Schroeder, R. G., Bates, K. A., and Flynn, E. J., 1990. Empirical
research methods in operations management. Journal of Operations Management 9, 250-284.
Frese, M., and Fay, D., 2001. Personal Initiative: An Active Performance Concept for Work in
the 21st Century, in Research in Organizational Behavior. Edited by Staw,B.M., Sutton, E.L.,
Elsevier Science, 133-187.

Frizelle, G., and Suhov, Y. M., 2001. An entropic measurement of queuing behaviour in a
class of manufacturing operations. In proc. Royal Society London 457, 1579-1601.

Frohm, J., 2008. Levels of Automation in production systems, (Doctorial), Chalmers
University of technology, Gothenburg.

Frohm, J., Lindstrom, V., Winroth, M., and Stahre, J., 2008. Levels of Automation in
Manufacturing. Ergonomia [JE&HF, 30:3.

Fuld, R. B., 2000. The fiction of function allocation, revisited. International Jurnal of Human-
Computer Studies 52, 217-233.

Fissberg, T., Fasth, A., and Stahre, J., 2012. Classification of carrier and content of
information, 4th CIRP Conference on Assembly Technologies and Systems (CATS), Ann
Arbor, USA.

Fissberg, T., Harlin, U., Garmer, K., Gullander, P., Fasth, A., Mattsson, S., Dencker, K.,
Davidsson, A., and Stahre, J., AN EMPIRICAL STUDY TOWARDS A DEFINITION OF
PRODUCTION COMPLEXITY. 21st International Conference on Production Research,
Stuttgart, Germany, 2011.

Fissberg, T., Nordin, G., Fasth, A., and Stahre, J., iPod Touch - an ICT tool for assembly
operators in factories of the future? , Proceedings of the 43rd CIRP International Conference
On Manufacturing Systems (ICMS), Vienna, Austria, 2010.

Gerwin, D., 1983. A framework for Analyzing the Flexibility of Manufacturing Process,
University of Wisconsin, Wisconsin.

Gilbreth, F., 1911. Motion Study. D. Van Nostrand Co.

Glaser, B. G., and Strauss, A., 1967. The discovery of grounded theory: Strategies of
qualitative research.

Goodson, R., 2002. Read a plant - fast. Harvard business review.

Granell, V., Frohm, J., Bruch, J., and Dencker, K., 2007. Validation of the DYNAMO
methodology for measuring and assessing Levels of Automation, Proceedings of the Ist
Swedish Production Symposium (SPS), Gothenburg.

Griffin, M. A., Neal, A., and Parker, S. K., 2007. A New Model of Role Performance: Positive
Behaviour in Uncertain and Interdependent Contexts. Academy of Management Journal 50,
327-347.

57



70.

71.

72.

73.

74.

75.

76.

77.

78.

79.

80.

81.

82.

83.

&4.

85.

86.

87.

88.

89.

90.

91.

92.
93.

94.

95.
96.

Groover, M. P., 2001. Automation, production systems, and computer-integrated
manufacturing. Prentice Hall, Upper Saddle River, N.J.

Grote, G., 2004. Uncertainty management at the core of system design. Annual Reviews in
Control 28, 267-274.

Guimaraes, T., Martensson, N., Stahre, J., and Igbaria, M., 1999. Empirically testing the
impact of manufacturing system complexity on performance. International Journal of
Operations & Production Management 19, 1254-1269.

Hancock, H. A., and Chignell, M. H., 1992. Adaptive allocation by intelligent interfaces.

Hoc, J.-M., 2000. From human-machine interaction to human-machine cooperation.
Ergonomics 43, 833.

Hoc, J.-M., 2001. Towards a cognitive approach to human-machine cooperation in dynamic
situations. International Journal of Human-Computer Studies 54, 509-540.

Hollnagel, E., 1996. Reliability analysis and operator modelling. Reliability Engineering and
System Safety 327-337.

Hollnagel, E., 1998. HRA -- The First Generation, Cognitive Reliability and Error Analysis
Method (CREAM). Elsevier Science Ltd, Oxford, pp. 120-150.

Hollnagel, E., 2003. Handbook of Cognitive Task Design. Routledge, Mahwah, New Jersey.
Hollnagel, E., 2003. The role of Automation in joint cognitive systems. I[FAC.

Hollnagel, E., and Woods, D. D., 2005. Joint cognitive systems - foundation of cognitive
system engineering. CRC press, Taylor and Francis group.

Holme, I. M., and Solvang, B. K., 1997. Forskningsmetodik. Om kvalitativa och kvantitaiva
metoder. Studentlitteratur, Lund.

Hou, T., Lin, L., and Drury, C. G., 1993. An empirical study of hybrid inspection system and
allocation of inspection functions. International journal of human factors in manufacturing
systems, 351-367.

http://www.cirp.net, 2008.

Inagaki, T., 2003. Automation and the cost of authority. International Journal of Industrial
Ergonomics 31, 169-174.

Isard, M., Prabhakaran, V., Currey, J., Wieder, U., Talwar, K., and Goldberg, A., Quincy: Fair
Scheduling for Distributed Computing Clusters. SOSP 2009.

Jain, R., Chiu, D.-M., and Hawe, W., 1984. A quantitative measure of fairness and
discrimination for resource allocation in shared computer systems. DEC Research Report TR-
30109.

Johansson, A., Decision support tools in manufacturing systems: a task evaluation method.
European conference on integration in manufacturing, Amsterdam, 1994.

Jordan, N., 1963. Allocation of functions between human and machine in automated systems.
Journal of applied psychology 47, 161-165.

Jonsson, M., Andersson, C., and Stahl, J.-E., 2008. Implementation of an Economic Model to
Simulate Manufacturing Costs, The 41st CIRP conference on manufacturing systems Tokyo,
Japan.

Kantowitz, B. H., and Sorkin, R. D., 1987. Handbook of human factors. Ch 3.3 Allocation of
functions. Wiley, New York.

Kerlinger, F. N., 1960. The mythology of educational research: The methods approach. School
and Society 88, 149-151.

Kern, and Schumann, 1985. Das Ende das Arbeitsteilung Verlag Beck.

Koho, M., 2010. Production System Assessment and Improvement - A tool for MTO and
ATO companies, Tampere university of technology, Tampere.

Koren, Y., Heisel, U., Jovane, F., Moriwaki, T., Pritschow, G., Ulsoy, G., and Van Brussel,
H., 1999. Reconfigurable Manufacturing Systems. CIRP Annals - Manufacturing Technology
48, 527-540.

Kuhn, R., 1962. Structure of scientific revolution

Lagu, A. V., and Landry, S. J., 2010. Roadmap for the Next Generation of Dynamic Function
Allocation Theories and Strategies. Human Factors and Ergonomics in Manufacturing &
Service Industries 00, 1-15.

58



97.

98.

99

100.
101.

102.

103.
104.
105.

106.
107.
108.
109.
110.
111.

112.

113.
114.
115.
116.

117.
118.

119.

120.

121.

Lee, J. D., 2008. Review of a pivotal Human Factors Article: "Human and Automation: Use,
Misuse, Disuse, Abuse". Golden anniversary special issue of Human Factors 50, 404-410.
Lennartson, B., Bengtsson, K., Yuan, C., Andersson, K., Fabian, M., Falkman, P., and
Akesson, K., 2010. Sequence Planning for Integrated Product,Process and Automation
Design. IEEE TRANSACTIONS ON AUTOMATION SCIENCE AND ENGINEERING 7.
Lofgren, K. G., 1983. Produktion - Teknik och Ekonomi. LiberHermods, Malmg.

March, R., and Mannari, H., 1981. Technology and size as determinants of the organizational
structure of Japanese factories. Administrative science quarterly 26, 33-57.

Mattson, S.-A., 2004. Logistikens termer och begrepp. PLAN Fo&reningen for
Produktionslogistik, Stockholm.

May, C., Mair, F., Finch, T., MacFarlane, A., Dowrick, C., Treweek, S., Rapley, T., Ballini,
L., Ong, B., Rogers, A., Murray, E., Elwyn, G., Legare, F., Gunn, J., and Montori, V., 2009.
Development of a theory of implementation and integration: Normalization Process Theory.
Implementation Science 4, 29.

Merriam, S. B., 1994, Fallstudien som forskningsmetod. Studentlitteratur, Lund.

Miles, and Huberman, 1994. Qualitative Data Analysis.

Martensson, L., and Stahre, J., 2003. Skill and role development in swedish industry,
Proceedings of the 8th IFAC Symposium on Automated Systems Based on Human Skill and
Knowledge.

Nof, S. Y., 2009. Handbook of Automation, Chapter 3.

Nyhuis, P., Kolakowski, and M., H., C. L, 2005. Evaluation of Factory Transformability, 3rd
International CIRP Conference on Reconfigurable Manufacturing, Ann Arbor, USA.

Older, M. T., Waterson, P. E., and Clegg, C. W., 1997. A critical assessment of task allocation
methods and their applicability. Ergonomics 40, 151-171.

Olsen, W., 2004. Developments in sociology (Ch. 4 Triangulation in social research:
Qualitative and quantitative methods could really be mixed).

Onori, M., Barata, J., Hanisch, C., Maraldo, T., and D, S., 2006. EUPASS Technology
Roadmap v.1.0. NMP-2-CT-2004-507978.

Parasuraman, R., and Riley, V., 1997. Human and Automation: Use, Misuse, Disuse, Abuse.
Human factors 39(2).

Parasuraman, R., Sheridan, T. B., and Wickens, C. D., 2000. A model for types and levels of
human interaction with automation. IEEE transactions on system, man, and cybernetics - Part
A: Systems and humans 30, 286-296.

Parasuraman, R., and Wickens, C. D., 2008. Humans: Still Vital After All These Years of
Automation. Golden anniversary special issue of Human Factors 50, 511-520.

Parker, S. K., Williams, H. M., and Turner, N., 2006. Modeling the Antecedents of Proactive
Behaviour at Work. Journal of Applied Psychology 91, 636-652.

Patel, R., and Davidsson, B., 2003. Forskningsmetodikens grunder. Studentlitteratur, Lund.
Porras, J. 1., and Robertsson, P. J., 1992. Organizational Development: Theory, Practice and
Research in Handbook of industrial and organisational psycology. Consulting Psychologist
Press inc, California.

Prince, H., 1985. The allocation of function in systems. Human Factors 27, 33-45.

Provost, J., Fasth, A., Stahre, J., Lennartsson, B., and Fabian, M., Human operator and robot
resource modelling for planning purposes in assembly systems 4th CIRP Conference on
Assembly Technologies and Systems (CATS), Ann Arbor, USA, 2012.

Rampersad, H. K., 1994. Integrated and simultaneous design for robotic assembly. Chichester,
England.

Rasmussen, J., 1983. Skills, Rules, Knowledge, Signals, Signs and Symbols and other
Distinctions Human Performance Models. IEEE Transactions on Man, Systems and
Cybernetics, 257-266.

Rasmussen, J., 1985. The Role of Hierarchical Knowledge Representation in Decision-making
and System Management. IEEE Transactions on Man, Systems and Cybernetics SMC-15/2,
234-243,

59



122.

123.

124.

125.

126.

127.

128.

129.

130.

131.

132.

133.

134.

135.

136.
137.

138.

139.

140.

141.

142.

143.

144.

145.

146.

147.

148.
149.

Rasmussen, J., Pejtersen, A. M., and Goodstein, L. P., 1994. Taxonomy for work analysis.
Design of work and development of personnel in advanced manufacturing. John Wiley &
Sons,inc p. 41-48, New York.

Rasmussen, J., Pejtersen, A. M., and Schmidt, K., 1990. Taxonomy for Cognitive Work
Analysis. Grafisk service, Roskilde, Denmark.

Rother, M., and Shook, J., 2002. Learn how to see. In: Lean, (Ed. Lean enterprise institute,
Sweden.

Satchell, P., 1998. Innovation and Automation. London, England.

Sekaran, U., 2000. Research methods for business - a skill-building approach.

Seliger, G., Viehweger, B., and Wiencke, B., 1987. Decision Support in design and
optimization of flexible automated manufacturing and assembly. Robotics and computer-
integrated manufacturing 3, 221-227.

Sherehiy, B., Karwowski, W., and Layer, J. K., 2007. A review of enterprise agility: Concepts,
frameworks, and attributes. International Journal of Industrial Ergonomics, 445-460.

Sheridan, T., and Parasuraman, R., 2006. Human-automation interaction. Human factors and
ergonomics 1, 89-129.

Sheridan, T. B., 1980. Computer control and Human Alienation. Technology Review 83, 60-
73.

Sheridan, T. B., 1992. Telerobotics, automation and human supervisory control. MIT Press,
Cambridge Massachussetts.

Sheridan, T. B., 1995. Human centred automation: oxymoron or common sense?, Intelligent
Systems for the 21st Century, IEEE international. Proceedings of: Systems, Man and
Cybernetics, pp. 6.

Sheridan, T. B., 2000. Function allocation: algorithm, alchemy or apostasy? International
Journal of Human-Computer Studies 52, 203-216.

Skinner, W., 1969. Manufacturing—missing link in corporate strategy Harvard Business
Review May-June, 136-145.

Slack, N., 2005. The flexibility of manufacturing Systems. International Journal of Operations
& Production Management Vol. 25 No. 12.

Smith, K., 2004. Living the Vision Seventy Years Later. Maynard exchange 9.

Stahre, J., 1995. Evaluating human/machine interaction problems in advanced manufacturing.
Computer Integrated Manufacturing Systems 8, 143-150.

Stahre, J., 1995. Towards human supervisory control in advanced manufacturing systems,
Chalmers university of technology, Gothenburg.

Starrin, B., and Svensson, P.-G., 1994. Kvalitativ metod och vetenskapsteori. Studentlitteratur,
Lund.

Stoessel, C., Wiesbeck, M., Stork, S., Zaeh, M. F., and Schuboe, A., 2008. Towards optimal
worker assistance: Investing Cognitive processes in manual assembly, The 41st CIRP
conference on manufacturing systems Tokyo, Japan.

Strauss, A., 1987. Qualitative research for social scientists. Camebridge university press.
Stahl, J.-E., 2006. Industriella tillverkningssystem - lainken mellan teknik och ekonomi. Lunds
tekniska hogskola, Lund.

Stahl, J.-E., 2007. Industriella tillverkningssystem - lanken mellan teknik och ekonomi. Lunds
tekniska hogskola, Lund.

Safsten, K., 2002. Evaluation of assembly systems - an exploratory study of evaluation
situations, Linkdping university, Linkoping.

Safsten, K., and Aresu, E., 2000. Vad 4r bra monteringssystem?: En studie av utvirdering och
utformning pa 15 industriforetag i Sverige. Linkdpings universitet, Link&ping.

Safsten, K., Winroth, M., and Stahre, J., 2007. The content and process of automation
strategies. International Journal of Production Economics 110, 25-38.

Tangen, S., Axelsson, J. v., Dencker, K., and Grondahl, P., 2008. Strategi och
produktionsutveckling, chapter 1. WoxénCentrum, Stockholm.

Taylor, F. W., 1911. Principles of Scientific Management.

Tesar, D., 2002. Meeting Human Needs While Reducing Human Drudgery The University of
Texas at Austin

60



150.

151.

152.
153.

154.

155.

156.

157.
158.
159.
160.
161.
162.
163.

164.

165.

Wacker, J. G., 1998. A definition of theory: research guidelines for different theory-building
research methods in operations management. Journal of Operations Management 16, 361-385.
Waterson, P. E., Gray, M. T. O., and Clegg, C. W., 2002. A socio-technical method for
designing work systems. Human Factors 44, 376.

Weaver, W., 1948. Science and Complexity. American Scientist 36.

Westkédmper, E., Digital Manufacturing in the global Era. Proceedings of the 3rd International
CIRP Conference on Digital Enterprise Technology, Settibal, Portugal, 2006.

Westkdmper, E., Manufuture and sustainable manufacturing. Proceedings of the 41st CIRP
conference on manufacturing systems Tokyo, Japan, 2008.

Wiendahl, H.-P., 2002. Wandlungsfihigkeit: Schliis-selbegriff der zukunftsfahigen Fabrik
(Transformabi-lity: key concept of a future robust factory), Werkstattstechnik online.
Wiendahl, H. P., EIMaraghy, H. A., Nyhuis, P., Z&dh, M. F., Wiendahl, H. H., Duffie, N., and
Brieke, M., 2007. Changeable Manufacturing - Classification, Design and Operation. CIRP
Annals - Manufacturing Technology 56, 783-809.

Wilkinson, A. M., 1991. The scientists hanbook for writing papers and dissertations.
Englewood cliffs, New jersey.

Williams, T., 1977. 20 years of computer control. Can. Control 16 (12).

Williams, T. J., 2009. Handbook of Automation, Chapter 2.

Winroth, M., 2006. DYNAMO WP1, Automation Strategies, Jonkdping.

Winroth, M., Séfsten, K., and Stahre, J., 2005. Automation strategies - existing theroy or ad
hoc decisions?, 16th Annual conference of POMS, Chicago, IL.

Womack, J., Jones, D., and Roos, D., 1990. The Machine that Changed the World. Harper
Collins, New York.

Wright, P., Dearden, A., and Fields, B. O. B., 2000. Function allocation: a perspective from
studies of work practice. International Journal of Human-Computer Studies 52, 335-355.
Waifler, T., Johansson, A., Grote, G., and Stahre, J., Complementary interaction of humans
and machines in highly automated production systems - KOMPASS and TEAM. 13th
Triennial Congress of the international Ergonomic Association, Finnish institute of
occupational health, 1997, pp. 227-279.

Yin, R. K., 2003. Case Study Research: Design and Methods. London, Sage.

61



62



	2 Theoretical framework
	2.1 Level of automation (LoA)
	2.2 Dynamo++
	2.1.1 Current stage
	2.1.2 Future stage

	2.3 Level of competence (LoC) and the operator
	2.4 Level of information (LoI)

	3 Analysis towards proactivity
	3.1 Operator roles in the assembly system
	3.2 Meta methodology, the ProAct loop
	3.2.1 1st Loop - current stage mapping
	3.2.2 2nd Loop- future stage analysis


	4 Discussion and conclusion



