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Abstract

In this paper, we address the design of a reconfigurable assembly line while considering the presence of tasks
with uncertain processing time and a limited number of extra resources. The principal goal is to find a line
design that offers the most interesting scope in terms of productivity and robustness when the extra resources
are used. In order to evaluate any line design in such a situation, a new bi-objective based scalability indicator
is introduced. A simulated annealing algorithm is developed to find a line design that optimizes the proposed
indicator. The algorithm is tested and approved on a set of instances derived from the literature. The results
show that the proposed approach is stable and capable of finding a suitable design solution in a relatively short
computational time.

Keywords: reconfigurable manufacturing systems, simulated annealing, scalability, robustness, productivity,
balancing, bi-objective optimization

1. Introduction

The concept of reconfigurable manufacturing systems (RMS) was introduced by Koren et al. [1] as a re-
sponse to the high volatility and unpredictability of market demand driven by global competition. Traditional
manufacturing systems, including both dedicated and flexible ones, are not well-suited to meet the requirements
of the current market (see, e.g., Koren et al. [2]). These latter systems are unable to provide a rapid and cost-
effective response to changes in production needs, which is an important capability for companies seeking to
survive in a turbulent business environment. RMS have a number of key features (modularity, integrability, cus-
tomization, convertibility, diagnosability and scalability) that enable them to quickly and effectively adjust to
meet changing market demands (see, e.g., Koren and Shpitalni [3]). The structure of RMS is usually composed
of serial workstations, each of which is often equipped with extra resources. These resources are employed to
enhance the production process. Designing such a system consists in assigning a set of manufacturing tasks
and allocating extra resources to workstations while respecting technical constraints and aiming to optimize
specific production objectives.

The design of an RMS has a significant impact on its operational performance. In the scope of this study,
the productivity and robustness of an RMS receive special consideration. Productivity is defined here as the
number of products manufactured within a given period of time, whereas robustness is the capacity of the sys-
tem to maintain its productivity despite variability in task processing time (see, e.g., Sotskov et al. [4]). Thus,
while improving productivity aims to decrease the time between two successive finished products, enhancing
robustness focuses on increasing this time to guarantee that the system can cope with the mentioned variabil-
ity. These two goals are antagonistic, but both important since a higher level of productivity leads to greater
profitability and a higher level of robustness reduces losses. In order to address the studied objectives properly,
it is necessary to adopt a multi-objective approach. In this paper, inspired by Cerqueus and Delorme [5], we
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propose a bi-objective based indicator to evaluate the evolution of productivity and robustness that an RMS
could achieve at the design stage. The proposed indicator can also be viewed as a scalability measure. To find
an RMS design with the largest value of the proposed indicator, an appropriate simulated annealing algorithm
is developed and approved on a set of benchmark instances from the literature.

The remaining sections of the paper are organized as follows. Section 2 presents the literature related to
scalability aspects and robustness in RMS. Section 3 introduces the studied problem. Section 4 provides some
details on the use of extra resources in the design stage and an explanation of the employed scalability measure.
The developed simulated annealing is detailed in Section 5. Numerical results are provided and analyzed in
Section 6. Conclusion and perspectives are presented is Section 7.

2. Related literature review

Koren et al. [6] affirm that scalability could be considered as the most relevant characteristic of an RMS,
since it has a significant impact on the profitability of manufacturing companies. According to Putnik et al. [7],
scalability is defined as the ability of the production system to change its output quickly and progressively in
order to follow market demand. This latter goal is generally achieved by adding or removing manufacturing
resources. Several research studies have dealt with scalability in RMS, which we classify into two categories.

The first category aims to select an optimal system configuration or management policy in terms of capacity
scalability. Koren et al. [8] and Spicer et al. [9] examine the effect of system configuration. Both studies show
that configurations with parallel resources and crossover provide an interesting compromise between scalability
and investment cost. Deif and EIMaraghy [10] develop a dynamic approach to determine an optimal scalability
policy for various demand profiles. These policies are evaluated based on four following metrics: capacity
level, WIP! level, inventory level and backlog level. In another contribution, Deif and EIMaraghy [11] propose
a method for identifying an optimal scheduling of capacity scalability. This latter aims to determine when and
how much to produce in order to meet demand at the lowest possible cost. Moghaddam et al. [12] develop a
two-stage approach for designing a scalable RMS configuration. The first stage consists in designing an initial
RMS configuration while minimizing total manufacturing costs and ensuring that demand is met. Once demand
increases, the second stage enables the selection of the best possible reconfiguration with the lowest additional
cost. The described approach was then extended for a family of products in Moghaddam et al. [13].

The second category, which focuses on scalability measures, is less studied in the literature. Only two
papers can be noted. Thus, Koren et al. [6] suggested a metric for evaluating the scalability of a configuration
based on its current state. The proposed metric reflects the minimal capacity increment that could be applied
to adjust the system throughput according to market demand. The smaller the capacity increment, the more
scalable the configuration. In a more recent contribution, Cerqueus and Delorme [5] provided a new measure
for assessing the scalability of single-product RMS from the design phase. The proposed measure is based on
a multi-objective analysis and enables to evaluate the scalability of each RMS balancing by considering all its
possible configurations.

In addition to scalability, robustness is an important feature that is usually taken into account in the design
phase of a manufacturing system. It has not been studied in the specific context of RMS, but has been largely
investigated within the framework of SALBP? (see, e.g., Battaia and Dolgui [14]). This problem generally aims
to assign a given set of assembly tasks to a given set of workstations, while satisfying some technical constraints
and optimizing specific production objectives. The latter assignment is usually refereed to as ‘balance’. The
principal goal of the robust approach in the domain of SALBP is to find a balance that has the best performance
for its worst-case realization of uncertain task processing times. It is also worth to mention that the main
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advantage of the robust approach over the two classical ones (stochastic and fuzzy) lies in the fact it does
not require reliable historical data related to uncertainty. Thus, for example, Hazir and Dolgui [15] study a
variant of the SALBP problem aiming to find a balance with the minimal load on the busiest workstation. For
this problem, the number of workstations is fixed, no cycle time constraint is considered and all the tasks are
supposed to be uncertain, with processing time represented as an interval. The lower (resp. upper) limit of the
interval models the nominal (resp. maximal) processing time of the task involved. Based on Bertsimas and
Sim’s idea, the authors assume that, in the worst case, only I tasks can take their upper interval limits at the
same time, and the other tasks keep their nominal processing time values. This leads to consider a particular
bi-level optimization problem, for which the authors develop a decomposition approach. Rossi et al. [16] also
study a SALBP variant with a fixed number of workstations and a given cycle time. However, unlike Hazir and
Dolgui [15], the authors suppose that only some tasks (and not all of them) are considered as uncertain without
any additional information. As an alternative robust approach, they look for a balance that can support (while
remaining feasible) the greatest possible amplitude of nominal processing time increase for all uncertain tasks.
The value of the mentioned amplitude is called the stability radius, which is considered as a possible robustness
measure and can be calculated using different norms. Thus, to find such a balance, Rossi et al. [16] study the
/1 and [, norms for the stability radius and propose a mixed-integer linear programming (MILP) model as well
as different theoretical upper bounds for each of them. A similar approach was done in Pirogov et al. [17], but
for the case of transfer line balancing. Finally, in Gurevsky et al. [18], the authors, studying the same variant of
SALBP as in Rossi et al. [16], propose a more appropriate robustness measure, called stability factor. Its main
difference with respect to stability radius consists in analyzing the greatest percentage of increase and not its
amplitude.

In this paper, we try to merge the ideas of Cerqueus and Delorme [5] and Gurevsky et al. [18] by integrating
productivity and stability factor into one bi-objective based measure of scalability.

3. Problem description

Let V = {l1,...,n} be a set of manufacturing tasks and ‘W = {1,...,m} a set of available workstations.
We consider an assembly line in a reconfigurable environment producing a single model of product. A line
balance, denoted by B, is viewed as an assignment of # tasks to m workstations, such that each task is assigned
to exactly one workstation and each workstation has at least one assigned task, while satisfying precedence
constraints. The processing time of task j is noted as #; and the sum of the processing time of the tasks assigned
to workstation k is considered as its load and noted as [;. Furthermore, the cycle time of workstation k, noted as
¢y, refers to the theoretical minimum time required between two successive product outputs at this workstation.
A workstation with the highest cycle time, known also as a bottleneck workstation, determines the production
line rate, known as takt time, noted as 7' and computed as maxycy cr. Productivity P is the inverse of takt time,
which reflects the speed of the production process that we aim to maximize.

In the studied context, it is assumed that only a subset V of so-called uncertain tasks can be identified.
The processing time for each of these tasks is considered as variable without any additional information. The
robustness of such a production line, refereed to as R, is assessed on the basis of the measure proposed by
Gurevsky et al. [18] and called stability factor. By analogy with [, we also introduce a notation [;, which
represents the sum of the processing time among the uncertain tasks assigned to workstation k. The time
interval that a product spends between input at a given workstation and input at the next one is called the
occupancy time, while the difference between the occupancy time and the load on that workstation is called
the margin. The margin allows to cope with variations in task processing time: the greater the margin, the
more robust the workstation. Following Gurevsky et al. [18], the stability factor of a workstation k, noted
here as f;, is computed as the ratio between its margin and J;. In what follows, a workstation with the lowest
stability factor is referred to as a “risky” workstation. This workstation determines the robustness of the whole
production line, so that R = mingcqy f.
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Example 1. Figure 1 illustrates an example of precedence graph. Each node of this graph symbolizes a
particular task. The task number (resp. nominal task processing time) is indicated inside (resp. above) the
corresponding node. Grey nodes represent uncertain tasks belonging to V. Figure 2 shows a possible line
balance with 5 workstations and no extra resources. The notations introduced above are depicted below each
workstation. The takt time, 7 = 13, is determined by the bottleneck workstation 2. Thus, the productivity P of
the line is equal to % In terms of robustness, workstation 5 is the unique risky one with fs = % = g and
therefore R = %, i.e., the production line is able to maintain its productivity even though the processing time of

every uncertain task is multiplied by 1 + R. ]

Figure 1: Precedence graph
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Figure 2: Example of a possible line balance

In this paper, we study the case where any RMS can be reconfigured by adding or removing extra resources
in order to improve its productivity or robustness. In the following, a configuration refers to a line balance with
extra resources added to workstations. Improving the productivity (resp. robustness) of the RMS starts with
identifying bottleneck (resp. risky) workstations. Allocating an extra resource to such a workstation in terms
of productivity (resp. robustness) can be interpreted as adding a new identical machine in parallel to (resp.
adding a new buffer stock after) this workstation. The latter permits to reduce the cycle time (resp. increase the
margin) of this workstation and potentially improve the productivity (resp. robustness) of the entire line. More
formally, following Cerqueus and Delorme [5], Gurevsky et al. [18] and the interpretation mentioned above,
the productivity P and robustness R of any configuration can be calculated as follows:

. {1 +r]f}
P = min ,
keW Ix

L+rP+ry. T -1
R=min{( k Nk) k},

ke W lk

where r/f and r,’f are the number of extra resources added to workstation k in terms of productivity and robust-
ness, respectively.
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Example 2. Based on the initial balance, presented in Figure 2, and having one extra resource, it is possible
to generate one more productive or robust configuration. Indeed, by adding an extra resource in terms of
productivity to the single bottleneck workstation 2, we reduce its cycle time to %, leading to the new bottleneck
workstation 5 with ¢s = 9. This increases productivity P from 1—13 to %. On the other hand, by adding an extra
resource in terms of robustness to the single risky workstation 5, we increase its stability factor from g to g,
and, as a result, the robustness of the resulting configuration is also improved up to g. O

Thus, the principal goal of this paper is to design a line balance that offers the best trade-off between
productivity and robustness among its possible configurations when distributing a limited number . Of extra
resources. All the steps involved in such a design are presented in the next sections.

4. Configurations and scalability measure

An efficient way in distributing ry,x extra resources for a given line balance B involves two main aspects.
The first one consists in identifying bottleneck and risky workstations for B and for all its potential configura-
tions. The second one comprises an iterative process of generating configurations using lists of configurations,
noted L;, i € {1,..., rmax}, sharing the same number i of extra resources. Each list is build from the previous
one, taking into account the natural fact that £ := {B}. The global process is more formally presented below
by Algorithm 1.

Algorithm 1 GENERATION OF CONFIGURATIONS

Input: An initial balance B and a maximal number ry,,x of extra resources that can be added.

Output: Lists of configurations.

1. Seti := 0 (current number of added resources), Ly := {B}, and L; :=0,i € {1,. .., rmax}-
2. Choose a new configuration from £; and identify all its bottleneck and risky workstations.

3. For each bottleneck (resp. risky) workstation, generate a new configuration by adding one resource in
terms of productivity (resp. robustness) to this workstation. Then, add all the generated configurations to

Liv1.
4. If all the configurations from £; are explored, then go to Step 5. Otherwise, go to Step 2.
5. Update i :=i+ 1. If i < rpax, g0 to Step 2. Otherwise, stop and return £;, i € {0, 1,. .., Fmax}-

It is important to point out that the lists £;, i € {1,..., rmax}, provided by Algorithm 1, can sometimes
contain the configurations that are dominated in the Pareto sense (see, e.g., Ehrgott [19]) by other configurations
from the same list in terms of productivity and robustness. As a consequence, such dominated configurations
should naturally be excluded from future consideration and from these lists. Thus, Figure 3 shows an example
of the potential image of the first three lists Ly, £; and £, of non-dominated configurations in the bi-objective
space of productivity P and robustness R to be maximized.

In order to compare the configurations obtained from different balances, a bi-objective based metric, noted
as HV, is introduced in this paper. This metric is calculated as Z,@S‘ HV;, where HV; represents the well-known
hyper-volume (see, e.g., Ehrgott [19]) of £;. This latter is computed as the spatial value of the geometric area
between the image of £; in the bi-objective space of productivity and robustness and a reference point, which
usually represents lower bounds for these two objectives. The grey area in Figure 3 illustrates HV».

The higher the value of HV, the larger the scope of productivity and robustness covered by the configu-
rations derived from the balance. Thus, HV can be viewed as an appropriate scalability measure. In the next
section, we show how to identify a balance that maximizes HV.



CIESO0 Proceedings, October 30-November 2, 2023

ELSEVIER American University of Sharjah, UAE
R
0.07
0.03.0,06,
0.06 ’ )
0.05
0.04
HV2 (0.04,0,03)
0.03 [ ]
\
\
\
\
0.02 L
\
\
\
\
\
0.01
LO [} A \
A\
®
(0.07,0)
0.01 0.02 0.03 0.04 0.05 0.06 0.07 0.08 0.09 P
A+

Figure 3: An example of three lists of non-dominated configurations and HV, computation

5. Simulated annealing

In this study, we develop a simulated annealing algorithm for finding a line balance with the greatest value
of HV. Inspired by the metallurgical annealing process (see, e.g., van Laarhoven and Aarts [20, p. 7-15]),
this approach is a widely used meta-heuristic for combinatorial optimization problems. The algorithm starts
with an initial solution generated by a heuristic method. At each iteration a new solution is selected in the
neighborhood of the current one, by applying a move. It is accepted by the algorithm if it is better according
to a fitness function f(-) or according to a probability depending on its quality. The algorithm stops when
it reaches a given number of iterations and returns the best found solution. Algorithm 2 provides a formal
description of the proposed simulated annealing.

For the studied problem, the initial solution is generated by an appropriate variant of the well-known COM-
SOAL heuristic (see, e.g., Arcus [21]). The fitness function f(-) is represented by computing HV. The move
used to generate a neighbor solution consists in randomly selecting a task and transferring it to a new worksta-
tion. A transfer move is performed without violating any precedence constraint. Figure 4 depicts an example
of a transfer move where task 6 is moved from workstation 3 to workstation 1, satisfying the precedence con-
straints illustrated in Figure 1.

1 2 3
[l ZIS 4 SI6
/

Transfer move
[ 1 2 6 I 3 4 5 I 8 I 7 9 I 10 11 ]

Figure 4: An example of moving task 6
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Algorithm 2 SIMULATED ANNEALING

Input: An initial temperature 7', a cooling ratio @, a maximum number of epochs Epx, a maximum number
of moves per epoch My,,x and an initial solution 5.

Output: A new solution s®.

1. Seti := 1 (number of iterations in the epoch), j := 1 (current epoch), sB = s (best found solution)
and s© := s (current solution).

2. If i > Mpax, then go to Step 3. Otherwise, construct a new feasible solution s* by randomly and feasibly
moving a task from one workstation to another. If f(s*) > f(s(B)), then update sB = g If f(s*) >
£(s©)), then update s(©) := s*. Otherwise, compute A := f(s*)— f(5‘©)) and set s© := s* with probability
exp(A/T). Update i := i + 1 and repeat Step 2.

3. If j < Enax, then consider the next epoch, i.e., set j := j+1,i:=1,T := aT and go to Step 2. Otherwise,
stop end return solution s®.

6. Experimental results

To experimentally evaluate our approach, we consider 525 instances with 20 tasks each, extracted from
Otto et al. [22]. We generate a random subset of uncertain tasks such that ['V| = [0.2 - |'V[]. The instances are
categorized into three subsets, based on the density, noted as OS, of their precedence graph: 226 instances with
0OS ~ 0.2, 226 instances with OS =~ 0.6 and 73 instances with OS =~ 0.9. The number m of workstations is set
to 5 and we limit the number of tasks assigned to a same workstation to 30% of n. Moreover, the maximum
number rmyax Of available extra resources is set to .

The parameters of the simulated annealing are determined empirically. The initial temperature 7 is given
as 0.028 and « is fixed at 0.98. The maximum number of epochs E.x is initialized to 10n. The number
of iterations per epoch M, depends on OS, i.e., Mp,x = 3—2. Ten replications of the simulated annealing
algorithm are performed for each instance. The experiments were implemented using the Python language and
carried out on the LICCiA server, located in the LS2N laboratory at the University of Nantes and equipped with
an Intel Xeon Platinium 8260 processor running at 2.4 GHz and having 2 GB RAM.

oS #Instances Avg. CPU,(s) Avg. HV Avg. #NDC Avg. MRG Avg. IMP

0.2 226 50.93 0.05 34.63 0.91 2.74
0.6 226 16.96 0.04 32.64 0.90 1.79
0.9 73 11.31 0.04 28.82 0.97 1.49
Global 525 30.80 0.04 32.97 0.91 2.16

Table 1: Computational results for the instances with n = 20 and 7y = 5

Averaged results are summarized in Table 1. The first and second columns represent the subsets of instances
with respect to OS and the total number of instances per subset, respectively. The average CPU time per instance
is given in the third column. The fourth column indicates the average HV of the best found solution, while the
fifth column provides the average number of non-dominated configurations. The column Avg. MRG is the merge
indicator. It is computed for each instance as the average ratio of the HV of the returned solution over the HV
of the best found one over the 10 replications. The last column is the improvement indicator. It shows the ratio
between the HV of the best found solution over the HV of the initial solution.

The table shows that the resolution time is negatively correlated with OS, which was expected since the
number of iterations per epoch depends on OS. Thus, the less dense the precedence graph, the longer it takes
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to resolve a corresponding instance. The improvement indicator shows a significant enhancement of the HV
metric, which is doubled on average. Moreover, the obtained balances present a large number of possible non-
dominated configurations, offering the decision-maker multiple options. It is noticeable, however, that instances
with higher OS values tend to have fewer non-dominated configurations.
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Figure 5: Simulated annealing performance

The merge indicator is on average 0.92, which confirms the stability of the simulated annealing algorithm.
The blue-colored curve in Figure 5a illustrates the HV evolution of accepted solutions, while the red-colored
curve presents the HV evolution of the best found ones, for a representative instance. We can observe that the
algorithm tends to tolerate more degrading solutions during the initial iterations. This observation is confirmed
by the evolution of the acceptance rate depicted in Figure 5b. The acceptance rate is computed, for each epoch
of simulated annealing, as the ratio between the number of accepted solutions and the total number of generated
ones. As shown in Figure 5b, this ratio is higher than 0.9 at the initial iterations, then decreases and converges
to zero at the end of the algorithm.

Overall, the obtained results highlight the stability and efficiency of the proposed approach.

7. Conclusion and perspectives

The main contribution of this paper is the introduction and study of a new scalability measure for evaluating
the feasible balances of any assembly line in a reconfigurable environment and in the presence of tasks whose
processing time is uncertain. The studied measure has a bi-objective character, but provides a scalar value
intended to represent, for a given line balance, the quality of all its attainable non-dominated configurations in
terms of productivity and robustness when the extra resources are used. The second important contribution is
the development of an appropriate simulated annealing algorithm aiming to find a line balance with the greatest
value of the proposed measure. It is shown that the algorithm provides good quality line balances in a relatively
short period of time for small-size instances.

A potential first extension of our study would be to test the proposed approach on larger-size instances.
A deeper characterisation of non-dominated configurations would allow to fasten the generation process and
thus the overall resolution procedure. To get closer to industrial reality, more complex contexts should also
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be analyzed, for example multi-product lines or changes in product specifications. Furthermore, it would be
interesting to integrate environmental and social objectives into the analysis.
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