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Abstract

Owing to its high efficiency and flexibility, the seru production system (SPS), which orig-
inated in Japan, has attracted greater attention in management and academic studies. This
research focuses on optimizing the configuration for implementing the SPS under an uncertain
demand. The study is aimed at formulating a robust production system capable of effec-
tively responding to stochastic demands. The primary issues are determining the amount of
skill training required and matching workers with their corresponding skills. A stochastic
optimization model is developed to minimize the total expected cost of the system, while
considering the costs associated with training, staff shortage, and staff surplus. A heuristic
algorithm is developed to solve this problem. Experimental results indicate that, compared
to the full-skilled training strategy, appropriate partial skill training (such as the long chain
skill training strategy) can yield greater benefits. The total cost and amount of skill training
increase with growing differences in the product mix compositions, demand fluctuations, and
number of product types. Moreover, the skill level of workers increases with a decrease in
training cost and an increase in staff shortage and surplus costs.

Keywords Japanese cellular manufacturing - Seru production system - Worker skill
configuration - Stochastic optimization
1 Introduction

The seru production system (SPS), a Japanese cellular manufacturing technique, has gained
popularity in Japanese manufacturing companies owing to its high efficiency and flexibil-
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ity (Miyake 2006; Stecke et al. 2012; Roth et al. 2016). The SPS involves converting from
an assembly line with several workers to one with few workers who can assemble a com-
ponent/product from start to finish. A few Japanese newspapers have also represented seru
as dismantling of a conveyer belt (Shinohara 1995). When implementing the SPS, workers
who originally worked on an assembly line are cross-trained and assigned to several serus.
Research on machine-centered production systems has consistently focused on allocating
tasks to machines (Alhadi et al. 2020; Quinton et al. 2020). However, for a human-centered
production system, grouping workers into different serus is an important issue in the SPS
(Kaku et al. 2009; Yu et al. 2014, 2017; Wang and Tang 2018). In this study, we aim to
optimize the skill configuration of workers for implementing the SPS through an assembly
line under an uncertain demand.

Currently, increasing diversification, smaller volumes, and shortened lifecycles appear to
be prominent characteristics of customer demands. Owing to these new requirements, man-
ufacturers face challenges pertaining to quick responses to dynamic and uncertain demands
as well as the increased costs required to maintain a profitable production system due to
increasing labor costs, material costs, etc. (Yin et al. 2017, 2018). Existing assembly lines
are subject to costly conveyer belts and inefficient management of frequent product changes.
However, in the SPS, simple self-made tools that offer the same functionality are employed,
instead of expensive equipment. Meanwhile, the SPS involves a U-shaped work station,
which reduces space consumption. Apart from these financial benefits, employing multi-
skilled workers enables a more efficient and flexible assembly line suitable for a wide variety
of products with short life cycles. Thus far, several manufacturing companies have adopted
the SPS, particularly electronic industries such as Sony and Canon (Yin et al., 2008, 2017);
these companies have achieved considerable benefits in terms of cost reduction and market
responsiveness to the new demand conditions. For instance, Canon implemented the SPS
in 54 plants in 23 countries from 1998 to 2003; during this period, 20,000 m of assembly
conveyor belts were dismantled and 720, 000m? of shop-floor space was saved (Yin et al.
2008). Consequently, manufacturing firms can benefit significantly by converging their orig-
inal assembly lines to the SPS.

Although many Japanese newspapers and magazines have reported on the SPS (Stecke
et al. 2012), theoretical research in this area is still in its nascent stages (Yu et al. 2017).
Moreover, very few studies on the implementation of the SPS have focused on the skill
levels in the serus. Most of these studies focus on implementing the SPS using an assembly
line, while assuming that all the serus in the SPS are capable of assembling all types of
products (Kaku et al. 2009; Liu et al. 2012; Yu et al. 2013). However, this assumption
is not always economic or practical, as it necessitates large-scale training and equipment
duplications. In particular, when the tasks are highly complex and varied, it can be difficult
to obtain full-skilled workers because of the limited learning capacity and high training costs
(Slomp and Molleman 2002; Molleman 1998). Besides, Liu et al. (2013) and Ying et al.
(2017) proposed models for implementing the SPS through the training and assignment of
cross-trained workers. They focused on balancing the workers in each seru, under a simple
assumption that each seru can only produce one type of product; this reduced the flexibility of
the system. In addition, the objective functions considered in previous studies are measures
related to time (Kaku et al. 2009; Liu et al. 2012; Yu et al. 2012), training and balancing
costs (Liu et al. 2013; Ying et al. 2017; Ylmaz 2020; Wang and Tang 2018), or sustainable
objectives (Liu et al. 2015). Thus, greater attention should be devoted toward staff utilization.
Furthermore, even if the SPS offers several advantages under a dynamic demand, its impacts
under an uncertain demand have not been adequately documented. Liu et al. (2013) and Ying
et al. (2017) simply assumed that each seru in this system serves a single type of product
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Table1 Matrix of product type  pyoquct type BS ss1 ss2 $S3 sS4
and skill

i v Y

> J J

3 J J

4 J J
Table2 Example of skill Worker BS ss1 ss2 $S3 SS4
configuration for six workers

1 * # %

2 % %

3 * s

4 # # *

5 * *

6 * *

type under a stable demand. Yu et al. (2012, 2014) considered the uncertainties in product
mixes, batch sequences, and variable batch volumes. However, all the batches in these studies
were generated based on probability distributions prior to implementing the SPS, without
considering the arrival times. Thus, these SPSs in previous research were implemented under
a known demand. Therefore, it is necessary to more clearly define the implementation of the
SPS under an uncertain demand, from a practical perspective.

In this study, to supplement previous research on implementing the SPS, we focus on
optimizing skill configurations of the seru under an uncertain demand. It should be noted that,
in this study, skills represent the basic and specific skills required for assembling products,
rather than the operations at different stations of an assembly line. Thus, it is reasonable to
assume that, even if different products are assembled on the same assembly line, the tools
and techniques can vary with respect to the stations. As an example, we consider 4 product
types with one basic skill and four specific skills, as listed in Table 1. Let BS be the basic skill
for all product types and SS1 be the specific skill for product type 1, SS2 for product type 2,
and so on. Each worker possesses the basic skill and at least one specific skill. An example
of a feasible skill configuration for six workers is presented in Table 2, where workers 2, 3,
5, and 6 possess one specific skill, while workers 1 and 4 serve two product types.

The assignment problem can be categorized based on several aspects, such as call cen-
ter staffing problems (Atlason et al. 2004; Bhulai et al. 2012), machine-product scheduling
problems (Mtze 2014), and project management problems (Huchzermeier and Loch 2001).
These problems primarily focus on allocating appropriate tasks to each agent; this is also the
problem addressed in this study. However, in this study, additional factors need to be consid-
ered due to the aspects such as high training costs for multi-skilled workers and decreased
enthusiasm due to an underutilized workforce. Additionally, the assignment problem as well
as the skill configuration problem are addressed in this study. For appropriately incorporating
skill training, we explore manufacturing flexibility. Jordan and Graves (1995) demonstrated
that limited flexibility with an appropriate configuration can offer most of the benefits of
complete flexibility. In such a configuration, each plant serves only two product types, and
each product type can be served by only two plants. Moreover, a long chain connects each
plant and product type. Several studies have extended this idea and applied it to different
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applications. For instance, Wallace and Whitt (2005) explored agent flexibility in call centers
based on skill-based routing, Tomlin (2006) focused on agent flexibility in supply chain risk
management; Huchzermeier and Loch (2001) studied agent flexibility in project manage-
ment, and Bassamboo et al. (2010) investigated agent flexibility in newsvendor networks.
Furthermore, Deng and Shen (2015) proposed additional flexibility design guidelines for
unbalanced networks where the number of products exceeds the number of plants. Henao
et al. (2016) extended this research to unbalanced networks where the number of plants
exceeds the number of products. Moreover, Jordan and Graves (1995) developed an ana-
lytical method for the appropriate addition of skills; although this method selects product
types that provide the greatest flexibility, it does not indicate the plants that would benefit
from these additional skills. Consequently, adding a skill arc between individual products
and workers is an important problem.

In this study, we also aim to offer managerial insights for the implementation of the SPS
and address the following queries: (1) Can partially multi-skilled workers obtain greater
benefits as compared to full-skilled workers? (2) What are the necessary changes in the
performance and skill configuration of the SPS under varying demand fluctuations? (3) What
is the optimal skill configuration of the SPS for different cost-related conditions?

In this study, we focus on designing the skill configuration for the implementation of the
SPS, which enables manufacturers to realize improved responsiveness and reduced costs.
A stochastic optimization model is proposed to determine the optimal benefits and skill
configuration for this system. To achieve the optimal skill configuration of the SPS, we
propose a heuristic algorithm to appropriately incorporate specific skill training. Owing to
difficulties in the analytical calculations and the large-scale scenarios, scenario aggregation
is employed to address the uncertain demand. To efficiently solve the massive realizations
obtained via scenario aggregation, we introduce Cplex 12.6. In addition, a series of numerical
experiments is designed to analyze the variations in cost and skill configuration with respect
to the different uncertainties in demand (such as those in the composition of product mix
(CPM), demand fluctuation, and number of product types (NPT)) and cost-related parameters
(such as training cost, staff shortage cost, and staff surplus cost).

The remainder of this paper is organized as follows. The proposed mathematical model is
discussed in Sect.2. Section 3 introduces the method of solving this problem. Subsequently,
the numerical experiments are presented in Sect. 4. Finally, the conclusions of this study and
the scope of future research are highlighted in Sect.5.

2 Model formulation
2.1 Assumptions and notations

A seru is essentially a converged assembly line. There are three types of serus: divisional seru,
rotating seru, and yatai. Workers in divisional serus are cross-trained and are responsible for
one or more operations. In this seru, workers cooperate to complete the product assembly,
similar to a shortened assembly line. In a rotating seru, several workers assemble products
from start to finish; they chase one by one like rabbit chasing and do not disturb any other
workers in the same seru. Similarly, yatai is a single-worker version of the rotating seru. Yatai
is used for representing the ideal form of seru (Yin et al. 2008). Details of these three types
of serus are presented in Fig. 1.
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Divisional seru Rotating seru

Fig.1 Three types of serus

With regard to the SPS skill configuration problem, we consider that J workers are initially
working on an assembly line. Owing to the uncertain product types and fluctuating volumes,
manufacturers need to improve their responsiveness through the implementation of the SPS.
In other words, an assembly line can be converged and converted into an SPS where all J
workers are cross-trained with appropriate skill sets. In this study, we only focus on rotating
serus; this implies that all the workers are capable of assembling products from start to finish,
without any assistance.

First, the skill configuration of all the workers can vary over a wide range. In a rotating
SPS, each worker should be trained with at least one specific skill. Under a deterministic
demand, the training strategy involves simply assigning an appropriate number of workers to
each product type. However, using specialists under an uncertain demand is not sufficiently
flexible. For example, let us consider 3 product types with demands of 8, 10, and 12, along
with 3 workers each with a capacity of 10. Provided all workers are single-skilled specialists
for a single product, the expected sales will be 28. Evidently, if the first worker can serve
both product types 1 and 3, the expected sales will increase to 30. It should be noted that the
expected sales will not increase through the addition of any other skills. Although training
all the workers in all specific skills is the simplest configuration for uncertain demands, we
need to restrict the amount of skill training in order to control the training cost. Considering
all specific skills as a set, as shown in Table 1, {SS1 SS2 SS3 SS4} is a specific skill set for
this product mix. All the workers can be trained in any subset of the specific skill set, while
converging the assembly line to the SPS. By counting the number of subsets of the specific
skill set, the number of possible skill configurations for each worker is 2K 4+ 1, where K is
the total number of product types. Similarly, the total number of possible skill configurations
is 2K + 1)/, where J is the number of workers.

Furthermore, the uncertain demand needs to be well defined. Although it is difficult to
determine the accurate demand for each day, the distribution of demand should be estimated
in advance based on historical production data. We assume that there are K product types,
where the demand of product type k follows the distribution dy ~ N (uk, ox) for a certain
period. This period can be 1h, one day, or several days. The demand of a certain product
type can only be served by workers who possess all the skills required for this product type.
As this study focuses on the planning aspects, where the primary issue is skill configuration
rather than scheduling, we explore balancing the demand and capacity. Staff shortage costs
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are incurred when demand cannot be met under a particular skill configuration. Meanwhile,
staff surplus costs are incurred when the workers are underutilized.

In summary, the primary challenge faced by a manager is determining the appropriate
skill set for each worker. This study intends to formulate a model for minimizing the cost of
the SPS subjected to an uncertain demand by determining the amount and type of skills that
a worker should possess. Consequently, the decision variables in this research are the skill
sets for each worker. Let Y, with a value of 1, denote that the specific skill k can be handled
by worker j. All parameters and variables are denoted as follows:

Notations:

k: index of product type and specific skills (k = 1,2, ..., K);

j: index of workers (j =1,2,...,J);

A: capacity of a worker;
dy: demand of product type k;

C: training cost for a worker with any specific skill;
a.: coefficient of staff shortage cost for one worker;

a: coefficient of penalty cost for lost sales, @ = a./A;
Be: coefficient of staff surplus cost for one worker;

B: coefficient of penalty cost for idle capacity, 8 = B./A.

Decision variables:

X jx(w): the number of product type k assembled by worker j in scenario w.
1, if worker j is trained with specific skill k

ij = .
0, otherwise

2.2 Stochastic optimization model for SPS skill configuration

As the SPS in this study is composed of rotating serus, J workers from the original assembly
line need to be trained in operations of the different stations on the conveyer belt; this is
to ensure that they are capable of handling at least one product type from start to finish.
Although different product types need to be served within a single station depending on the
formal production design, these operations could vary. We assume that, for each worker at a
station, the processing time and the training cost of a specific skill are identical. Consequently,
we calculate the training cost of each worker based solely on the training of specific skills.
The training cost of worker j can be expressed as Z,le Y;xC, where C is the training cost
for a worker with a single specific skill. For instance, the training cost of a worker is 2C
when the worker is trained in specific skills 1 and 2.

To evaluate the performance of a certain skill configuration, staff shortage or surplus in
this system need to be considered. For a certain skill configuration, the primary issue per-
tains to demand allocation, which determines the appropriate demand allocation for each
worker required to maximize expected sales. Hence, we define x j; as the number of assem-
bled items of product type k by worker j. Staff shortage cost occurs when the demand

of product type k cannot be met; it is expressed as (dx — Zjl':l xjt)t x C x a, where

(dy — 21{21 xjk)+ = max{0, (dy — Z;zl Xjk)}, and « is the coefficient of the penalty cost
for lost sales (staff shortage cost). Contrarily, staff surplus cost arises when the capacity
of worker j is underutilized; it can be expressed as (A — Z,le xjk)T x C x B, where
(A - Z,le xj)T = max{0, (A — Z,le xjx)}, and B is the coefficient of penalty cost for
idle capacity (staff surplus cost). For convenient exposition, we set the training cost of one
specific skill for a single worker as C = 1,Vj, k. To summarize, under a deterministic
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Table 3 Skill configuration and demand allocation for scenario 1

Worker index Product type 1 Product type 2 Product type 3 Specific skill set
1 30 {1}

2 10 20 {1,2}

3 30 {2}

4 30 {3}

5 30 {3}

condition, where demand dj is known before making training and allocation decisions, the
problem can be expressed as

PI
J K K J + J K +
min | oS v+ Y d— > xi xa—l—Z(A—ijk) xB|
j=1k=1 k=1 j=1 j=1 k=1
S.t.
O<xjy <Yy xA, Vjk 2)
K
D xSV x A, Vj (©)
k=1
J
Zx]'k <dy, Vk 4)
j=1
K
1<) Y<K, Vj )
k=1
J
1<y Y <J, Vk (©6)
=1

J

Equation (1) expresses the objective of minimizing the total cost (TC). The first term denotes
the training cost for all workers, and the second and third terms refer to the staff shortage cost
and the staff surplus cost, respectively. Constraint (2) ensures that the assembly of a certain
product type is only allocated to workers who are capable of serving it. Constraint (3) ensures
that the demand allocated to a worker does not exceed the worker’s capacity. Constraint (4)
ensures that production does not exceed the demand of any product type. Constraint (5)
implies that each worker can assemble one product type at the least and all product types at
the most. Constraint (6) implies that each product type can be served by one worker at the
least and all workers at the most.

Due to the uncertainty in demand, it is difficult to determine the appropriate demand allo-
cation for each worker beforehand. Although demand allocation can be adjusted in response
to every change in the demand, the skill training of workers cannot be adjusted immediately.
Consider 5 workers each with a capacity of 30 and 4 demand scenarios involving 3 product
types: {40,50,60}; {40,70,40}; {50,70,30}; {50,60,40}. Under scenario 1, the optimal solu-
tion can be achieved by P1, as shown in Table 3. However, considering the capacity shortage
of product type 2, the demand cannot be satisfied using this skill configuration under sce-
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narios 2 and 4. To incorporate the uncertain demand, we consider a two-stage model that
is based on the two-stage stochastic optimization model proposed by Long et al. (2012).
The first stage involves the determination of the skill configuration of the SPS, whereas the
second stage pertains to demand allocation, where the precise demand is unknown in the first
stage. Let w € £2 denote the realization of the demand that follows a probability distribution
and is unknown during the decisions of stage 1, where §2 denotes the set of all scenarios.
It is evident that P2 is identical to P1 under a certain scenario. The two-stage stochastic
optimization problem can be formulated as follows:

P2-Stage 1:
J K
min { > " ¥ji + E[Q(Yji. £())] )
j=1k=1
S.t.
(5)(6)
P2-Stage 2: in scenario @
K J +
Q(Yjt, @) =min | Y | di(@) = Y xjp(@) | xa
k=1 j=1
J K +
+> (A Zx,k(w)> x p ®)
j=1 k=1
S.t.
0 < xje(@) <Yk x A, Vjk ©)
K
D ik <A V) (10)
k=1
J
D xjk() < di(w), Vk (11)

Jj=1
The objective function of stage 1 is to minimize cost from the perspective of implementing
the SPS. Furthermore, the objective function of stage 2 is to minimize the staff shortage
and staff surplus costs under a realized scenario w. Constraints (9)—(11) are scenario-based
constraints extended from constraints (2)—(4) of the deterministic problem.

3 Solving methodology

3.1 Scenario aggregation

The SPS implementation model formulated in this study is used for a stochastic optimization
problem in which the demand is uncertain. Apart from the extreme cases of single-skilled
SPS and full-skilled SPS, it is difficult to specify the objective function with an exact math-

ematical expression, e.g. an integral formula. To address this uncertainty, we describe the
problem using a scenario-based expectation equation, i.e., (7). However, according to the
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practical situation, the number of possible scenarios in £2 is so large that enumeration is
almost impossible. Therefore, we introduce the scenario aggregation method in this paper.
Scenario aggregation was first proposed by Rockafellar and Wets (1991) for solving multi-
stage stochastic programming problems. This method mainly involves obtaining an overall
solution by aggregating the solutions of a sufficiently large number of N sample scenarios
to reach an approximate solution. In particular, stochastic variables are sampled from the
given distributions to represent each scenario, while the expected objective of the stochastic
programming is approximated by averaging the objectives of a large number of scenarios.
This method is now widely applied in solving stochastic programming problems such as the
airline fleet composition problem (Listes and Dekker 2005), empty container repositioning
problem (Long et al. 2012), and stochastic unit commitment problem (Schulze et al. 2017).

Using scenario aggregation, (7) can be rewritten from the scenario-based perspective as
follows:

+

J K 1 N K J
min ZZY/k+NZ Z dk(w”)—zx/k (w”) X a
j=1k=1 n=1 | k=1 j=1
7 +
+> <A = xik (w")) x B (12)
j=1 k=1
S.t.
0§xjk(a)”)§ij><A, Vj,k,n (13)
K
D xjp@) <A, Vion (14)
k=1
J
D xjk@") < di(@"), Vkn (15)
j=1
(5)(6)

3.2 Heuristic algorithm for adding skills to serus

The key problem is deciding which skill sets should be assigned to each seru. For a cer-
tain scenario, with the constraints (10) and (11), Eq.(8) can be written as Q (Y, §(w)) =
min[(35L di(@) = Y pe) Y7oy Xjk(@) x o+ (AT = Y00 Y7 xjk(@)) x . Clearly,
the value of Q (Y jx, & (w)) decreases with an increment in the best sales for scenario w. Hence,
the problem in stage 2 can be transformed to maximize the best sales Z,le Zf: 1 Xjk(w) of
the scenario, which is the demand that can be met by SPS. Jordan and Graves (1995) pro-
posed the flexibility manufacturing problem and developed a measure to search for suitable
limited flexibility configurations. This measure has been extended to different applications,
as mentioned in Sect. 1, and has been proven to be effective. Due to the different numbers of
workers and product types, the problem analyzed in this study is similar to but more com-
plex than the flexibility manufacturing problem. Therefore, we develop a heuristic algorithm
based on the measure proposed by Jordan and Graves (1995) and Deng and Shen (2015).
We set up the system with the assumption that all the workers are well-trained and have
the basic skill set, and we make decisions regarding how to impart specific skills to each
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worker. First, we divide all the workers into K groups according to the mean of the different
product demands in the initial condition. Therefore, all the workers are trained with at least
one specific skill, and there is at least one worker for each product type even if the mean of
demand is less than the capacity of one worker. Second, to handle the skill training problem,
we introduce the flexibility adding method proposed by Jordan and Graves (1995) and the
flexibility design guidelines for unbalanced networks proposed by Deng and Shen (2015).
According to Jordan and Graves (1995), we can also transform the problem in terms of
minimizing the demand shortfall that cannot be satisfied by SPS equivalently. There are
multiple subsets in a demand for K product types. The problem of minimizing the demand
shortfall under limited skill training is maxz {D o, dk — > jepr) A}, where L includes all
the subsets of the index set {1, 2, ..., k}, including the empty set. We define pl as the
probability of the shortfall for a certain subset of products, and p2 as the probability of the
shortfall for a full-skilled system. The main reason for adding skill sets appropriately is to
ultimately reduce the probability that p1 exceeds p2. For a given product subset L, P(L)is
the subset of groups that can produce at least one of the products in L. The probability that
the shortfall for the given subset of products L exceeds the shortfall for full skill training
is expressed as I1(L) = Prl{} yc; dk — X jcpy A} > K d — ZJJ‘:1 A)*]. Jordan
and Graves (1995)demonstrated that the probability I7(L) can be calculated by IT(L) =
[1-D(z1)]1P(z2), wherez; = —El[a]/olal,z2 = —E[b]/o[b]l,a = ZkeL di — ZjeP(L) A
and b = Z,le dy — Zf: | A — a, where the demands for all product types follow normal
distribution. The detail of the calculation of I7(L) can be found in Jordan and Graves (1995).
A large value of IT(L) indicates a significant probability that the shortfall of this subset can
exceed the full-skilled SPS, which means that more capacity should be assigned to the product
types in this subset L. Therefore, we find the product type by finding the maximum I7(L*)
from all the subsets. On the other hand, a decision is made regarding which worker should be
trained to acquire the selected specific skill £*. According to the additional flexibility design
guidelines for unbalanced networks Deng and Shen (2015), the additional flexibility should
be adding evenly to the plants circle and connecting the same pair of plants to more than
one product is ultimately avoided. Therefore, we tentatively add training for specific skill k*
for a worker from every group except group k*, and select the group of workers g* with the
minimum /T* thereafter. There are some rules for adding specific skill training: (1) First, we
choose the group without specific skill k*; (2) If there is more than one worker in a group,
we impart specific skill to the worker who has the smallest specific skill set; (3) If there is
more than one group with the minimum I7*, we choose the group that can help build the
long chain circle. The details of the algorithm are shown below.
Algorithm:
Phase 1: Start

Step 1: Assign workers to G skill groups according to the mean demand for K product
types, G = K.
a. Ensure that there is at least one worker in each skill group.
b. All the workers are assigned to skill groups.
Phase 2: Determine the product type k* that requires capacity addition the most.
Step 2: Let L be all the subsets of K product types, including the empty set.
Step 3: Determine the subset L* with the maximum /7(L*) from L.
Step 4: If there is more than one product type in subset L*, update L = L* and repeat Steps
2-4; else, update k* = k’.
Phase 3: Determine the skill group g* for training specific skill £*.
Step 5: Let set Sg+ represent the set of skill groups that cannot handle specific skill k*.
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a. If there is only one skill group g’ in Si+, update g* = g’ and go to Step 6.

b. If S+ is an empty set, update S+ as the skill groups where workers without specific skill
k* are included; then, go to d.

c. If there is more than one skill group in Sy, go to d.

d. Tentatively add training for specific skill k* for all the skill groups in Sg+ and determine
the minimum /7* of all groups in Sg+. Update S}, = {glg € Sg+, [Tg = IT*}, Spx = S} If
k* < max{Sy}, update g* as the first g’ > k*; otherwise, update g* = min{Sy+}. Go to Step
6.

Phase 4: Add specific skill training for worker j* in group g*.

Step 6: Let set S, represent the set of workers in group g* that cannot handle specific skill k*.
If there is only one worker j’ in set Sy, update j* = j’; otherwise, update j* as the worker
with smallest specific skill set.

Step 7: Repeat Steps 2—6 until there is no improvement in expected sales.

4 Numerical experiments and discussion

The experiments are designed based on the real production data of a Chinese company, which
is referred to herein as M. M is a high-end medical device manufacturer that offers various
types of products, follows a complex assembly process, and manufactures products in small
and medium batches. According to production data for six months, the demand for each
product approximately follows a normal distribution. To analyze the characteristics of the
proposed model more accurately, we design simple basic experiments and adjust the relevant
parameters to determine the optimal skill level configuration and the impact of the relevant
parameters. All tests were performed on a PC with the following configuration: Intel(R) Core
(TM) i5-4210U processor with a clock speed of 2.40 GHz; Windows 7 operating system; 4 GB
of RAM. The algorithm was implemented in MATLAB. The following subsections present
three aspects of the experiments. The first subsection describes the basic experiments on the
implementation of the proposed model in a real-world application. In the second part, we
analyze the impact of demand-related parameters, such as the CPM, coefficient of demand
fluctuation (CoF), and NPT. In the third subsection, we evaluate the changes in the TC and
skill configuration with different cost parameters.

4.1 Basic experiment

To illustrate the application of the proposed model and method, the basic experiment are
described in this subsection. We consider a line-seru conversion problem with 20 workers
on the original conveyer belts. In addition to the initial training for the basic skill set, all the
workers are trained to acquire at least one specific skill so that they can assemble at least one
type of product from the beginning to the end. Meanwhile, all the workers have the same
capacity A of 50 pieces of type-independent products.

Consider an uncertain demand for K = 10 product types. For a more effective analysis,
we consider a simple demand condition in which the demands for all the products follow the
same normal distribution with a mean of 100 and a variance of 50. We set the coefficient of
penalty cost for lost sales (staff shortage cost) as « = 20/50 = 0.4, and the coefficient of
penalty cost for idle capacity (staff surplus cost) as 8 = 10/50 = 0.2. To achieve a balance
between result accuracy and computation time, N = 500 scenarios are considered in scenario
aggregation. The details of the parameters are listed in Table 4.
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Table 4 Parameters of basic

experiment Parameters Value

K 10

dy N (100, 50)
J 20

A 50

o 0.4

B 0.2

N 500

Using the heuristic algorithm described in Sect. 3.2, we first divide the workers into 10
groups according to the mean demand for the 10 product types. Second, the product type
k* = 1 that requires capacity addition the most is determined by finding the maximum
IT(L*) = 0.25 from among all the subsets of the 10 product types, including the empty set.
Third, we determine the skill groups that cannot handle specific skill £* or have the lowest
capacity for product type k*, which is {2,3,4,5,6,7,8,9,10}. To tentatively add training for
specific skill k* for all the skill groups and to obtain the minimum I7*, we determine g* = 2
as the first instance of g’ > k*. Fourth, we add training for specific skill k* = 1 for worker
Jj* = 3 because this is the first worker who cannot handle product type 1 and has with the
smallest specific skill set. These steps are repeated until there is no improvement in expected
sales. The search path in the basic experiment is shown in Table 5; a row in the table indicates
that one more specific skill is imparted to a worker. For example, row 5 in Table 4 represents
24 times of specific skill are trained, and the 24th one is training worker 9 with specific
skill 4. The expected value of sales, shortage, surplus, and TC after the addition of this skill
are 834.322, 172.668, 165.678, and 126.2028, respectively. Therefore, the optimal point is
the 21st line in the table, which represents a solution that involves training for 40 specific
skills in this system, with a minimum TC of 81.3412. By performing a simulation with this
demand, the TC for the full-skilled training strategy (in which all the workers are trained with
all specific skills) is determined to be 103.8314 which is higher than that in the proposed
strategy. Moreover, the improvement in expected sales when switching from the obtained
strategy (935.758) to the full-skilled training strategy (940.804) is minimal.

Figure?2 depicts the trends of both expected sales and TC with an increasing number
of specific skill training (NSST). The expected sales increase until the 55th addition of a
specific skill training to the system. Despite the general trend, inflection points clearly exist
when NSST is 30 and 40. With the increment in NSST from 20 to 30, the expected sales
increase drastically from 804.666 to 888.206 while the TC declines from 139.9964 to 99.8724.
However, both the increment in expected sales and the decline in TC become slower between
NSST values of 30 and 40. Interestingly, even though the expected sales still increase, TC
bottoms out slightly after an NSST of 40.

As shown in Fig. 3, where NSST is 40, the dotted lines that connect products and workers
constitute a closed long chain. Jordan and Graves Jordan and Graves (1995) argued that the
long chain connecting production system can offer high flexibility, almost as much as the total
flexibility, and that the improvement of flexibility is negligible upon adding more flexibility
when the value of I7 is less than 0.05. Table 3 shows that the I7 value for the optimal cost is
0.0081, whichis less than 0.05. Therefore, with the implementation of SPS and manufacturing
flexibility, similar results are obtained. However, the results of our experiments are related to
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Fig.3 Skill configuration for 10 product types

the parameters that we use. In the subsequent sections, we analyze the performance variation
with different demands and cost conditions.

4.2 Impact of demand parameter

Based on the results of the basic experiments, we conduct experiments to investigate how
demand-related parameters, e.g., the CPM, CoF, and NPT, impact the system cost and skill
configuration.

4.2.1 Composition of product mix

To evaluate the impact of different CPMs, we consider three typical demand conditions,
shown in Table 6. The values in the table represent the mean demand for each product type
in cases of varying demand. Case 1 is the basic experiment described in Sect.4.1. Cases
1-3 represent three levels of difference in demand among product types; case 1 involves no
difference among product types, and case 3 involves the maximum difference among product
types. Without a loss of generality, we set the CoF as 0.5 for every product type in each case.
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Table 6 Demand for different

product types Mean demand for different product types CoF
Case 1 dy =100, Vk 0.5
K
Case 2 di € (80, 120], Vk, Y_ dx = 1000 0.5
k=1
K
Case 3 di € [10, 190], Vk, Y_ dy = 1000 0.5
k=1
89 42
86 41
Z
83 40
80 39
Case 1 Case 2 Case 3

mmmm number of specific skill — e=====total cost

Fig.4 Optimal worker skill configuration for different cases

Through numerical experiments, we obtain the optimal worker skill training strategies for
the three cases shown in Fig. 4. Both the NSST and TC increase with an increasing difference
in the product mix. The NSST values are 40, 41, and 42 for cases 1, 2, and 3, while the TC
are 81.3412, 82.0684, and 87.6672 respectively.

4.2.2 Coefficient of demand fluctuation

Different levels of demand fluctuation will impact the performance of SPS and the skill
configuration. Here, the CoF is defined as o /. We set CoF as 0, 0.1, 0.2, 0.9 to represent
the different levels of demand fluctuation. CoF = 0 represents the lowest level of demand
fluctuation, while CoF = 0.9 represents the highest level of fluctuation. With the other
parameters being the same as in the basic experiment, a comparison of different CoF values
is shown in Fig 5. Although TC appears to invariably increase with an increasing CoF, some
interesting discoveries are made. When CoF <0.2, i.e., demand fluctuation is low, a group of
workers in which half are single-skilled and half are multi-skilled is sufficient for obtaining
the optimal cost. The arcs that connect the multi-skilled half of the worker group and the
products constitute a long chain, which has been proven to be the most appropriate method
of adding flexibility to a production system Deng and Shen (2015). When 0.4 <CoF <0.6,
all the workers are trained to acquire two specific skills, and two long chains connect the
products and workers. For CoF > 0.8, half of the workers are trained to acquire two specific
skills, and the other half are trained to acquire three specific skills; thus, there are three long
chains in this case. Therefore, multi-skill workers are not necessary when the demand is
stable, and having workers with a limited number of specific skills can ensure almost optimal
performance (e.g., the long chain skill configuration).
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Fig.5 Number of specific skill training and total cost with different CoFs
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Fig.6 Number of specific skill training and total cost with different NPTs

4.2.3 Number of product types

Although it appears that reasonable results can be obtained easily with a simple demand and
supplement system, the differences in system performance and worker training strategies
with different NPTs should be considered. For brevity, we evaluate the system performance
and skill training strategy for cases 1-3 with NPT values of 10, 20, and 40. Without a loss of
generality, we set (1) the number of workers with a capacity of 50 as 20; (2) the total demand
for all product types as 1000 in each case; (3) CoF as 0.5 for every product type in each case.

The TCs for the cases with NPTs of 10, 20, and 40 are 81.3412, 87.7016, and 100.5052,
respectively. For the same group of workers, TC and NSST increase with NPT, as shown in
Fig.6. The NSST is 40 for the NSTs of 10 and 20, while it is 60 for the NST of 40. The
skill configurations for the three NPTs are shown in Figs.3 and 7. It can be observed in the
Fig.3 that each of the product types can be served by four workers when the NST is 10.
Meanwhile, there are two closed chains that connect the products and workers. However, the
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Fig.7 Skill configuration of 20 and 40 product types

average numbers of workers that serve each product type are 2 and 1.5 for the NSTs of 20
and 40, respectively.

4.3 Impact of cost-related parameters

To analyze the impact of cost-related parameters, we conduct experiments with different
training costs, coefficients of penalty cost for lost sales «, and coefficients of penalty cost for
idle capacity ; the other parameters remain the same as in the basic experiment. The results
are shown in Fig. 8a—c, where the bars represent workers with different numbers of skills,
and the line represents the TC of the system. Evidently, TC increases with the training cost
as well as the number of workers with few skills. As shown in Fig. 8a, when the training cost
is 0, only 15 workers are trained to have three skills, while the other 5 have two skills. More
workers are trained to less multi-skilled with an in increase in the training cost. Three-skilled
workers are not required until C > 0.4, while only half of the workers need to be trained to
have two skills when C ranges from 2.9 to 5. With a high training cost over 5, single-skilled
workers are the best choice for this system. For an NST of 10 in the extreme condition, in
which the training cost is ignored, it is not necessary to train workers to acquire more than
three specific skills. Figure 8b, ¢ show that both TC and the number of skills of the workers
increase with increasing o and S. In Fig.8b, half of the workers are trained to have two
specific skills without considering the staff shortage cost. Meanwhile, multi-skill training
is imperative when considering the staff shortage cost, especially with greater values of «.
Four two-skilled workers have to be trained to acquire another specific skill when o > 1.76,
and six more workers more must be trained to acquire three skills when o exceeds 1.88. As
shown in Fig. 8c, all single-skilled workers can perform well when 8 < 0.08, while 10 of the
workers need to be trained to acquire one more specific skill when 0.12 < g < 0.2. When
B reaches 1.96, 4 of the 20 two-skilled workers must be trained to have three skills. When S
exceeds 2.08, the number of three-skilled workers required increases to 9.
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5 Conclusion

This study focused on multi-skill training of workers for SPS implementation under uncertain
demands. A stochastic optimization model was formulated to minimize the cost of SPS under
uncertain demand while considering training cost, staff shortage cost, and staff surplus cost.
Herein, a specific skill was defined as the skill to process one type of product completely by
oneself. The key problem is deciding how the workers should be trained to acquire specific
skills when handling an uncertain demand. The proposed model was solved using a proposed
algorithm via simulation. Experimental results indicate that with appropriate skill training,
partially multi-skilled workers can perform almost the same as fully skilled workers who have
only a single skill. Both NSST and TC increase with an increasing 1) difference in CPM,
2) CoF, and 3) NPT. The number of skills possessed by workers increases with decreasing
training cost and with increasing staff shortage cost and staff surplus cost.

Although the proposed model can readily handle SPS skill configuration problems under
uncertain demand, it would be worthwhile to study problems with more complicated relations
between products and specific skills (e.g., one product requiring several specific skills). Other
parameters that can be considered include the facility cost of building a seru, and establishing
an SPS with known skill configurations of certain staff.
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