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ABSTRACT

A number of military departments have installed barcode systems to enhance the efficiency of
overhaul, parts stock, and replenishment management. Barcode systems can be contaminated or
damaged easily and are likely to break down due to incorrect operation procedures that downgrade
efficiency. This study attempted to implement a real-time surveillance system using the radio
frequency identification (RFID) system with tags, reading devices, middleware, and a wireless
network. The purpose for implementing the system was to upgrade the efficiency of production,
quality, and supplies control. This process enhanced the overhaul managerial efficiency, accuracy of
stock level, and overhaul surveillance status of the production process. It also enhanced the
transparency and traceability of parts. This study validated the RFID performance of tags against metal
interference and certified the reading rate, which facilitates the further applications of RFID
technology.
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I. INTRODUCTION

The timely and flawless maintenance and
administration of military parts is extremely
important for logistics support. All logistic
procedures influence one another. All
enterprises have to monitor the increase and
decrease of parts accurately. The radio
frequency identification (RFID) system uses
intellectual e-tags on the parts, cartons, and
pallets to transmit and trace the data related to
the objects by RFID wireless transmission and
reading capability. RFID is a far-sighted and
effective solution but entails excessive costs and
dramatic changes for the operation procedures.
Modern enterprises spare no effort to reduce
their operation costs by using technological
applications. This study upgraded the efficiency
of human resource and parts management. It
enhanced the performance of the existing system
in order to reduce management costs by using
non-contact reading, data digitization, real-time
transmission, and the encryption/decryption of
RFID. The study helped military factories and
private enterprises upgrade their managerial

efficiency.
The RFID system incorporated the
production control, supplies control, and

warehousing system. The RFID reduced the
redundant labor, materials, and time with a
secure computer network that replaced the
conventional barcode system.

The RFID system minimizes redundant
labor, resources, and time. The system
consolidates production control, logistics flow,
and information flow. This study gathered
real-time overhaul data together with storage
information and transmitted the data to the
database system wirelessly by RFID technology.
The system developed real-time production
surveillance system software in order to analyze
data and to control the maintenance resource
pulse related to overhaul information. The
system enhanced administration capabilities.

Radio waves are often absorbed or
disturbed by metals. This study attempted to
validate the resistance of the tags against the
disturbance imposed by the metals. The
researchers attempted to determine the influence
of metals on the reading rate of the tags.

1.1 Overhaul procedures
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The object is a military engine overhaul
depot that adopts a flow shop in which overhaul
services are contained in 10 stations:
disassemble and clean, cylinder and accessories
repair, crankshaft assemble, cylinder assemble,
timing and fuel pump, electricity system, visual
inspection, dynamometer test, final inspection,
and outsourcing repair. Figure 1 shows the main
steps in the overhaul line:

(1).Disassemble engine: the engines are
disassembled into electrical and mechanic
parts and accessories.

(2).Clean accessories: workers remove all grease
and stains from the metal surface.

(3).Wait until repair and/or change parts
completed: the repair area included the
cylinder and accessory repair area. Workers
determined whether the accessories were
usable or not, and replaced all unusable
accessories. Workers overhauled all usable
accessories and delivered them to the
sub-areas for assembly.

(4).Assemble: the assembly area comprises
crankshaft, cylinders assemble, timing and
fuel pump, and electricity system areas. The
quality control staff at the sub-areas recorded
the repair quality of the accessories,
completed the reception procedure, and
prepared an assembly list. The workers in the
final inspection area required the assembly
list.

(5).Visual inspection and deficiency correction:
lubricant system and electricity system were
tested in order to find out whether both
systems were functioning normally. Then,
quality control staffs recorded the data
obtained from the tests.

(6).Dynamometer test: the workers placed the
engines in the dynamometer machine. They
connected the machine to a sensor. Quality
control staffs recorded the data obtained from
the dynamometer cell, and included the data
on a performance list. The engines were
delivered to the final inspection area if the
dynamometer test results were acceptable.

(7).Final inspection: the workers checked the
engines to make sure if all engines have been
repaired thoroughly and were integrated with
the repaired gear boxes. Meanwhile, quality
control staffs delivered an accessory overhaul,
an assembly, and a performance list to this
area. The engines were shipped on schedule



if approved by the final inspectors. The
inspectors returned any defective engine to
the visual inspection area for further analysis,
diagnosis, and correction by a
trouble-shooting taskforce, which comprised
staffs from all areas.
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Figure 1. Engine overhaul procedures.

1.2 Description of issues

The operators at the object factory trace
and record the data manually. The production
control staffs do not have any real-time
information on hand. This study has analyzed
the overhaul line and found three issues:

(1).The overhaul line does not provide a
recognizable operation procedure.

The staffs record control procedures
manually on paper. They have a difficult time
obtaining the information punctually. Not all
staff members can record the overhaul
procedures precisely and it is difficult to
determine who is responsible for any
mistakes.

(2).The overhaul line does not provide for a
procedure to control the operation progress.

The staffs record the movements of the
work-in-process (WIP) and parts on paper. It
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is impossible to record WIP quantity,
movement, and the quantity of finished
products precisely. There is no way to
monitor the repair quality and to identify the
deficiency instantly. The manufacturing costs
are increasing and the quality is deteriorating.
(3).Staff workers record procedures on paper,
which makes verification extremely difficult.
The overhaul line requires 45 quality
control reports. The staffs compile these
reports on paper and archive them. They do
not update the overhaul information and parts
data on a regular basis. The control procedure
is not efficient enough to consolidate all the
information and data.

1.3 The purpose of this study

The purpose of this study is fivefold:

(1).Develop a real-time surveillance software
system to gather overhaul line and
information about supplies in order to
facilitate production, quality, and supplies
control by RFID, an information platform.

(2).Gather the engine overhaul line and
information about the supplies by PDA and
store RFID signals in the database. The goal is
that operators will have all data and graphic
information displayed on the system.

(3).Gather, organize, analyze, and monitor
real-time information using the RFID tags
affixed on the parts, PDA, and middleware.
The purpose of the study is to digitize and
synchronize production management and
parts stock information to facilitate the
production of output reports.

(4).Serve as an important reference with respect
to the development of RFID systems in the
future.

(5).Validate the RFID reading rate in a real
setting in order to provide real information to
facilitate the decision-making process for
RFID installation.

Chapter 1l of this paper reviews the
literature on RFID. Chapter Il discusses the
development and implementation of the
real-time overhaul management and parts stock
surveillance system. Chapter 1V concentrates on
the validation reading rates of the various tags.
Chapter V outlines the conclusions.
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Il. LITERATURE REVIEW
2.1 RFID
2.1.1 The RFID composition

RFID identifies a single item by radio
waves. The majority of identification systems
comprise a reader and electronic tags. RFID tags
comprise 2 components, an antenna, and a chip
[1]. The RFID saves data in the tag and assigns a
unique serial number to the data. RFID tags are
either passive (without battery) or active (with
battery). The active tags cost more than the
passive ones. The active tags are capable of
reading data within 10-100 meters. The passive
tags detect objects within ten centimeters to five
meters only [2]. An RFID system is more
efficient than a barcode system with respect to
its data-processing capability. An RFID tag can
store more data than required by identification
needs. The data can be written repeatedly at

users’ discretion [3]. The RFID allows
organizations to obtain real-time information
instantly, including the locations and

characteristics of the objects affixed with tags,
i.e. human beings and products [4].

2.1.2 RFID applications

Hallwirth and Kogelnig [5] believe that
RFID has the optimal potential for supply chain
management.  Manufacturers  stress  the
coordination between costs, standards, and
supply chain partners. Kambil et al. [6] began
with the supply chain and studied the
applications and benefits of RFID. They have
thoroughly reviewed all topics related to RFID
deployment and described the deployment paths
from the standpoint of suppliers, manufacturers,
logistics service providers, and retailers. Their
study is valuable for supply chain members who
desire to apply RFID to their daily operation.

Sudarshan et al. [7] believe that the
workloads of data administrators have increased
to such an extent that they have to resort to
RFID middleware. They conclude that the data
structure itself has to be capable of deleting,
sorting, and processing data to ensure effective
data administration.

RFID automates the tracing of pallets,
containers, products, and all other properties.
RFID has the capability to gather real-time data
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from products. The barcode system lacks the
same capability [4]. RFID enhances the
efficiency of daily operations, i.e. warehousing
procedures, parts processing, and inventory
control in supply chain [8]. Ngai et al. designed
an RFID system for integrated mobile commerce.
They designed wireless equipment, wireless
accessible portals, and SMS gateways. These
designs solved many of the problems of
customer service, purchase-order administration,
cargo administration, real-time warning, and
monitoring at the cargo loading and unloading
stations [9].

2.2 Real-time monitor and tracing

Real-time signals are effective and
sufficient to influence real-time
knowledge-based systems. The RFID-based
traceability system is a practical tool to monitor
the real-time logistics and activities [10].
Supply chain managers welcome the RFID
system, which helps them trace objects
throughout the entire process on a real-time
basis, from manufacturing to warehousing [11].
Managers are eager to see that RFID produce a
timetable, of the actual time consumed by the
production line [12]. RFID is an outstanding
solution as compared to all other real-time
surveillance techniques. RFID gathers real-time
information and detects real-time events
automatically [13]. Web sites are so powerful
that they can gather all data effectively and
efficiently. Information integration devices, such
as RFID, digital-input device, and PDA, enhance
the effectiveness and efficiency of the
information needed by quality control staffs [14].
RFID improves the tracing competence of
production line and enhances product-tracing
and supplies-processing efficiency. Toyota has
automated its cargo reception process by RFID
and diminished its soaring production costs [15].

RFID shortens the redundant period of the
equipment and reduces maintenance costs with
its regulated surveillance equipment [16]. RFID
is more efficient than the barcode for
record-maintenance and data-retrieval. RFID
allows users to trace items and assets within the
internal  system and thereby facilitates
production  surveillance, quality  control,
equipment maintenance, asset tracing, and the
after-sales services needed by the warranty [4].
This study adopts PDA, which provides: (1) a



calendar, address book, notes, and lists; (2)
internet-browsing; (3) access to the internet by a
modem, host phone or wireless network; (4)
synchronization between PDA and PC; and (5) a
platform provided with software [17, 18].

2.3 Latest application and development of
RFID systems

Several factories have applied RFID to
their production control and warehousing
management. This study reviewed the literature
and summarized the highlights related to the
movement tracing of parts and monitoring
throughout the assembly and inventory control
process [19]. It also reviewed literature on the
supply chain management of retailers [20]. The
researchers examined the study made by Brewer,
Sloan, and Landers et al. regarding WIP of the
electronic manufacturing industry and inventory
control [21]. The study reviewed the research of
Karaer and Lee and Ngai et al. regarding tracing,
administration, and utilization of products
returned for repair [22, 23]. Shu-Jen Wang et al.
established an RFID-based supply chain
simulator in accordance with the replenishment

model adopted by a TFT-LCD factory in Taiwan.

The simulation showed that the manufacturing
process and parts flow improved significantly
following installation of the RFID. They found
that inventory costs dropped, inventory turnover
rates increased, and the supply chain increased
in efficiency [24].

2.4 Readability of RFID tags

There is no way to guarantee 100%
readability when an RFID-based system covers
more than one factory, mainly due to the
different directions of tags and different types of
products. The readability of the tags was 25%
when cartons contain nothing but bottles. The
empty cartons and metal containers cannot
assure 100% readability [25, 26, 27, 28]. The
uncertainty imposes a critical challenge to RFID
[23, 29, 30, 31]. The parameters of the tests play
an important role with respect to the readability
of RFID in addition to the varied tag directions
and different types of products. The wind, rain,
motors, and machines in the surrounding areas
obstruct the electromagnetic waves transmitted
between tags and readers [26]. There is no
international standard for the validation of RFID
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readability. Researchers ~ conduct  their
experiments in different environments and
different laboratories. The software, hardware,
and antennas differ. The readability varies from
case to case.

This study developed a PDA and
RFID-based production management and parts
stock surveillance system in order to transmit
information from the field of object factory to
the manager’s office. The administrators,
production administrators, parts stock staffs, and
maintenance staffs can obtain all information
related to the overhaul status and parts stock
quickly.

I1l. DEVELOPMENT AND
IMPLEMENTATION OF
SURVEILLANCE SYSTEM

3.1 The concepts of system development

This study gathered the information related
to overhaul procedures by RFID technology on
an engine overhaul factory. The overhaul
process included the overhaul and parts stock
phase. The overhaul phase included the engine
admittance, disassembly and cleaning, repair,
assembly, inspection, and final inspection
phases. The parts stock phase handled various
materials and parts needed by the overhaul
procedure. The overhaul progress and
inventory control data and the parts required by
the overhaul, are included in the real-time
surveillance system. Figure 2 shows the
operation procedures.

The system summarized the data stored in
the database and presented the information to
the administrators. The system included the
Microsoft® SQL Server® database retrieval
software, Internet Information  Service
(11S)-supported network services, and Active
Server Page (ASP)-outputted XML data. The
terminal contained Adobe® Flash® to integrate
numerals and output real-time dynamic
graphics and charts. This study utilized the
multi-layer and cross-platform techniques to
develop an RFID-based surveillance system.
The details of the both technologies were
explained as follows.
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Figure 2. Real-time surveillance system flowchart.

3.2 The planning and features of real-time
surveillance system

(2). Cross-platform
Cross-platform enables operating systems
and hardware frameworks to allow various
program languages, software, and hardware to
function. The system contains Adobe® Flash®
that serves as the system display core in which
Adobe® Flash® Player serves as a
cross-platform browser. This system display
core contained an effect-enhancement module
that allowed a new experience for Internet
surfers. More than 60% of Internet-connected
computers include an Adobe® Flash® Player
according to its official web site. The
managerial staffs could observe the activity in
the factory anytime from all computer systems
(Microsoft Window, Linux®, and Mac®).
Table 1 shows the software and hardware
specifications of the real-time surveillance
system.
This study used multi-layer technology to
link the PDA input data, RFID data access,
data storage, data integration, and the
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information report layer. Figure 3 shows the
Input-Process-Output relationship between the
PDA, RFID, Server, and the User.

Table 1. Software and hardware specifications of the
real-time surveillance system

Microsoft®  Windows
Server 2003® (SP1)
operating system or above

- Microsoft® SQL Server
2005® database system or
above

- Internet Information Server
(ASP Support)

Server | Software

- Intel® Xeon Processor
2.80- GHz/ 533MHz
computer or above with
Server

- 1GB DDR,SD RAM or
higher

- 72GB hard disk (Wide
Ultra320 SCSI) or higher,
or SATA 100GB hard
disk or higher

Server | Hardware

- Abode® Flash® Player 7
or above

- Mozilla FireFox Browser 5
or other
Browsers

- 256MB DDR SD RAM
or above

- Intel® Pentium 111
PC/notebook or
above

- 1M/256KB Bandwidth

Software

User

Hardware

(2). Real-time surveillance

Real-time surveillance is monitoring by
real-time information technology. Real-time
information technology requires a software
framework to transmit and process data within a
short period. The system comprises Microsoft
Window® Internet Information Service (1IS)
that outputs XML documents to Adobe® Flash®
to display graphics and texts as opposed to the
static information displayed by the database.
RFID allows users to gather field data instantly.
RFID-based real-time surveillance is highly
beneficial to the day-to-day administration, parts
replenishment, and labor dispatch of a company.
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Figure 3. The Input-Process-Output relationship between the PDA, RFID, Server and the User.

(3). Data integration, inquiry, and outputting

The system generates the data related to
the efficiency, movement timing, and material
allocations of the overhaul line. The system uses
four criteria to generate the data, arrival,
departure, waiting parts, and parts arrival. It uses
the inventory-counting mechanism and online
support model to display the below-safety stock
and waiting parts status in accordance with the
inventory records, the quantities on hand, and
the quantities requested. The system displays the
item names, tag codes, and order of the serial
numbers saved in the database for fuzzy-query.
The operators can output the attendance of the
staff, the delay counts of the documents, the
parts transferable efficiency, the efficiency of
the test, and re-overhaul rate statistics.

(4). Hardware implementation

The object factory was set up as a flow
shop. Its overhaul, assembly, and inspection
areas were adjacent to each other. Each area
occupies approximately 5x8 meters. They sent
the repairable and the WIP items to the repair
areas. According to the physical inspection, if
RFID comprises ultra high frequency (UHF,
860-960MHz), the reader is likely to misread the
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tags affixed to the parts in the nearby area due to
the excessive distance. If RFID comprises high
frequency (HF, 13.56MHz), the RFID system
has a better chance of reading the data
accurately in a distance shorter than 10
centimeters.

The overhaul line does not have to read
objects rapidly and continually because the
workers infrequently transfer parts. They affix
UHF tags on the logistics boxes or cartons. The
UHF reading-device validated the boxes or
cartons when the workers sent the parts to the
repair areas or to the warehouse. The workers
used the HF-RFID prototype system in the
overhaul line and warehouses.

The system operators installed a Compact
Flash Card in the PDA (HP iPAQ hx2490),
which served as the reception platform for HF
tag readers. Wi-Fi served as the interface for the
wireless transmission. The operator installed an
antenna to enhance the signal intensity.

The system used MIFARE-series HF tags,
which comply with EPC standard specifications.
The system also used a CSL ULTF portable
reader (Model CS 101) to read UHF tags. Figure
4 shows the implementation of the real-time
surveillance system.
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Figure 4. Real-time surveillance system implementation.

3.3 System framework

The system utilized PDA operating system
application programs to gather parts information,
overhaul line and parts stock data, and transmit
(save) data within the database. The system
comprised an overhaul line surveillance module
as well as a stock surveillance module to
integrate and output all information pertinent to
the progress and parts stock facilities. The
system displayed graphics and charts on the
system interface. Figure 5 shows the framework.

3.4 Real-time surveillance system module

(1). Factory overview and overhaul line’s

dynamic data

Figure 6 shows the workplace allocation of
the object factory. Station 1 through station 10
denoted the sequence numbers of the overhaul
process designated in the same manner as the
real-time surveillance system process shown in
Figure 4.

Figure 7 contains the names of the
workstation along with detailed information
including the quantity of engines and their serial
numbers, the quantities of WIP, and the number
of items to be replenished. The “Total below
safety” column indicated that the supplies fell
below safety stock wherein the latest number of
items (in the left blank) and total quantity (in the
right blank) are marked. The “Total shortage”
column indicated the quantity and items to be
replenished (as shown on the left blank) as well
as the total quantity (as shown on the right

blank). Figure 6 shows the control screen to
assist the administrators control of the real-time
production progress and identify the status of the
bottleneck.

The overhaul line presented graphics and
texts containing dynamic data and thereby
allowed users to browse the factory works. All
information and digits are contained in Figure 6
and Figure?.

(2). Progress analysis

The system displayed the progress in
accordance with the status of the engine. The
interface displayed a Progress Bar that allowed
the staff to identify the system status at one
glance. The system provided the completion
percentages and the number of days before
deadline to facilitate progress control. Figure 8
displays the progress of two engines. The blue
lines denote the overhaul progress and the
orange line denotes the hours of parts shortage.
The length of line shows the progress
percentages as well as the number of days before
deadline.

(3). Job order list / transferal job order list

The workshops communicated with each
other by written notices called job orders. Job
orders contained various information including
the estimated arrival time of parts, estimated
completion time, and job numbers. The
operators designed job orders to help users
identify the latest progress, the quantity of
overhauled engines together with the quantity of
accessories transferred to other factories for
repair. Job orders were the basis for WIP control
and tracing.
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Figure 5. Real-time surveillance system framework
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Figure 7. Factory station overview.

The job order contained the order number,
engine number, the name of department, which
owned the engine, overhaul history of the engine,
admittance date, job order completion date,
shipment date. Figure 9 shows the job order list.
4. Factory repair records

The overhaul information contained data
reception hour, tag number, job order number,
engine number, item name, parts number,
overhaul station, overhaul status, progress status,
abnormal damage, inspection status, recorders,
as shown in Figure 10. Factory repair records
helped administrators check and summarize the
reports based upon job orders, parts numbers,
and RFID tags.

5. Real-time parts tracing and factory repair
records

Both real-time parts positions and repair
records refer to the movement of RFID tags
within the factory. The movement record
contained the location of the supplies, the time
in which area, for what purpose, and who
recorded it. All events were recorded in
chronological order. The system required the
real-time tracing and factory repair records as
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the core data. The staff used the data to analyze
all supplies. Real-time supplies information
comprised basic data, job order number, engine
number, tag number, item name, parts codes,
tags issuance date, and the tear-down date of
the tag. The information also included the
current locations of supplies, the status of
progress, abnormal damages, and the status of
inspection as shown in Figure 11.

6. Parts inventory administration

The supplies administration module displayed
the basic data of all parts stored within the
warehouse. The data included name, parts
number, and unit price. It also included the
quantity recorded in the books, the quantity on
hand, the safety stock and the requested
guantity.

The interface contained all records pertinent
to incoming parts together with applications for
supplies. The interface also recorded all
outgoing supplies in chronological order,
including the movements of supplies, the
applications for supplies, and the staff who
recorded the movement of supplies. The
warehouse parts table contained the following
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information: materials property, item name, application for supplies, short quantity of
parts number, suitable main unit, quantity stated supplies, below the safety stock level (yellow),
in the books, quantity on hand, requested and shortage urgent (red). Stock staff used the
guantity, safety stock, storage level, unit prices, status of the inventory to facilitate their
source of goods, and replacement rates. inspection. Figure 12 shows the parts inventory
Different colors identified the status of the list.

inventory. There were five statuses representing

the different levels of inventory, normal,

Order Mo, 1£34-0x77-00-11111111 ﬁ
Arrived Date: 20081020 12:08:11 deadline: 2009/03/07 (remaining 127 Days )-25%  Statas: on schedule
Ftap:;_ Crankshaft E;ﬁ;ndar Timing Electric Sys. ‘;'is:al_lnsp E;y;;;-r:ﬁ-ﬁthast Final Insp.

L] |
D0WIVET 2008410421

Order No.  4425-3b02-02-87654321

Arrived Dale’  zooe/o9j29 10:2m59 deadling: 2Z00%/01/17 (remaining 10Days }-87.5%  statas: on schedule

Repair Crankshaft  Cylinder Timing Elactnc Sys. Visual Insp. Dynamometer Test Fnal Insp.

Progress

2008/10/29

SO0ILA T 2008MIAS ooognyt 200827 20084227 20084222 MO 2000477

Figure 8. Works progress chart.

Job Orders List

search:  QOrder No. | = | [ seach ]| cancel / 297 sec. auto-update | [ export XML
| Order Na. Engine No. Car No. Owner Records Arrive Date Deadline
4428-ab02-02-37654389 | IKJ-870512486 9-88379 301 brigade B7 yrover.. | 2008/09/11 08:30 2008/0315 1520
4428-ab02-02-87654321 | KU-B7051246 a-68379 301 brigade 87 yrover.. |2008/09/29 10:20:59 2008/02/29 17:00:50
1234-0x77-00-11111111 | 8A-76005678 @-FIITT 180 brigade BB yrover.. | 2008/10/20 12:08:11 200811420 12:08:11

Figure 9. Job order list.
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| Tme Tag No. Qrder No. Name Part Number Engine No. Station
2008412007 1711118 SC24528E 4428-3b02-02-87654321 | engine main unit 7531-67-473-1689 167051246 | Crankshaft
| 2007512101 21:30:32 SC24528E 4428:2b02-02-87654321 | engine main unit 7531-67-473:1689 IGJ-87051246 | Crankshaft
| 2008611730 18:11:50 5(24528E 4428:ab02-02:67654321 | engine main unit 7531-67-473-1689 [€87051246  |Crankshaft
| 2008711729 15:36:08 5C24528€ 4428-ab02-02-87654321 | engine main unit 7531-67-473-1689 187051246  |Crankshaft
| 200811718 17:48:51 5C24529E 4428-2b02:02-87654321 | engine main unit 7531-67-473-1669 KJ:g7051246  |Crankshaft
| 2008413118 07:52:34 5C245296 4428-ab02-02-87664321 | engine main unit 7531-67-472-1689 j)-§7051246 | Crankshaft
| 2008012011 17:57:00 5C24528E 4428.2b02-02-87654321 | engine main unit 7531:57-47 31689 [KLB7051246 | Cylinder
| 200811 2122 18:50:25 5C24528E 4428:2b02-02:87654321 | engine main unit 7531-67-47 31688 87051246 | Visual Insp
| 200811 2425 18:57:24 50245236 4428-3b02-02-87654321 | engine main unit 7531-67-473-1689 ILE7051246 | Visual Insp
| 200811 2427 16:32:07 §C24529E 4428-2D02-02-87654221 | engine main unit 7531-57-473-1689 1)-87051246 | Electric Sys.
| 2008112028 18:56:11 5C24529E 4428-9002-02-87654321 | ©ngine main unit 7521-67-473-1689 187051246 | Dynamometer
? 200801 231 1532011 SC24528E 4428-ab02-02-37654321 mgf"" maf" ”“f‘ T531-67-473-1689 WK87051246 Dynamometer
|2008/1113180035  |5C24528E 4428-ab02-02:57654321 | Ngine main unit 7531-67-473-1089 KJ-87051246 | Cylinder
200811702 15:28:31 50245288 4428-ab02-02-8765432) | S9N Main unit 7531-57-473-1684 KJ-B7051246 | Cylinder
| 200811117 00:52:24 50245298 4428-ab02-02:87654321 | SN9ine main unit 7531-67-473-1689 KJ-B7051246 | Cylinder
| 2nn00 11 7222080 AraaRaaE AATE akAT.AT.OTRAAS1 | ENGINE main unit TR AT AT ARO wipTnetaas | Cylinder -
Figure 10. Factory repair records.
Real-time Parts Tracking
Order No.| ~ | | | [_search ][ cancel / 287 sec, auto-update | expor XML |
| || Tag No. Order No. Name Part No. Current Position Issue Date | Dispose
SC23BE3E 1234-0x77-00-11111111 | Engine 7531-67-473-1688 Crankshaft (200810431 10:4356) | 2008/10/31 |-
5C24528E 4428-2b02-02-87654321 | Engine 7531-67-473-1689 Final Detection (2008/01/07 17.06:'58) | 200841029
SC1ECTDE 1234-0x77-00-111111171 | Crankshalt | 2815-01-040-7642 Crankshafl (2009/01/07 17°06:58) | 2008/10/31
5C23BF2E 1234-0x77-00-111111911 | Cylinder 2815-00-150-7405 Cylinder Overhaul (2008/1 0431 10457 | 200801 031
SC2ICCSE 1234-.0x77-00-11111111 | Ganerator 2920.00-4451-8137 Cylinder Overhaul (20081 0/29 23534 | 200811 0431
SC235CEE 1234-0x77-00-11111111 | Intake Manifold| 2615-01-146-9005 Outsource (200810531 10°45:08) | 20081 031

Figure 11. Real-time parts tracing.

(7). Parts stock management records

Supplies records contained the dates of the
records, type of records, RFID tag numbers,
parts properties, item names, parts number, job
order numbers, quantity of receiving/shipping
goods, requested quantity and units, storage
position and requestors. Figure 13 shows the
parts stock management records. This module
allowed the administrators to search, trace, and
create reports for administration.

The operators gathered all messages related to
engine overhaul and parts by their PDA. The

104

system was audited by real-time information
technology. Real-time information technology is
capable of transmitting and processing all
information related to the progress, factory
information, supplies utilized in the overhaul
areas and inadequate supplies as well as the
information pertinent to the supplies stored in
the warehouse for overhaul. The real-time
information technology is capable of integrating
and outputting information, and displaying
graphics and tables on the system interfaces.
This study showed that the system is executable.
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i Name Sl search _cancel / 235 sec. auto-update éi]ﬂéﬁ“}{ML' || Inventory List ] Inventory Rec
Item Property| Name Part Number Main Unit Amt-on Book | Amt-Check Amt-Request | Safety Stock | Status
A Spindle Wave Division (STD) | 3120010180182 Chil 4 3 0 3 1 Short
A Camshaft Wave Division 3120002751610 Chill 1 1 1] 3 el
A Camshaft bush 2815003849718 Clit 3 1 0 3 Below Satety
B Half piece 5315002820341 MEDAZ 1 1 1 2 Very Short
D Flat Gasket 5310000806004 MEOAS 1 2 0 0 1 Ship
B Non-metallic hose assembly | 4720010356877 YYERS 4 3 (1] 2 1 Short
a Piston 2815004101248 -1 CH11 1 1 0 3 ely
B High-pressure tubing 4710010119104 Chit1 1 1 1] 2
B Insulated Wire 5330001408031 1set 3 3 0 5
D Forelock 5315008395820 MBOAZ 2 2 0 0
A Brake pump 2530002480944 Chiit 1 3 0 3
A Brake pump repair package 2530002049806 Chii1 1 1 0 3
B Tank return pipe 4720004753435 ME0A% 2 2 0 2
A Chariot Pistons 2815003873316 CH1 1 1 0 3
A Chariot link 2815003849702 MEDAS 2 2 0 3
i) Chaiot link 2315002040707 BaEN8Y 2 2 n 2 i
4 'I_ .
Figure 12. Parts list on warehouse inventory administration.
Parts Stock Management-Records
Néme [*] ‘ | search | cérﬁp'el / 296 sec. auto-update ] expc;n XML Inventory List ] Im.rentor.y Rec
Record Date Record Type | Tag No. Item Property| ltem Name Part No. Order No. =1
2005/05/09 15:46:45 Received 260F558A | B Insulated Wire 5320001408021 4428.2b02-02:8765422
2005/05/09 15:46:57 Received 259FAFTA . (A Brake pump repair package 2530002049906 4428-ab01-01-1234587
2005/05/09 154707 Recsived 250F69BA | B Tank refurmn pipe 2815003849702 4428-3b02-02-8765432
| 2005/05/09 15:47:18 Received 259F4ABA | B High-pressure tubing 4710010112104 4428-ab01-01-12345867
2005/05/09 15:47:28 Received 259F508A | B Tank retumn pipe 4720004753435 4428-3b02-02-8765432
2005/05/09 15:47:38 Received 259F597A |A Charict Pistons 2615002973316 4428-ab01-01-1234567
200500509 15:47:51 Received 259F637A | A Camshaft Wave Division 3120002751610 4428-2001-01-1234567
2005/05/09 15:48:01 Received 259F534A | A Brake pump 2530002450844 4428:ab01-01-1234567
2005/05/089 15:48:27 Received 259F4F9A A Oli Clean Package 4330003973404 4428-ab01-01-1234357
2005/05/08 15:48:37 ‘Received 259F504A  |A Camshaft bush 2815002949713 4428-ab01-01-1234567
2005/05/09 15:48:47 Received 259F5FBA | B Half Piece 5315002820341 4428-2b02-02-8765432
2005/05/08 15:49:04 Received 259F718A (D Flat Gasket 5310000806004 4428-2b02-02-8765432
2005/05/09 15:49:29 Received 259F678A | B Non-metallic hose assembly | 4720010356877 4428-3b02-02:8765432
200510509 15:49:48 Received 259F6748  |A Spindle Wave Division (STD) | 3120010180192 4428-2b01-01-1234557
2005/05/09 155008 Received 259F5384  |A Ruwitch Bax Gasket 5330007805231 £426-3b02-02-8765432
-_iqn:.i-'namg tRAN 22 Received SRAETARA n Open Box AFLANNRICR2IN u'a:z.ahm.na.o‘m:qf::_‘r_ T

Figure 13. Parts stock management records.

IV. VALIDATION OF THE
RFID-BASED SURVEILLANCE
SYSTEM

A number of researchers [30, 32, 33, 34]
attempted to increase the readability of the RFID
system by increasing the number of dock-door
readers, upgrading the antenna power, and
adjusting tag directions. The object factory
produced many types of products and in small
amounts through a lengthy overhaul process.
The warehouse of the factory was relatively
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small. More than 98% of the items stored in the
warehouse were metal products. This study
adopted the user-friendly PDA and portable
reader to protect the tags from the interference
imposed by metals. The study validated the
readability of tags by the use of different types
of tags, various tags attachment methods, and
improvement of the directions of the readers. It
identified the RFID system implementation
criteria for the small & medium factories with
the emphasis being on minimum costs and
maximum benefits, 100% readability.

This study validated UHF and HF tags,
including metal-proof tags, adhesive tags, and
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hanged tags. The radio waves are often absorbed
and disturbed by metal when radio waves are
transmitted and received by the chips provided
on the tags. This study placed all tags on the
metal surface to find out the maximum
disturbance on the tags and validated on the
reading rates of RFID tags.
(2). Validation of the reading rates when tags are
placed on the metal parts

The average reading rate of metal-proof
tags reached 75% when UHF tags were placed
one meter away from the reader. The average
reading rate decreased when the distance
increased. The average reading rate dropped to
25% when UHF tags were three meters away
from the reader. The electromagnetic waves
diminish when the distance from the reader is
increased [26, 30]. The average reading rate of
the metal proof HF tags reached 100% with HF
tags five centimeters away from the reader. The
average reading rate of the UHF and HF tags
dropped to zero at five centimeters away from
the reader. Table 2 shows the reading rates for
tags placed on the surface of metal parts.

This study found that metal-proof tags
outperform other tags with respect to the
resistance against the disturbance imposed by
metals. They found that they needed to use
metal-proof tags if they needed to place the tags
on the metal surface. The anti-metal tag
requires  Telfon-spacer material provided
between tags and metals and thus isolated the
electromagnetic interference. This conclusion
coincided with the results acquired by previous
researchers [35]. However, the metal-proof tags
require higher costs.

(2). Validation of the reading rates when tags
were placed on shelves

The designers of UHF tags created them to
read cartons placed on shelves and read
unwrapped items. The researchers glued the
adhesive tags on the surface of the cartons. The
metal parts contained in the cartons were 0.5
meters vertically away from the reader. The
study found that the optimal electromagnetic
wave resolution when the reader is placed
vertically to the antenna [27]. The researchers
piled six cartons on top of each other and as a
result, the average reading rate reached 93.2 %.
They hanged the tags on five pieces of metal
parts irregularly placed at 0.5 meters away from
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the shelves vertically. The angles between the
tags and reader varied randomly. The average
reading rate reached 100%. Table 3 shows the
reading rates for tags placed on shelves.

The electromagnetic waves decrease due to
the disturbance imposed on the metal parts. This
study found that adhesive tags could not ensure
100% accuracy when the parts were located on
shelves. The hanged tags produce 100%
accuracy. The RFID provided with hanged tags
obtained the most desired reading rate.

HF tags ensure a 100% reading rate. Metals
and water have less affect on electromagnetic
waves generated by HF. This conclusion
coincides with the results acquired by previous
researchers [23, 36]. The reading rate increases
when objects are closer to the readers. The
researchers had to place the readers closer to the
objects and the motion has to be longer when HF
tags were read. These drawbacks may not be
overlooked when HF tags are adopted.

(3). Validation of the reading rates for pallets
loaded with parts

Companies ship large amount of parts using
pallets. The researchers glued UHF adhesive
tags on the cartons. They loaded the pallets with
eight empty cartons and validated by readers 1.5
meters from the tags vertically. The validation
showed that the average reading rate reached
50%. The average reading rate reached 100%
when the operator placed readers around the
pallets (360 degrees). Different reading methods
resulted in different reading rates as shown in
Table 4.

The researchers glued metal-proof UHF
tags on five cartons containing metal parts. They
placed the cartons on pallets and validated by
readers 1.5 meter away from the tags vertically.
The validation showed that the average reading
rate reached 35%. The reading rate is far from
practicability. When readers are placed around
the pallets, the average reading rate reaches
100% as shown in Table 4.

According to the results of Table 4, the
reading rates decreased when the researchers
placed the metal parts inside the cartons. The
metal-proof tags cannot resist disturbance
sufficiently. However, this study achieved the
highest reading rate when the researchers placed
the readers around the pallets. The researchers
adjusted the angle between the reader and tags
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nearly vertical and acquired optimal readability.

Table 2. Reading rates for tags placed on the surface of metal parts

. Parts being .
Frequency Type of tags Dlstange to Test No. read Parts t_o be | Average reading
of the tags the object - read (pieces) rate (%)
(pieces)
1 4 4
2 2 4
0,
1 meter 3 3 4 75%
4 3 4
I\/Iet?all-p;roof 1 3 4
g 2 meters 2 2 4 66.7%
UHF 3 3 4
1 1 4
0,
3 meters > 1 4 25%
1 0 4
. 2 0 4
0,
Adhesive tags 1 meter 3 0 4 0%
4 0 4
1 0 4
2 0 4
0,
UHF Hanged tags 1 meter 3 0 4 0%
4 0 4
1 4 4
Metal-proof . 2 4 4 0
tags 5 centimeters 3 4 4 100%
4 4 4
1 0 4
. . 2 0 4
HF Adhesive tags | 5 centimeters 3 0 7 0%
4 0 4
1 0 4
. 2 0 4
0,
Hanged tags | 5 centimeters 3 0 4 0%
4 0 4
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Table 3. Reading rates for tags placed on shelves
. Average
Type of | How to use How to use Parts being Parts to be V d
Test No. . . reading rate
tags tags readers read (pieces) | read (pieces) (%)
0
1 6 6
Adhesive tags
Toread 0.5 2 5 6
UHF glued on meters awa
adhesive | cartons with y 3 6 6 93.2%
tags metal parts from tags
J o vertically 4 6 6
inside
5 5 6
1 5 5
UHF Tags hanged n-:st:: 2v(\)/f : : :
hanged | 0> a9 y 3 5 5 100%
ta0s on metal parts | from shelves
d vertically 4 5 5
5 5 5
Adhesive tags 1 5 5
g To read 0.05
HF glued on meters awa 2 5 5
adhesive | cartons with y 100%
from tags 3 5 5
tags metal parts .
. vertically
inside 4 5 5
1 5 5
To read 0.05
HF Tags hanged meters away 2 5 5
hanged 100%
ta0s on metal parts | from shelves 3 5 5
g vertically
4 5 5
Table 4. Reading rates for UHF tags placed on pallets
How to use Parts being read | Parts to be read | Average reading
How to use the readers| Test No. i .
tags (pieces) (pieces) rate (%)
1 4 8
To read 1.5 meters 2 4 8
away from pallets 50%
Adhesive vertically 8 4 8
tags glued 4 4 8
on empty 1 8 8
cartons | T read by the readers 5 g 8
placed around the 100%
pallets 3 8 8
4 8 8
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How to use Parts being read | Parts to be read | Average reading
How to use the readers| Test No. . .
tags (pieces) (pieces) rate (%)
1 2 5
To read 1.5 meters 2 1 5
away from pallets 35%
Metal-proof vertically 3 2 5
tags affixed 4 2 5
to cartons
with metal 1 5 5
parts inside To read by the readers 2 5 5
placed around the 100%
pallets 3 5 5
4 5 5
V. CONCLUSIONS
The majority of conventional factories ACKNOWLEDGMENT
adopt barcode-devices to gather the information The authors thank to the National Science
manual scanning to process information. RFID 97-2623-7-424-001-D.
gathers real-time information automatically.
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and creates a paperless environment. This REFERENCES
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This study made the following
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demonstrated the real-time surveillance over
quality control, identified the deficiencies, and
minimized redundant workload, 3
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progress administration, logistics administration,
and personnel dispatch.
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