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Abstract

The industrial landscape changes at a tremendous pace. With new industrial
technologies as well as new ways of interacting with technical systems, the work of
humans in industry is transformed. This article should outline the current development
of human-technology interaction in the context of Industry 4.0. It outlines the recent
technical developments toward Industry 4.0 and the technical and societal trends that
play a role for the new industrial revolution. Finally, it derives research trends and
challenges and gives an outline of the research topics addressed in this collection.
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2 S. Buttner and C. Rocker

1.1 Introduction

Currently, the industrial landscape changes at a tremendous pace. In order to produce
faster, more efficiently and more flexibly, industry is relying not only on automation but
also on strong digitalization and networking. In the German-speaking countries, this
development is often summarized under the term Industry 4.0, which refers to the idea of
a fourth industrial revolution that is taking place [1]. There are also corresponding
international initiatives for the digitalization of industry, for example under the terms
Advanced Manufacturing (USA) [2], Industrie du Futur (France) [3], Smart Industry or
Smart Manufacturing, which can be understood synonymously [4].

Simultaneously, interaction technologies have made a huge development in the last
decades. The use of mobile devices and touchscreens is ubiquitous, augmented and virtual
reality technologies have made their way into the market, new interaction concepts such as
gesture control have become established in many areas, and last but not least, the usability
of many software products has improved significantly. These developments have also led
to increased user expectations regarding the usability and user experience of technical
systems.

This article aims at analyzing the interplay between the two aforementioned
developments to sketch the resulting trends and research challenges. For this purpose, we
provide an overview of the recent technical development toward Industry 4.0, followed by
a brief presentation of various technical and societal trends that play a role for the new
industrial revolution. Subsequently, we outline the resulting future research challenges for
the field of Human-Technology Interaction. Finally, this article summarizes the
contributions that are part of this collection.

1.2  Toward Industry 4.0

This section gives a short overview of the historic development of industrial production
toward the ongoing changes in industry that are subsumed under the term Industry 4.0.
Figure 1.1 shows the idea that the development of industrial production has undergone
multiple industrial revolutions: the first revolution contained the introduction of mechani-
cal production equipment using water and steam power, starting in the late 18th and
accelerating in the nineteenth century. The technological changes brought along economi-
cal changes and a transformation of society as such [6]. Friedmann [7] spoke of a second
industrial revolution that took place in the beginning of the twentieth century, which can be
characterized from a technical perspective by the introduction of division of labor and mass
production that was partly enabled by means of technology. The third revolution started in
the 1970s and relates to the introduction of electronics and IT into the production process,
which facilitated a high degree of automation. This revolution can be seen as part of the
digital revolution, which is still ongoing [8]. The fourth industrial revolution that is referred
to here as Industry 4.0 can be seen as a second wave of the digital revolution [9]. While
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Industry 4.0 based on cyber- A
physical systems

Further automation of
production by means of
electronics and IT

Introduction of mechanical
production equipment using
water and steam power

Introduction of division of
labor and mass production
by means of electricity A

Level of complexity

19th century 20th century from approx. 1970 from 2011

Fig. 1.1 The four industrial revolutions (based on the graphical representation in [5])

digitalization was used in the third industrial revolution to automize single machines,
processes or tasks, the vision of the fourth industrial revolution aims at digitalizing and
integrating machines throughout organizations and beyond to have an integration along the
complete value chain [10].

According to Geissbauer et al. [10] Industry 4.0 is driven by the “digitization and
integration of [...] value chains”, by the “digitization of product and service offerings”
and by new “digital business models.” Given this transformation of industrial production
processes and the introduction of new digital products, services and business models, it
becomes obvious that human work also will also change substantially.

1.3  Human-Technology Interaction Perspectives on Industry 4.0

The transition of human work can be viewed from two perspectives. First, new
technologies offer new possibilities for organizing or executing work. Technology can
help to easily access work-related information [11], to train people on the job [12, 13], to
support people during work [14-16] or to improve communication and collaboration
[17]. Second, changes in technology, in work processes or in products entail a change in
work practices. The interplay between new technologies and new work practices creates
challenges for the research in human-technology interaction. Here, we sketch the techno-
logical innovations that could extend the existing design space of human-technology
interaction in an industrial context, followed by a classification of possible application
areas.
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1.3.1 Technical Innovations

In the context of Industry 4.0, various interaction technologies are mentioned that are
intended to optimize the work between people and technical systems. Among others,
Geissbauer [10] mentions mobile and wearable devices, augmented reality and advanced
human-machine interfaces as technologies that contribute to the realization of Industry 4.0.
In a survey on the topic, Krupitzer et al. [18] distinguish between classic graphical user
interfaces following the WIMP (windows, icons, menus, pointer) principle, natural user
interfaces (NUI) and virtual and augmented reality (AR) environments. Leaving out the
classic graphical user interfaces, we want to provide a brief overview of touch interfaces
and NUI, followed by extended reality (XR) interfaces, which subsume AR and VR
interfaces.

1.3.1.1 Touch Interfaces

Touch interfaces, which allow for computers to be controlled by touching or gesturing at
screen contents, have become ubiquitous since the spread of smartphones and tablet
computers at the latest. Consequently, touch panels are established in the industrial
environment, e.g., for data input in machine controls and for process monitoring in
production, energy and environment, building automation, water management as well as
infrastructure and logistics [19]. From a technical perspective, resistive touch screens and
capacitive touch screens can be distinguished. Resistive touch screens use two transparent
foils on top of the display that are connected by means of pressure to detect touch points.
Capacitive touch screens detect conductive objects at the touch-point through capacitive
coupling. The different technologies have an impact on the possible use-cases: while
resistive touchscreens can only detect a single point, capacitive displays can recognize
multiple touch points and therefore allow multitouch gestures. On the other hand, capaci-
tive displays only work if they are touched with electrically conductive material. Conse-
quently, they can cause problems in an industrial context, e.g., if users wear protection
gloves [19]. Still, multitouch is considered as an important interaction form for future
cyber-physical systems, as this form of interaction is known from personal experience of
workers outside the industrial sector [20].

1.3.1.2 Natural User Interfaces (NUI)

The term Natural User Interface (NUI) relates to all interface technologies in which the
actual technology of the interface is invisible [21]. Examples for NUI include a broad range
of hand or full-body gesture control, gaze control, voice control, proximity sensing and
implicit interactions on the input and the full spectrum of human sensing and experience on
the output channel [21]. Apart from invisible interfaces, gesture-controlled touch interfaces
are also sometimes classified as NUIs (e.g. [22, 23]). These types of interface technologies
are not wide-spread within the industrial sector; however, multiple research projects have
dealt with the industrial application of NUIs. Gesture control has been used in industry to
control robots [24, 25] or for machine control [26], gaze control has been evaluated as a
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technology for improving process safety of control room workers [27], voice-control has
been evaluated in multiple settings, e. g. machine [28] or robot control [29, 30] including
work on the question on how to realize voice control in noisy industrial environments
[31]. Huge chances are seen in the industrial use of implicit interactions [32] and proximity
or location sensing. Proposed industrial systems use the recognition of task process to
display context-related information [12] or sense the position of humans or work-related
objects as basis for a context-sensitive interaction [33]. Given this broad area of NUI, there
is certainly an extensive design space for future applications to be discovered.

1.3.1.3 Extended Reality (XR) User Interfaces

The term extended reality (XR) relates to a range of user interfaces that combine the
physical world with the digital world up to interfaces that allow a complete immersion
within the digital world. It subsumes all Mixed Reality (MR) variants on the reality-
virtuality continuum of Paul Milgram [34] (see Fig. 1.2) and also contains complete virtual
environments. Hereinafter, two major variants of XR are described that play a role in the
industrial domain: augmented reality (AR) and virtual reality (VR).

AR refers to a specific type of virtual environment that allows people to see a real world
augmented with virtual objects. Within the AR environment, people perceive a composite
world consisting of existing and virtual objects [35]. According to the definition of Azuma
[35], there are three prerequisites that need to be fulfilled to speak of an AR environment:
first, the real and the virtual world need to be combined; second, there has to be a real-time
interactivity with this integrated virtual and physical world; and third, this environment,
which integrates virtual objects, needs to be three-dimensional. There are numerous
examples of popular AR applications outside the industrial applications. AR, e.g., is used
for games [36], AR can help in the decision process for certain products such as furniture
[37] or glasses [38] and AR can help people finding around in other countries [39]. The
presentation of Microsoft’s Hololens raised many hopes for the industrial use of
AR. However, at this time, not many AR systems for industrial applications have been
brought to product maturity, so AR can still be considered an important topic for research.

VR subsumes technologies that create virtual worlds in which people can “immersively
experience a world beyond reality” [40]. Contrary to AR, VR aims on replacing the
perception of the real world with digital content. Looking at the different human senses,
different VR technologies have been presented that mainly create visual, auditive and
haptic experiences, while olfactory and gustatory experiences have received less attention
[40]. While the concept of VR and the required technologies have been available for more
than 50 years [41], VR has recently gained traction due to affordable VR headsets that have
mainly been developed for gaming and entertainment purposes [42]. Consequently, we
expect a rise of commercial VR systems also in industrial application, e. g. for training of
new employees.
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( I—MIXED REALITY(MR)_| )

REAL AUGMENTED AUGMENTED VIRTUAL
ENVIRONMENT REALITY (AR) VIRTUALITY (AV) ENVIRONMENT

Fig. 1.2 Reality-virtuality continuum. Image source: Wikimedia Commons, https://commons.
wikimedia.org/wiki/File:Reality-Virtuality_Continuum.svg, author: Giovanni Vincenti, licensed
under CC BY 3.0. Image based on the illustration of Milgram et al. [34]

1.3.2 Application Areas

Based on our previous work [43], we consider the following application areas relevant for
the research on human-technology interaction in the industrial domain: manufacturing,
logistics, maintenance and repair as well as training, while the latter can be considered as a
cross-cutting area that potentially overlaps with the other areas. The application areas are
briefly described hereinafter.

1.3.2.1 Manufacturing

Despite the ongoing automation of production facilities, manufacturing is still an area that
involves a lot of manual tasks [11]. Consequently, previous research has dealt with the
question on how to increase productivity by introducing new interaction technologies in the
workplace. To state some examples, Caudell and Mizell [44] presented an AR system that
supported manufacturing workers in the aircraft industry. In the field of stationary manual
assembly, Boud et al. [45] presented an AR system that is intended to introduce employees
to an assembly process by displaying pictograms. Tang et al. [46] developed a similar
system to support an assembly process. Multiple stationary assembly support systems have
been presented that make use of projections to guide users through an assembly process
[12, 14, 15]. And the use of multi-touch displays was investigated to increase efficiency for
the control of production facilities [19].

1.3.2.2 Logistics

New interaction technologies have also been investigated in the logistics sector, e.g. by
improving warehouse logistics with new interaction technologies. A typical labor-intensive
activity in logistics is warehouse picking, where humans collect a set of items from a
warehouse. As an alternative to paper-based picking-lists, nowadays pick-by-light systems
are often used, which consist of lights or displays attached directly to the compartments in
which the items are located. Various works have investigated new interaction technologies
to improve the efficiency of this picking task: Schwerdtfeger and Klinker [47] and
Giinthner et al. [48] used head-mounted displays (HMDs) to help people navigate through
warehouses by marking the objects to be picked within an AR environment. The use of
HMDs is also referred to as pick-by-vision. Other works have made use of interactive


https://commons.wikimedia.org/wiki/File:Reality-Virtuality_Continuum.svg
https://commons.wikimedia.org/wiki/File:Reality-Virtuality_Continuum.svg

1 Human-Technology Interaction in the Context of Industry 4.0: Current. .. 7

picking carts, e. g. Funk et al. [49] used a picking cart equipped with projectors to enable
pick-by-vision without wearing HMDs.

1.3.2.3 Maintenance and Repair

Another broad area of application for new interaction technology is the field of industrial
maintenance and repair. This manual task usually requires specific knowledge of workers.
Previous work has dealt with the question on how to support human workers with
knowledge in the workplace. For this purpose, HMDs, wearables and mobile devices
have been used [50]. For instance, Heinz et al. [33] describe an assistance system that
supports the maintenance or repair process of complex industrial machines by means of
mobile devices or HMDs. Similar maintenance scenarios have also been presented in the
automotive sector. Hoffmann et al. [51] investigate the use of AR for repair procedures
taking into account the existing prior knowledge about the task. In addition to systems that
support individual users, AR systems have been presented that provide remote assistance
between two people with different skills levels for supporting collaborative maintenance or
repair. For example, Gurevich et al. [52] present the system TeleAdvisor, which supports
maintenance or repair tasks through AR projections on site. The projections are controlled
by a connected expert that can guide the on-site user through the process. Due to the
complexity of human maintenance and repair tasks, we assume that there is huge potential
for future research on the use of new interaction technologies in this context.

1.3.2.4 Training

As mentioned, training can be considered as a cross-cutting concern that overlaps with the
other areas. On the one hand, there are specific learning systems; on the other hand, there
are interactive assistive systems designed for guiding users through the execution of a task,
which in the end also facilitates learning. Examples for specific learning systems can be
found in the area of VR, where it often is used to train people by simulating a task. This has
the advantage that potentially dangerous tasks can be practically trained or that no material
is required for the learning phase. As an example, VR has been used to learn welding
[53]. Furthermore, AR and VR have been applied to achieve a better understanding of
complex machines by creating the possibility of viewing the inner parts of a machine
[13]. Interactive assistive systems that facilitate learning have been presented for the
familiarization with assembly tasks, e.g. Boud et al. [45] presented an AR application for
learning the assembly process of water pumps. Aehnelt and Wegner [54] also presented an
assembly assistance system that displays assembly information on mobile devices. The
system, which is designed for on-the-job training, aims to combine work with learning
experiences. This improves the understanding of the of assembly work, resulting in a
positive effect on the independent planning and execution of future work tasks [54]. The
field of technologically enhanced learning is broad and there are many more examples for
using new interaction technology for learning in the industrial sector. Future research will
explore this area in more depth.
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1.4  Research Challenges and Contributions in this Collection

Having presented new interaction technologies and application areas in the industrial
sector, we would like to sketch the major research challenges on the intersection of
interaction technologies and industry that are tackled in this book. By doing so, we also
provide an overview on the subsequent chapters in this collection.

1.4.1 How Can Assistance Systems Be Implemented and Integrated into
the Work Process?

As the research field of human-technology interaction is concerned with the design of
interactions between humans and technological systems, a research challenge that needs to
be addressed is the question on how to create methods to design and implement interactive
assistive systems in the industrial domain. The following papers focus on supporting
companies with methods and tools for taking decisions on the introduction or integration
of assistance systems and technologies into the work process. Focusing on digital assembly
assistance, Haase et al. [55] present such methods and strategies with a sociotechnical
design approach. They develop success criteria, present specific technologies and provide
practical examples of assistance systems in industry. Krause et al. [56] consider the case of
operator support and present three tools that were developed for small and medium-sized
enterprises (SMEs) to reflect on their requirements and in order to make technology
choices. Oestereich et al. [57] present design alternatives and a reference architecture for
the implementation of adaptive assistance systems as well as a selection of algorithms to
realize adaptivity. To demonstrate the feasibility of adaptive assistance systems, they
include three exemplary scenarios that make use of the adaptivity. Besginow et al. [58]
take a new approach to integrating deep-learning based action detection into stationary
assistance systems. Using action recognition, they were able to introduce on-the-fly quality
control and inform users whenever errors occurred. Finally, Briinninghaus et al. [59]
present the current state of assistance systems for vocational training within a
manufacturing context and propose a new system called “XTEND for education.”

1.4.2 How Can XR Technology Support Future Work?

Even though past research has presented various concepts and prototypes of systems that
make use of XR technology within the industrial domain, we expect that the exploration of
use-cases for XR technology has only just begun. While XR headsets are becoming more
mature and cheaper, new application areas are simultaneously becoming more feasible.
Consequently, we expect more XR concepts and applications within the industry to
emerge. Again, from a practical perspective, the question is how the systems will be
implemented and rolled out within the industry. Focusing on the design process of XR
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applications, Paelke et al. [60] present different forms of user-guidance technologies within
XR environments. Kosch et al. [61] present a new programming-by-demonstration
approach that helps to create AR content for assembly assistance systems. Finally, Rumsey
et al. [62] analyze how the introduction of VR technology affects organizational structures.
In an empirical study, they investigate organizational challenges coming from the impact of
VR on human performance and skills acquisition.

1.4.3 Will Work Become more Human-Centered due to New Technology?

The introduction of new technologies will not only make the current way of working more
efficient; rather work practices themselves will be transformed due to new possibilities. Our
vision is that work will become more human-centered. Future industry workers might
encounter a more human work environment and experience work to be of higher hedonistic
and eudaimonistic value. Korn [63] shows how gamification can be used in industrial
environments to increase productivity and to motivate staff. Korn not only presents how
gamification can be integrated into existing workflows and how user acceptance of
gamification can be reached, but also gives specific design recommendations for the
implementation of gamification within the industrial domain. Kaasinen et al. [64] studied
how personalized job roles and smooth teamwork can improve the well-being of factory
floor workers. They envision a close collaboration of human-machine teams in the future of
Industry 4.0.

1.4.4 How Can Technology Acceptance and Trust Within Industry 4.0
Systems Be Achieved?

Technology acceptance and trust are essential factors for the successful implementation
and integration of new technology within Industry 4.0. A lack of technology acceptance or
trust can result in reduced job satisfaction and in performance losses [65]. Focusing on
laboratory work, Polzer et al. [66] investigate which factors influence the technology
acceptance of technical systems. For this purpose, they apply the technology acceptance
model (TAM) in the industrial or more specific laboratory domain. Papenkordt et al. [67]
look at factors of smart technologies that promote trust in the systems from a theoretical and
empirical perspective. Their results show that immaterial benefits, in particular, affect trust
in a strong manner. Providing a final overview on the domain of human-technology
interaction, Brauner et al. [68] investigate workers’ requirements to achieve human-
centered digital production technology that is accepted by its users.
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1.5 Conclusion

This article sketched the current development in the area of human-technology interaction
in the context of Industry 4.0. It demonstrated the interplay between technological devel-
opment and the transformation of work. Future research will deal with various questions.
First, from an industrial perspective, the question of how to implement and integrate
various new systems into the work process, remains a major challenge. In this collection,
this is addressed in the context of assistive systems in particular. Nevertheless, this question
is of importance for all new interaction concepts and systems in the industrial domain.
Second, XR technologies have made a great leap in technical development. Much hope lies
in this technology to help deliver information to workers in various contexts. This
collection presents concepts for the integration of XR technologies, but of course, future
work will further investigate and explore the design space of XR technology. Third, while
future work will be informed by new technology, the question will be how more human-
centered workplaces can be created. Fourth, new technology requires the acceptance of its
users and trust in the technology in order to be successful. Consequently, this topic is
addressed here as well. The list of research trends and challenges that are addressed in this
collection derived from it is not exhaustive. The development of Industry 4.0 systems has
just begun. As researchers and practitioners, let’s make sure that Industry 4.0 systems are
designed in a human-centered way, so that the lives of future industrial employees can be
improved!
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Flexible manufacturing processes, diversified products and small lot sizes are imposing
new demands on assemblers by confronting them with constantly changing work
parameters. Innovative HCI technologies and systems help assemblers perform their
jobs with digital assembly assistance systems integrated in their workstations. This
chapter surveys current technological building blocks, methods and implementation
strategies for the design and development of such solutions. First, the authors describe
specific implementation and development strategies with a sociotechnical design
approach. The goal of such strategies is to develop effective solutions that employees
accept and use on a sustained basis. One prerequisite for this is that selected
technologies are designed to be conducive to learning and comply with human factors
standards. To this end, criteria are developed, which have an impact on success and
therefore ought to be ascertained and incorporated in design. Finally, specific assistive
inspection and learning technologies are presented, which facilitate the implementation
of assembly assistance systems compliant with human factors standards. Specific
examples from industrial practice serve to explain the technologies.
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2.1 Background

Digital assembly assistance systems [1] are being integrated in workstations with growing
frequency to enable responding to increasingly flexible manufacturing processes,
diversified products and small lot sizes in manufacturing. They help assemblers do their
jobs by providing requisite information situationally, validating the assembly process and
performing quality inspections.

The authors predicate the design of assembly assistance systems on a fundamental
understanding of human and machine collaboration, which situates decisions and
responsibilities among individuals. They view assistance systems as skill-reinforcing
systems designed to enable learning while working, to increase assemblers’ latitude, to
adapt to users’ needs and work situations, and to assuring the quality of assembled
components. The authors therefore refer to them as learning and assistance systems or
assistance systems conducive to learning.

This requires an integrated interdisciplinary approach equally geared toward the
sociotechnical system and humans and focused on technology and organization. “The
analysis and design of an engineered work process in keeping with this approach is not
an issue of either technology or humans but rather a striving for a complementary design
of individual system elements in one coordinated, unified sociotechnical system” (e.g.,
[2, 3]). The design of new technologies consequently also includes designing the
interactions between technology, work and organization (Ibid.). The capabilities of
“skills-driven design” (Ibid.) are a leading criterion of the design process.

This chapter describes the process of designing and developing assistance systems
conducive to learning from the perspectives presented in Fig. 2.1.

Implementation Work and
and systems design
institutionalization conducive to

strategies learning

HCI technologies

Fig. 2.1 The process of designing and developing assistance systems conducive to learning based on
a sociotechnical design perspective [2]
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Section 2.2 describes strategies for implementing and institutionalizing digital learning
and assistance systems, the organizational and personal factors relevant to embedding of
solution in a company permanently and sustainably being the primary focus. The objectives
pursued by successful implementation strategies, the challenges that arise in the process,
and the specific actions that render the objectives achievable are identified. It is essential to
develop a shared vision of the technical solution, its embedding in the existing work
processes and its expected impact early on with the employees directly or indirectly
affected by the implementation of a digital assistance system.

Section 2.3 describes the human factors design of an assistance solution and the adjacent
work processes. An assistance solution conducive to learning, which is perceived to be
effective, helpful and motivating by its users and enables achieving the objectives devel-
oped conjointly beforehand, requires human factors design throughout the sociotechnical
approach. The work system’s personal and organizational parameters, which affect success
and therefore have to be ascertained and factored into the design process, are described. A
methodology for selecting and designing technology is presented. Work design actions
conducive to learning are also described.

Key technology design requirements ensue from the fundamental understanding of a
user-friendly and user-centered assembly process described at the outset. Section 2.4
therefore describes technologies that enable user and context awareness (Sect. 2.4.1) and
human factors engineering optimized for requirements (Sect. 2.4.2) and provides
assemblers assistance with quality assurance and process validation (Sect. 2.4.3).

2.2  Strategies for the Successful Implementation
and Institutionalization of Digital Assistance and Learning
Systems

Targeted actions are employed during the entire process from job clarification through
rollout to embed assistance systems in companies effectively.' Strategies for implementing
and institutionalizing cognitive assistance systems are being systematically developed and
studied in the EVerAssist research project.” The project’s primary objective is to integrate a
learning and assistance system into work processes effectively. In the process, strategies are
being developed, which respond to didactic and socio-technical challenges during

"This chapter includes translations of expanded and revised excerpts of A. Keller, S. M. Weber,
F. Rentzsch, and T. Haase, Lern- und Assistenzsysteme partizipativ integrieren. Entwicklung einer
Systematik zur Prozessgestaltung auf Basis organisationspddagogischer Ansitze. Zeitschrift fiir
Arbeitswissenschaft 79 (4) (2021).

>The research and development project EVerAssist — Einfiilhrung und Verstetigung
technologiebasierter Assistenzsysteme in KMU is being funded by the Federal Ministry of Education
and Research (BMBF) and the European Social Fund (ESF) in the Zukunft der Arbeit program
(funding code: 02L19A000ff) and managed by Projekttriger Karlsruhe (PTKA).
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implementation and institutionalization. Although these strategies are being developed for
and applied to maintenance assistance system implementation, the key challenges
addressed are similar to those of assembly assistance system implementation. In both
cases, this entails designing complex participatory communication processes among dif-
ferent user groups, system developers and HR managers.

This section first presents the multi-level objectives pursued by such strategies (Sect.
2.2.1) and then outlines the challenges that have to be tackled to achieve the aforemen-
tioned objectives (Sect. 2.2.2). Finally, it presents the solution options being developed in
the EVerAssist project (sect. 2.2.3).

2.2.1 Objectives of a Successful Implementation Process

Successful implementation of learning and assistance systems is manifested on several
levels ([4], manuscript in preparation). The following features are indicative of a successful
implementation process on the user level (1):

— Users are proficient in the use of the systems.
— The systems are accepted.
— The systems have an educational effect.

The latter implies, for instance, that the systems foster independent action or problem-
solving skills, rather than taking their place. Work processes modified for the use of digital
assistance and learning systems are indicative of the implementation process’s effective-
ness on the work systems level (2). Examples of this are altered workflows, time resources
freed up to input assistive contents and cognitive ergonomic concepts for the use of
assistance systems. Permanently altered informal work routines are also indicative of an
assistance system’s effectiveness on this level. These features are a prerequisite for
assistance systems on the organizational or corporate level (3) that generate select benefits.
Objectives could be skills acquisition and retention in the work process, rapid training and
retraining, error reduction, quality assurance or material waste reduction, see [5]. Moreover,
the integration of an assistance system in a company’s primary digital strategy is indicative
of a successful implementation process. Since technologies for connected and smart
production systems (e.g., sensor systems or image processing) are developing rapidly,
effective implementation on the level of digital transformation (4) manifests itself in early
incorporation of interfaces to other technical designs and systems, see [6]. This ensures
assistive technologies’ compatibility with other technical designs and systems, relevant at
the present and in the future.
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2.2.2 Challenges in the Implementation Process

Since one of the biggest challenges to effective use of an assistance system is its
impingement on familiar work habits, one of the most important objectives is to identify
the benefits together with employees from their perspective at an early stage and to
communicate and present them to identified target groups. An assistance system frequently
requires the use and combination of various technological building blocks (e.g. sensor
systems or vision systems), which are selected and combined for the specifications of an
assembly process. These usually generate several implementation options that must be
assessed in terms of the concomitant objectives and ramifications, e.g., expenditures,
maintenance costs or suitability for the existing IT systems landscape, with a company’s
decision-makers. This normally produces custom solutions that meet a company’s
demands and its employees’ needs. The operational specifications have to be drafted
early in the implementation process.

Another challenge is the frequent need to integrate several user groups in the process of
compiling and using assistive contents (e.g., work scheduling, engineering, quality assur-
ance, management) ([4], manuscript in preparation). This necessitates expectation manage-
ment to prioritize objectives, such as work documentation, skills acquisition during the
work process or error reduction, since they require different technology. What is more,
developing processes to update assistive contents and maintain assistive technology is
essential to long-term use of an assistance system. Moreover, the implementation of an
assistance system is part of a change process in which it is important to create employee
awareness of new developments and involve them in design decisions early
on. Transparency and data ownership (Who can view my data?!) are particularly issues
open for discussion.

2.2.3 Strategies for Implementation and Institutionalization

This section presents participatory design strategies and a methodological framework that
includes guiding questions for participatory process design and appropriately selected
methods.

2.2.3.1 Overview: Participatory Design Strategies
Participatory process design is ideal for recognizing and systematically addressing poten-
tial impediments, e.g., obstacles to acceptance, at an early stage. Participation is understood
to be the active involvement of individuals in organizational decision and control processes
and is considered the prerequisite for self-organized action by members of and sustainable
change in an organization [7].

This extends from the early phase of job clarification through the evaluation of assis-
tance systems in use in work processes. A participatory process ensures that the technical
solution is configured so that value is maximized or nothing changes for the worse for
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employees, organizational units or the company as a whole. Overall, participation proves to
be a key design dimension in the context of Industry 4.0 [1, 2, 8].

Whenever the development and integration of an assistive solution additionally requires
a variety of technical expertise (e.g., on the technologies employed or human factors
engineering), systematic integration of such interdisciplinary knowledge in design
decisions becomes another factor for success [9]. Process designers, whose job is to
coordinate and implement the participatory design and implementation process, play a
key role. They identify the user groups, experts and parties to be involved, activate them,
and ensure that the systems are designed for integrated use. For instance, they facilitate the
process of working out at a common understanding of technological implementation
options and ensure that aspects of corporate culture, e.g., knowledge sharing practices,
receive attention and enter into technology selection and design. They also maintain
communication between the parties involved, ensuring that expectations are realistic and
practical obstacles are identified early on. A methodology for designing an implementation
and institutionalization process, which was developed in the EVerAssist project based on
organizational education theory [10], serves as a guide for process designers (see Fig. 2.2)
([11], manuscript in preparation). It describes the specifics of the phases of the process
(1)-(4). The methodology also includes guiding questions for self-review and contextual
review (A)—(C). Their clarification is a prerequisite for situation- and context-aware
implementation strategies that can be developed based on the guiding questions (D)-(G).

(4)
Reviewed
rollout

Phases of

process design Preparation

Guiding
questions
for self-review
and contextual
review

(C) What formal features and cultural patterns ex
in which the assistance system is supposed to be intro

(D) What objectives are supposed to be achieved in the phase?
What is supposed to result?

Guiding
questions
for process

design (F) Who is supposed 1o be involved?

(G) How will implementation proceed?

Fig. 2.2 Methodology for participatory integration of cognitive assistance systems, see ([11],
manuscript in preparation)
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2.2.3.2 Process Design Phases
The methodology first identifies the four phases of the implementation process, expounded
below:

1. The early phase comprises participatory vision development and job clarification. This
entails scrutinizing implementation options and their implications. Unlike upstream
phases, such as customer acquisition, the early phase is implemented in the company
specifically as part of a change process and every relevant user group is therefore
involved.

Strategic objectives are also prioritized in terms of their feasibility within a defined
period, among other things, in this phase. Company management, quality assurance, work
scheduling, manufacturing management and assembly specifications, for instance, all
frequently differ. Rendering them transparent from the outset and working them out
collectively is essential here. The instrument of systematic technology selection and design
presented in Sect. 2.3 is used, among others, to concretize job clarification, which is
intended to lay the foundation for a technically feasible and educationally expedient
solution supported by decision makers and user groups.

2. A technical specification is compiled or software is designed in the development
phase based on job clarification. Prototypes are designed, evaluated in a participatory
manner, and refined iteratively. Both technical prototypes and process prototypes have
to be developed. The latter are designs, for instance, of the work and roles in editing
processes for assistive contents. Terminal equipment is also selected and tested in this
phase. Pilot organizational units in which the assistance system will be tested are
selected as well and evaluation criteria are defined. This is guided by the following
questions, among others: What objectives are supposed to be achieved for which user
group? What indicators can we collect? Which are indicators of achievement of the
objectives?

3. The test phase is aimed at monitoring and evaluating the use of the technical assistive
solution in the daily work routine in a pilot organizational unit and, if necessary,
modifying the technical solution. It begins concurrently with phase 2 with the technical
integration of the system in the company’s IT landscape, its installation in
workstations, and the training of end users. The test phase concludes with an evalua-
tion based on the strategic objectives of the assistance system selected and prioritized
in the early phase.

4. The experiences from the test phase and the evaluation of the potential benefits are
reviewed and assessed in a participatory and interdisciplinary manner in the reviewed
rollout phase. These assessments serve as the basis for making decisions about the use
of the assistance system in other organizational units.
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2.2.3.3 Guiding Questions for Self-Review and Contextual Review

Since it additionally explores the situational agency of the individuals who coordinate and
design the participatory process, the process design methodology is considered an instru-
ment that helps these individuals introduce the implementation process agilely and situa-
tion- and context-aware throughout specific phases.

(A) With what sense of mission is the role of process design implemented?

It is based on a review of individual understanding in the activity of participatory
process design. Assuming that the suggestions and thoughts contributed by various
disciplines and user groups are essential to effective integration, an “expert consulting”
mode is presumably less useful. This mode is based on the assumption that established
solutions for businesses already exist and the challenge lies in disseminating them. An
“integrated design” mode, on the other hand, seems opportune: This mode is based on
the presupposition that the path to finding a solution runs circularly and the conviction
that process designers’ own effectiveness is more the product of inspiration than of
drastic action (see [11], manuscript in preparation).

(B) In what situation is the assistance system being integrated?

Furthermore, the situation in which an assistance system is integrated has to be
reviewed. The project’s architecture is one of the things examined here. Is it a research
project or a development contract, for instance? Prior history is also reviewed. Among
other things, the value propositions negotiated during project initiation are
identified here.

(C) What formal features and cultural patterns exist in the company in which the
assistance system is supposed to be introduced?

What is more, the corporate context has to be analyzed systematically. Criteria, such
as company size and sector, are one thing examined. Cultural patterns in companies
also have to be reviewed. This raises questions about the prevalent management
culture, the forms of employee involvement in decisions to date and their experience
with dialogue on equal footing across hierarchies, for instance.

2.2.3.4 Guiding Questions for Process Design
(D) What objectives are supposed to be achieved in the phase? What is supposed to
result?
The phases of process design are characterized by specific objectives, such as vision
development and participatory job clarification in the early phase.
(E) What is supposed to be the focus?
Process design additionally poses questions and integrates topics that can be used
for an integrated analysis of assistive solutions. Technological questions, for instance,
are linked with questions about work process design or changes in the company as a
whole.
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(F) Who is supposed to be involved?

Process design is typified by well-considered selection of the parties integrated in the
individual phases. Already consulting with assemblers during the clarification of
strategic issues in the early phase is not always advisable, for instance. Discussion is
usually conducted on a level of abstraction with little relation to an assembler’s job and
far removed from an imaginable solution. The experts in select technologies, work
design or educational design also ought to be consulted intermittently or concomitantly
to the process when selecting parties for participatory formats.

(G) How will implementation proceed?

Formats are designed and methods are selected in keeping with already formulated
objectives, the topics being worked on and the identified group of participants. A
distinction must be made here between the level of participation that should be applied,
e.g., information vs. participatory design, see [12, 13] or between a more formally or
more informally participatory approach, among other things. The former could be
information at a general meeting (in the “information” mode), the latter a film self-shot
by the developer team with a message to users.

The following table provides an overview of methods and approaches suitable for use in
participatory process design (Table 2.1).

23 Human Factors Design of the Technological Solution
and the Adjacent Work Processes

Designing an integrated learning and assistive solution that is perceived to be effective,
supportive and motivating by employees and achieves the operational objectives requires
an integrated design consonant with the sociotechnical approach described at the outset.

A key activity of the design process is the systematic selection and design of technology.
The individual objectives and parameters were developed in a participatory manner in the
early phase, as described in Sect. 2.2. This serves as the basis for identifying the design
decisions that render these objectives achievable. Guidelines that assists companies with
this process was developed for this purpose. These guidelines supply important individual
and organizational parameters that ought to be ascertained (see Sect. 2.3.1), e.g., by
observation or interviews. Technology selection and design options are presented in
Sect. 2.3.2.

2.3.1 Individual and Organizational Parameters

Interactive action guidelines that assist operational practitioners during the design process
are developed. In the first step, they provide an overview of parameters and individual
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Table 2.1 Select methods and approaches for use in process design

Method

Appreciative
inquiry [14]

Future search
conference [15]
Systemic impact
monitoring

[16, 17]

Visualizations as
translation and
mediation tools
(see [18])

Transformative
evaluation
approach [20]

Iterative
evaluation

Objectives

Gathering prior experiences
with assistive technologies or
similar projects, making them
transparent and referencing
them; opening eyes for
multiperspectivity
Developing a shared vision

Creating awareness of
complexity and interactions
when achieving potential
benefits; concretizing the
shared vision; establishing
realistic expectation
Producing shared mind maps
and mental images, mediating
between different mindscapes;
sorting views and positions
into one big picture
Facilitating concentration on
complex effects in practice;
empowering user groups;
identifying unforeseen
obstacles (to acceptance)
Eliminating unforeseen
obstacles (to acceptance)

Implementation

Workshop and interviews,
plotted experience curves

Workshop (critique, future
and implementation phase)
Workshop

Visualizations of technical
design options, e.g.,
“development blueprint”, or
scientifically grounded
graphics (see [19])

Both qualitative and
quantitative formats,
procedural and iterative
design

Both qualitative and
quantitative formats

T. Haase et al.

Operational
phase and
duration

Early phase,
reviewed
rollout

Early phase

Cross-phase,
beginning in
the early
phase

Early phase/
development
phase

Test phase,
reviewed
rollout

Test phase

conditions, which influence success and therefore ought to be ascertained and factored into
the design process.

Following the human factors engineering perspective, a technical solution’s interaction
with an employee is analyzed to draft a defined job assignment subject to various
parameters (environmental factors). The relevant job assignment, employee and environ-
mental factors are presented below.

1. Job Assignment
Job assignment (see Fig. 2.3) generates crucial parameters pertinent to the regulation

and organization of the work, which play an important role when designing assistance
systems that support training and work. The methodology proposed here is used to
recorded work-related features of cognitive learning objectives, task, purpose of assis-
tance and type of requirement for the as-is and to-be states (with and without assistance

system).
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2. The Employee

In addition to job assignment, user-specific criteria also have to be factored into the
user-adaptive design of assistance systems conducive to learning (see Fig. 2.4). Skill
level, motivation, age structure, physical requirements, language, education and the
employee’s technical savviness were identified as relevant categories. Not all factors
affect the technical solution directly. They can also affect work organization, for
instance, by requiring concomitant technology training actions when employees
have little prior technical savviness.

The variety of categories is indicative of the complexity of designing a personally
effective assistance system conducive to learning. Consequently, it should be possible
to adapt a solution throughout the period of its use, e.g., as employees gain experience
using the system and develop skills.
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3. Environmental Factors and Tools

Environmental factors (see Fig. 2.5) are parameters that affect a work system. They
can be social/emotional, organizational/communicative, physical/organismic or chem-
ical/material [21, p. 21]. Social environmental factors primarily affect the implementa-
tion process and employees’ acceptance and use of assistance systems.
Physicochemical environmental factors, on the other hand, influence technology
selection directly and are therefore given priority in this methodology. Ambient
noise and light as well as stress factors, e.g., high ambient temperature, are analyzed.

Existing tools, i.e., technical equipment and established processes, ought to be
factored in as well. These include both standard equipment and documents, data and
the existing IT infrastructure.

2.3.2 Technological and Educational Design Dimensions

The manifold design decisions for a digital learning and assistance system include both the
systematic selection and educational design of technologies. The categories identified are
highly application-specific. Maintenance work requires different technologies than assem-
bly does. Some fundamental decisions, e.g., the selection of input and output devices, are
generalizable, though.

Figure 2.6 provides an overview of the design dimensions. The selection of the
appropriate form is usually contingent on the parameters identified beforehand. Work
done with oily hands requires contactless input options, for instance.

Although the choice of media when designing interactive contents is wide, there is a
dearth of specific information on their suitability in practice. The methodology processes
and links experiences from operational practice with specific design options, thus making it
possible to transfer practical experience to practice.

2.3.3 Using the Methodology

The methodology described is intended to provide companies designing learning and
assistance systems operational assistance, raise their awareness of relevant parameters
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Fig. 2.6 Design decisions during technology selection

during design, and facilitate technology selection with stored experience stories about the
design dimensions (in an interactive online version of the methodology). Given the
specifics of companies and jobs, the methodology cannot and will not be able to provide
design proposal algorithm. Instead, it ought to be treated as a methodology that
contextualizes and correlates both positive and negative employee experience stories.

The methodology was initially developed to draft specifications for assembly and
advanced maintenance [8], something particularly reflected in the category of task content.
The core educational criteria conducive to learning are assumed to be transferrable to other
sectors.

The authors expect that adoption of the methodology will prompt a review of corporate
strategy and learning culture. Clarification of the objectives pursued with the assistance
system (e.g., quality, flexibility, learning effects) already necessitates dialogue with
employees from different organizational units, thus initiating a review process crucial to
selection and design. This form of visualizing correlations can help structure dialogue
while simplifying communication between developers and organization about design
conducive to learning. A structured and participatory approach, as described in Sect. 2.2,
which ultimately contributes to all participants’ acceptance during implementation is
recommended here.

2.3.4 Designing Digital Assistance Systems Conducive to Learning

One particular focus is the technological solution’s educational design. Designing assistive
solutions that are conducive to learning and integrated in workstations requires modifying
them for the employees that use them to support their work. Whether a system ought to
adapt to its operators automatically (adaptive) or operators ought to modify it themselves
(adaptable) is one of the things analyzed here. Adaptation options comprise both the
selection of the assistive contents and their level of detail and presentation [22]. Adaptive
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Table 2.2 Design dimensions of assistance systems conducive to learning, based on [26]

Personal development Intrinsic motivation Social integration
— Enables increase in knowledge — Arouses curiosity — Emphasizes the importance of
— Provides technical information — Sustains user activity | the task
— Is embedded in the work process | — Provides personal — Elevates the status of the work
— Provides an exploration and feedback — Establishes interdependence
experimentation mode — Includes reward — Creates dialogue

mechanisms

systems require much more sensing detection of employees and work processes to be able
to infer current demand for assistance. Technologies that facilitate such detection are
described in Sect. 2.4.1. There is, however, a risk that such an automated approach will
be less transparent to employees and meet with little acceptance. The authors assume that a
hybrid solution in which certain parameters (environmental factors) are derived automati-
cally and operators themselves select content parameters (amount of assistive information)
will become more established.

Rather than being limited to the technical system’s design, work design conducive to
learning ought to analyze the organizational level too. Design dimensions that support
assistance systems’ conduciveness to learning and thus assist employees with development
are being developed in the research project LeARn4Assembly (FKZ: 01PV18007A).
They are based on criteria of work design conducive to learning and skills development,
see [23-25] and augmented by the dimension of the system’s intrinsic motivational
incentives.

In keeping with Table 2.2, an assistance system is conducive to learning when it fosters
personal development, contributes to intrinsic motivation and enables social integration.
Every dimension is operationalized by descriptive criteria. Personal development, for
instance, is enabled by permitting employees to acquire knowledge independently and to
try out action options or functional mechanisms. Virtual reality modules, for instance, can
be integrated to allow safe experimentation.

The following actions influence a digital assistance system’s level of conduciveness to
learning:

1. Selection of contents
Contents must be relevant and interesting to the target group so that they are used.
One particular challenge is the currency of contents. Only current and regularly updated
contents motivate use.
2. Educational editing of contents
The educational design establishes how learners can learn new content, e.g., by
reading texts, watching videos or completing interactive assignments. Along with
selecting the appropriate medium for the contents taught, editing content is also
relevant. This can be process-driven editing of assignments, for instance.
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3. Technical implementation of contents
Technical implementation determines which terminal equipment, interaction
techniques and software solutions deliver contents to employees. Technical implemen-
tation boosts conduciveness to learning by integrating communication options or
implementing learning by experimenting in game form, for instance.
4. Embedding of the assistance system in the organization
Embedding an assistance system in an organization is essential to preventing it from
becoming a local solution. This includes its integration in the IT infrastructure, work
processes and the corporate culture.

Technologies that enable the implementation of assistive solutions with the features
described are presented in the following section.

24 Implementing Innovative Assistance, Inspection and Learning
Technologies

This section describes select technologies that enable implementation of assembly assis-
tance systems consonant with the fundamental understanding described at the outset.

Technologies that collect, interpret and preprocess data and sensor information are
introduced, which enable context-aware and user-adaptive assistance (Sect. 2.4.1). Such
sensors can also deliver ergonomically relevant information. Ways human factors data can
be collected during the work process and supplied to workers as assistive information so
they can adjust their performance independently and thus assume responsibility for their
own work process are described in Sect. 2.4.2. A quality assurance assistance system is
presented in Sect. 2.4.3. Assembly progress is tracked optically using a model-based
approach and compared with a reference model. The assistive information is displayed to
workers as superimposed AR information on a monitor.

2.4.1 HCI Technologies for User and Context Awareness

Assistance systems are considered particularly good when they are capable of adapting to
the particular situation in the work system or the worker’s actions. This capability is based
on continuous processing of contextually relevant information. Systems and applications
with this feature are therefore termed context-aware. Data- and sensor-driven status
tracking of all of the system’s (contextually relevant) elements collects the requisite
information. On the one hand, this can pertain to work equipment, e.g., tool availability,
current machine sequencing or required parts inventories. On the other hand, it also
includes environment data or workers’ workloads and actions during assembly operations.
Suitable data processing can extract the current situation in the work system from the
totality of individual information.
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This serves as the basis for designing an assistance system that responds to any given
situation. This can enhance the user experience significantly, thus contributing to effective
implementation of an assistance system in a company. Examples of specific options for
employing context-aware applications are:

* needs-driven provision of assistive contents (e.g., by recognizing the current step),

* troubleshooting support (e.g., for missing material, tool malfunctions or errors in the
assembly sequence),

» predictive planning of steps as a function of planning data and work equipment
availability, and

* the assistance system’s response to a worker’s workload (e.g., precautions or traffic light
rating systems).

This section provides an overview of a potential approach to acquiring data from contextu-

ally relevant information at assembly workstations. The focus is on tracking the status of

work equipment and the work environment with low-cost sensors and recognizing human

activity with inertial sensors. The authors follow the principle of introducing sensor

technology in the work system as noninvasively as possible, i.e., keeping the technology

or interaction with it from impeding existing operations and avoiding modifications of

existing systems or the IT infrastructure.

2.4.1.1 Data Acquisition Pipeline for Contextually Relevant Information

The proposed approach follows the data acquisition pipeline frequently found in industrial
IoT applications (see Fig. 2.7). It pursues the principle of having distributed devices collect
heterogeneous data in the work system and transmit them to a central location (server)
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Fig. 2.8 Overview of sensors that collect contextually relevant data

where the data are standardized and context information is generated and provided cumu-
latively. This approach scales easily with the number of additional data sources that can be
introduced into the system. Only new devices have to be configured and integrated in the
pipeline, whereas the central services remain largely unaffected when the respective
protocols are supported.

The acquisition of environment data, e.g., on noise, dust and temperature, and the
tracking of work item status, e.g., components or shipping equipment, require different
principles of sensing. Figure 2.8 provides an overview of commonly used sensors and
scanning principles. Low-cost commercial sensors accessed by edge gateways are often
suitable for such use cases. The gateways supply sensors with power, retrieve relevant
measurements through the respective interfaces, and transmit data through the network.
Gateways based on low-cost hardware have been implemented in manual assembly
workstation use cases [27]. Gateways that have even more computational power and
perform preprocessing tasks are steadily growing in importance (edge computing). Typical
operations that can be performed right at the edge include smoothing, aggregation,
normalization and more complex application-specific functions. They are intended to
process data where it is produced, ideally to eliminate reliance on a network (entirely
local applications in the workplace) or to minimize network data throughput.

Smart tools constitute another category of potential contextually relevant data sources.
These tools or systems with data interfaces are often used to validate processes. Either they
are integrated directly in the sensor network and transmit process data to the server or they
must communicate through an additional controller. The following smart tools are found in
industrial assembly workstations and elsewhere:

» Configurable tools for process validation
— are primarily employed for screwdriving systems,
— can be enabled and disabled by signals, and
— monitor the tightening process by transmitting torque, angle of rotation, screwing
time, etc.
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* Guidance systems

— are employed to minimize search times and

— include pick-to-light systems, digital bit holder and digital shadow boards
* Measurement and testing systems

— can process measurements automatically and

— include optical measurement systems that inspect completeness and correctness in

manual mounding tasks and/or use

— automatic weighing systems for completeness control and

— devices for electric functional testing.

People can be considered another data source in the work system. Their movements can be
recorded by motion capture systems and subsequently analyzed. Wearable sensors or
vision systems can collect data to model a digital body model. Assigning movements to
a specific activity during assembly falls into the domain of human activity recognition,
something employed in many other domains and often based on methods of machine
learning and artificial neural networks. It is unsuitable for industrial practice since a
tremendous amount of labor is required to teach such systems. Interpreting motion data
to yield information on the human factors of work without using machine learning methods
is described in Sect. 2.4.2.

Data collected using different sensing principles can be transmitted to the server.
Lightweight IP transmission protocols that follow the publish-subscribe pattern are partic-
ularly well suited, depending on the data source. OASIS’s standardized, open Message
Queuing Telemetry Transport (MQTT) protocol is a prominent representative. The proto-
col is easily built, numerous client libraries exist and it performs well in unreliable
networks. OPC UA is another widespread mechanism for transporting data between clients
and servers. It is often employed wherever machine manufacturers want to provide a data
interface, the machine itself functioning as an OP UA server. The key is the well-designed
information model that can be used to describe every device semantically. Numerous
domain-specific specifications upon which new applications can build exist already. Data
protocols and interfaces for smart tools and motion capture systems are dependent on the
manufacturer and often have to be integrated in sensor networks manually. At times, this
necessitates handling large quantities of data.

Using an IoT platform is expedient for server-side data processing. It standardizes and
persists data from different protocols in databases. It also simplifies device management
and the implementation of security guidelines. Devices are enriched with metadata and
sensor values are mapped on the platform to physically existing objects or assets. The API
platform is the starting point for building context-aware systems and enables standardized
retrieval and processing of information from individual applications. Open source stacks
are alternatives to IoT platforms. They comprise different services that represent the
requisite functions singly. Essential components include message brokers, data
aggregators, databases and visualizations, which have to be interconnected manually,
however.
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Visualizing information in a standardized form once it is retrievable from the server is an
expedient next step. Visualizations of information collected during the assembly process
can provide useful insights on processes and facilitate the selection of specific use cases and
the definition of context-aware applications’ objectives (see Sect. 2.2.3). Web-based
visualization tools in which user-definable dashboards can be assembled out of various
widgets, are suitable for this.

2.4.1.2 Complex Event Processing as Central Building Block

Once the data from all integrated sources are available in a standardized form, the actual
information processing can begin. The intention is to process information so that assistance
systems can retrieve contextually relevant information whenever it is needed or certain
events occur in the work system. Standard approaches that process data in a downstream
analysis process (batch processing) reach their limits here. For one thing, occasional
storage of high frequency data in a database is very resource-intensive. Moreover, the
assistance system must respond to state changes at maximum speed, making downstream
interpretation with a time delay inexpedient. Stream processing methods resolve this
problem. They process and analyze data virtually in real time. Rather than storing and
analyzing incoming data across-the-board in due time like batch processing, stream
processing interprets input data as continuous streams of information analyzed directly
upon receipt. Only information with value for the respective applications is stored or
transmitted to other systems. Constantly recording workplace concentrations of particulates
is not particularly expedient when the assistance system’s job is to warn workers in the
event the concentration grows too large. Defining and comparing incoming data with limits
is more expedient. As soon as the particulate concentration exceeds the defined value, an
appropriate event is triggered (e.g., “particulate concentration reaches critical value”),
which other systems can store or consume.

Interpreting contextually relevant information as discrete-time events enables
employing complex event processing (CEP), a specific method of analyzing different
information streams to deliver contextual information. CEP combines different information
streams or single events to produce higher-level events with more information content.
Complex events are defined using user-defined queries and continuously interpreted by a
CEP engine. The engine compares information streams with given queries and decides
whether the currently available data match the defined patterns. Typical queries include
temporal rules indicating that events must occur in a particular time frame or sequence. An
examples applicable to contextually relevant assistance systems illustrates the CEP
method.

When a certain particulate concentration is exceeded in the workplace, the system
generates an alert that makes the worker aware of this. The defined limit concentration is
100 pg/m® for a 24 h mean value. A sensor with a sensing range of 0—1000 pg/m> is
selected to detect particulates.
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@source (receiver.url="'http://shopfloor-sensors/pm')
define stream PMStream (value double) ;

define stream AvgStream(average double) ;

@sink (publisher.url="'http://alert-receiver/pm-alert')
define stream AlertStream(average double) ;

@info (name="'Aggregation')
from PMStream#twindow. time (24h)
select avg (value) as average
insert into AvgStream;

@info (name='RangeFilter"')
from AvgStream[average>100]
select *

insert into AlertStream;

First, the input stream “PMStream”, supplied by an HTTP interface in this case, is
defined. An intermediate stream, “AvgStream”, is created, which contains the moving
average. The alert is published in the output stream “AlertStream”. The query “Aggrega-
tion” first selects the particulate concentration reading in a sliding 24 h window and
aggregates the values in a mean that it pushes into the AvgStream. Then, the average in
the query “RangeFilter” is analyzed for the limit and, if necessary, an alert is triggered. The
advantage of CEP is the powerfulness of the query languages employed. Their range of
operations and the reusability of event definitions permit great flexibility. Moreover,
existing solutions are designed so that experts can define events themselves without losing
time programming. The technique can also be combined excellently with assembly
flowcharts. Individual stages of assembly flowcharts are described by predefined complex
events and can thus be used effectively to monitor progress.

2.4.2 HCI for Ergonomic Assistance

In addition to supplying contextually relevant information to employees, smart sensors can
also capture data about the employees themselves or their completed actions and thus
modify work processes for employees’ personal requirements. This enables responding to
demographic change as the number of older employees grows in companies, for instance.
As mentioned at the start of this chapter, the standardization and targeted improvement of
workflows in manual manufacturing and assembly have become crucial objectives for
small and medium-sized businesses to boost productivity and corporate value creation in
the industrial process chain. The personalization of products, shrinking lot sizes, and
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growing complexity and variety of product models is confronting employers with the
challenge of continuously redesigning and reassessing their workplace ergonomics.

This section presents a method of detecting and assessing good and poor ergonomic
movements in the workplace with the aid of instrumentation. A worker’s movements
during an assembly process are captured by inertial sensors (see Sect. 2.4.1) and evaluated
based on four ergonomic factors. By providing feedback on their current ergonomic stress
during work, this tool enables employees to assess the ergonomics of their work and design
their work themselves.

2.4.2.1 Method of Detecting Poor Ergonomic Posture

Section 2.4.1 describes the use of MEMS technology, an effective means of generating
information about parts and tools in a work system. Miniaturized inertial sensors enable
employees to analyze workplace ergonomics themselves (human activity recognition).
Eleven Xsens (xsens.com/products/mtw-awinda) MTw Awinda motion analysis system
sensors are used in the method of detecting poor ergonomic posture. The 16-g sensors
attached to work clothes with Velcro straps deliver measurements at a scan rate of 60 Hz. A
body model (see Fig. 2.9) and various fusion algorithms provide locations, orientations and
joint angles to ascertain ergonomic parameters.

The four factors of working zone, working posture, working angle and working position,
which are relevant to manual assembly, were defined for the method. They comprise
information about working posture and work execution and thus information about physi-
cal stresses in the workplace. These four factors are expounded below.

Working Zone

Information about individuals’ workstations is essential to an assessment of their physical
stresses during manual labor. Drilling is more strenuous at head level than at waist level, for
instance. Does an individual have to drill close to or far from their body? This affects the
stress on the musculoskeletal system. The working zone factor includes working height and
working distance to detect this stress.

:
[ )
Worklng posture
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Worklng position

Body model Ergonomic features Algorithms Results

Fig. 2.9 Overview of the method’s poor posture detection step
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Fig. 2.11 Working posture (arm angle and torso angle parameters)

Working height is defined as the vertical distance (z direction) from the spot where the
worker is standing to the point of manual contact with the item on which they are working
and is divided into four zones, see Fig. 2.10, left [28, p. 23].

Working distance is defined as the horizontal distance (x direction) from the spot where
the worker is standing to the point of manual contact with the item on which they are
working and is divided into three zones, see Fig. 2.10, right [28, pp. 23-24].

Working Posture
An individual’s working posture is just as important as their working zone. Individuals
drilling close to the floor have to bend low, whereas they drill ergonomically better at a
comfortable height. The stresses on the human body vary from posture to posture.

The ergonomic factor of working posture is defined as the stance in which work is done
and is divided into three classes (see Fig. 2.11).
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Fig. 2.12 Detail of the 11 working angles defined

Working Angle

Attaching components to a hard-to-reach location forces the body into an unnatural
position through turning and bending. A limited view or cramped workspace necessitates
tilting one’s head very far to the side and extending one’s elbow or bending one’s torso.

The factor of working angle determines whether respective body angles are good
(green), fair (yellow) or poor (red).

Figure 2.12 shows the head tilt angle, lateral head tilt (lateral flexion) and torso
inclination. The assistance system draws on altogether eight more angles to assess ergo-
nomics, namely head rotation, adduction/abduction and anteversion/retroversion and pro-
nation/supination of the shoulder, flexion/extension of the elbow, pronation/supination of
the forearm, and flexion/extension and radial movement/ulnar movement of the hand.

The recommended values for the angles are based on values from the Institut fiir
Arbeitsschutz, see [29, pp. 2-6].

Working Position

An individual installing cable ducts in a ceiling, for instance, assumes an unnatural
position. Unnatural positions arise because the work constrains movement. Muscles fatigue
quickly. Conversely, high biomechanical loads also occur in the joint areas when dynamic
work is done in a position with extreme angular joint positions. The ergonomic factor of
working position determines whether the respective work is done statically or dynamically
(see Fig. 2.13). Every degree of the working angle is examined.

A segment’s respective angles of static work may not simultaneously change more than
5° positively or negatively for at least 4 s. If they do, the work done in this period is
dynamic. The recommended value for the time frame is based on the value from the
Deutsches Institut fiir Normung, see [30, p. 12].

2.4.2.2 Ergonomic Feedback for Employees
The method for detecting poor posture is primarily intended to estimate the overall stress
level and distribution. The four factors’ calculated parameters are weighted and rated with a
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Fig. 2.14 Overall stress level of work (left) and stress distribution of the four factors (right)

score. Higher scores are given to poor parameters and high percentages times relative to the
total time. Work above head level, for instance, receives a higher score than work at waist
level because the stress on the musculoskeletal system is higher. The higher the score is, the
higher the musculoskeletal stress is too. Each factor is a percentage of the overall stress
assessed. Ultimately, the overall stress is assigned a score and an informational text is
added (see Fig. 2.14). The following result data are based on manual piping assembly
completed by a subject bending, at normal working height and overhead.

The overall stress level categorized in four risk ranges of low, medium, elevated and
high stress serves as a guide. The parameters are assigned to the risk ranges and assessed
based on the established EAWS and LMM methods [31, 32]. The risk range’s limits are
fluid because of personal methods of working and performance requirements. One subject
scored 52 in the example, indicating high stress. Excessive stress on subjects is therefore
probable and workstation design actions are necessary. The stress distribution is addition-
ally presented in Fig. 2.14 (right) to estimate the individual factors’ influence on the overall
stress level. The working zone with a score of 16.5 accounts for the largest share of the
overall stress level. The working position with a score of 10.4 has the least influence. The
overall stress level and distribution can be used for an initial ergonomic assessment of the
upper body during the subject’s manual assembly work.
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Another of the stress assessment’s purposes is to visualize scores by factor (partial
stresses). This enables anyone, even without expertise in human factors, to quickly
conclude whether one factor influences overall stress more than another does. The system
delivers the results of the four factors of working zone, working posture, working angle and
working position in real time at a scan rate of 60 Hz. The single factor of working angle is
assessed in the following. The remaining three factors of working zone, working posture
and working position are assessed similarly.

The working angle is used to ascertain whether respective body angles are good, fair or
poor during work. Information can be provided on 18 body angles during manual work.
The assessment of the torso angle is presented in this section as an example.

Figure 2.15 shows the subject’s torso angle during piping assembly. Data points in the
negative range are indicative of torso extension by the worker. Data points greater than zero
are indicative of torso flexion. The first 30% of time working was spent in flexed and
extended. Body angles were good, fair and poor ergonomically. Posture after approxi-
mately 30% of time working was solely extended. Such angles are ergonomically poor.

A visualization in line or pie charts or a traffic light rating system can provide employees
a visual assistance system taking the form of a real-time ergonomics monitoring system.
The method can be used both to compare workstations by ergonomic factors and to initiate
design actions to prevent poor posture.

2.4.3 HCI for Quality Assurance

Custom equipment manufacturers generally manufacture one-offs and short runs. Since the
requisite parts vary widely at times while lot sizes are comparatively smaller, the
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manufacture and assembly of the parts constitute a major challenge because conditions are
changing constantly.

An important step in manufacturing is the machining of blanks into machined parts with
CNC machines. Machined parts are secured in so-called clamping fixtures so that they can
be automatically milled and drilled in machining centers. Modular systems with a multitude
of parts, which can be manually assembled into such clamping fixtures, exist in short run
manufacturing. It is tremendously important here that clamping fixtures are built precisely
as specified. If the components used are the wrong ones or are assembled in the incorrect
position, the machine tool spindle can inadvertently collide with the clamping fixture or an
incorrectly clamped part.

2.4.3.1 Current Clamping System Assembly Situation
Pilot user Kolbus GmbH und Co. KG creates a CAD model of every part. A clamping
fixture and a machine tool path are additionally designed whenever a part is supposed to be
machined by a CNC machine. Until now, trained professionals have manually assembled
the clamping systems required in manufacturing based on de-rived 2D drawings, design
program screenshots, photos of previously assembled clamping systems, manually stored
memos and mechanical templates and jigs, which are used to comply with specified
clearances and angles. A clamping system was inserted in the CNC machine for machining
and the first blank of a short run, the so-called “original part”, was secured. Since it was
impossible to ensure that the clamping system was error-free, the machine’s machining
speed was greatly reduced and the machine operator retracted it point by point. Whenever
an assembly error was detected, the machining program had to be terminated by emergency
stop and the clamping system had to be removed from the machine, corrected and retested.
This approach is unreliable in complex and unclear assembly situations, though, since it
requires the operator’s unbroken concentration.

The digital disruption arising during manual assembly leaves a major gap, which can
increase stresses on employees, time spent working and, in the event of an error, costs
caused by breakdowns.

2.4.3.2 Clamping System Assembly Solution

We therefore propose an assembly assistance system that uses intuitive visualizations to
help users complete assembly correctly [33]. This solution’s key feature is an AR visuali-
zation that shows workers the next parts that have to be installed in a clamping system
assembly in the correct location at the correct time. Predesigned CAD models of clamping
systems and blanks serve as the basis of this visualization. Once the clamping systems have
been designed during job planning, an appropriate assembly sequence is defined once in a
linear assembly flowchart in which one (or more) assembled part is assigned to each
assembly step. The assembly flowchart can be loaded into the assistance system together
with the CAD data as often as desired. Augmented reality presents assembled parts in step-
by-step instructions that users follow (see Fig. 2.16). Since problems that were unforeseen
during design can arise during assembly, e.g., sequencing problems or clamping problems
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One time Any number of times
l
Design — Assergglr?:ﬂstﬁ%uence —> Assisted assembly —>  CNC machining

Fig. 2.16 The data and information stream during assisted assembly

that are only detected by assemblers with experiential knowledge, an additional feedback
function is integrated to relay such information to the design unit. Depending on the
severity of the problem, assemblers may continue assembling after receiving feedback or
have to wait until the assembly and CNC machining program have been updated. Once the
clamping system has been assembled with the aid of the assistance application, workpieces
can be clamped and machined with the preprogrammed CNC program.

2.4.3.3 AR Technology as the Outcome of Systematic Technology Selection
The methodology introduced in Sect. 2.3.1 defines work processes such as this one as
assembly processes characterized by a set procedure in lone work. The primary objective of
assistance is to enhance quality. Visual assistance is the most intuitive tool for industrial
assembly jobs. The solution developed is intended to address the entire range of staff from
novices to experts, regardless of age. It can be assumed that employees are more extrinsi-
cally motivated and intent on completing their job assignments as well as possible. Errors
that occur can be traced directly to the employee making them. The assembly job provides
little room for creative fulfillment, though. An employee survey revealed a high level of
technical savviness overall, the complexity of the solution having to be a concomitant of
the harsh demands in industrial manufacturing.

Augmented reality is generally a suitable solution for assembly jobs since it presents
needed information at the right time and in the right place. Workspace monitors were
selected as the output devices for the following reasons:

* AR glasses suffer from technically inadequate display accuracy. No AR glasses cur-
rently attain continuous deviations of <1 mm. Moreover, staff and management rejected
constant use because of the anticipated mental and physical stress.

*  When used, smartphones and tablets constrain at least one hand needed for assembly.

* Projected images are suitable for planar applications with rather diffuse surfaces but not
for complex assemblies with any shiny metal and greasy surfaces.

Visualizing the assembly steps required customizable complexity corresponding to the
user’s training level.
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2.4.3.4 Systems Design and Use

The AR assistance system was easily integrated in existing workstations. Several cameras
were installed at intervals of 1.5 to 5.0 m and aimed at the assembly area. The camera
perspectives were selected to produce one vertical and at least one oblique view.
Depending the size of the clamping systems assembled, the number of cameras was
increased or an additional degree of freedom was established by absolutely measuring
rotary or linear axes to shift the currently relevant work zone into the camera’s field of
view. Touchscreens that display the camera images in real time with the AR visualizations
were mounted at an ergonomic distance as input and output devices, (see Fig. 2.17).

A user assembling a clamping system loads the appropriate CAD model with the
pertinent assembly flowcharts. Then, assembly is completed following the predefined
sequence, the appropriate parts being installed in each step. The user independently decides
when an assembly step is finished and then moves to the next step manually by way of a
touchscreen. VR or AR views can be selected on the display. The VR view displays a 3D
model of the completed assembly, either as a complete model that provides the user an
overview of the assembly or as a submodel of the current assembly step. Users can navigate
freely in the VR view, viewing details more easily.

The contours of the assembled parts in the AR view are derived from the CAD model
and projected onto the camera image, producing an intuitive, topographical display of the
parts’ shapes and locations. The object edges in the camera image only coincide with the
superimposed CAD contours when the right element is installed in the correct location, (see
Fig. 2.18). Ambiguities in one camera view’s image are clarified by a different view of the
assembly.

Users can independently choose between novice or expert view mode. Novice mode
presents every step of the assembly flowchart separately, whereas expert mode combines

Fig. 2.17 Assembly assistance by stationary augmented reality: left, schematic of an assembly
station with three monitors and five cameras; right, a worker assembling a clamping system using
the proposed assistance system
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Fig. 2.18 Example of a clamping assembly: left, CAD model with base plate (green), clamping
elements (gray) and machined workpiece (orange); right, visualization of a step in the assistance
application

several steps, thus increasing the number of parts per assembly step. If problems with the
instructions are detected or things important for subsequent assembly are noticed during
assembly, a memo function can be used to store information on assembly steps. Recorded
problems can be analyzed during design and job planning, resulting in modifications of
assembly or the assembly flowchart. Assembly instructions are automatically overlaid on
the right step during subsequent assembly.

2.4.3.5 Findings

In all, four workstations with differently sized assembly areas were equipped with the
assistance system. Employees’ responses to this form of assembly assistance have invari-
ably been positive because of its simplicity and intuitive use. The system is constantly
being used by experienced users and to train new staff.

All employees with experience with conventional assembly and the newly introduced
assisted assembly were surveyed after 6 months of training. They saw the greatest
advantage over the previous procedure in the way instructions were presented and the
lessened cognitive load. The AR visualization enables employees to position and align
components much more easily. They no longer have to take measurements with tools or
create templates and other fixtures. They consistently noted that this assistance system
significantly reduces assembly errors known to cause high resultant costs. The greatest
advantage for job scheduling is the continuous digitalization of data, thus enabling the
transmission of all necessary information without format incompatibility und significantly
simplifying change management.

This also coincides with the primary assessment. Only gross negligence can still cause
assembly errors. Even though the system itself is passive and does not perform any active
inspection, employees have already displayed enough personal responsibility that the
machine collisions described at the outset have no longer occurred since the systems
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were introduced. This has made it possible to machine original assemblies continuously in
the CNC machine since time-consuming point-by-point verification is unnecessary. Repeat
designs can immediately be run at full machine speed. This translates into a time gain at the
CNC machine and thus faster job changes.

Although it was not a focus of development, an additional time gain was measured in
assembly. It is attributable to the intuitive assembly visualization and the problem feedback
function that optimize and thus expedite assembly sequences once problems have been
solved.

Using this system in all four assembly stations can save 1700 machine hours at the CNC
machining centers and 2900 person hours per year when clamping systems are assembled
in-three-shift operation.

2.5 Conclusion and Outlook
2.5.1 Conclusion

An integrated method of introducing, designing and technically implementing digital
assistance systems for manual assembly has been presented. The prerequisite for an
effective system is acceptance. This enables achieving a range of operational objectives
derived from the attributes of good work as well as more traditional operational objectives,
such as time and quality.

One of this chapter’s main findings was that the selection and combination of such
objectives for the use of assistance systems vary depending on the assembly process and
the company. This necessitates a deliberation process in which technical and work design
implementation options and operational objectives are coordinated. This chapter addition-
ally described specific actions that enable and facilitate the early process of collectively
creating a vision and formulating objectives.

This chapter presented important personal and organizational parameters that influence
technology selection and design and therefore must be ascertained and incorporated in the
process. This is done in educational and work organization design. Since technologies and
interactions that enable context-aware and user-adaptive assistance directly in the work
process are required to reproduce these specifics in the assistance system, this chapter also
presented such technological building blocks, e.g. an IoT platform and sensor data acqui-
sition, fusion and interpretation. Select examples illustrated the selection and design
process as well as the technologies’ use in operational practice. Such assistance solutions
can be used to retain and develop assemblers’ skills, improve ergonomic conditions or
support quality assurance, for instance.

An interdisciplinary team that integrates the perspectives of a company’s various
hierarchies and units as well as scientific expertise is clearly needed to achieve the stated
objectives. Work designers and human factors engineers that select and design technology,
education experts, technology experts and corporate knowledge facilitators who convey
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company-specific professional requirements and parameters are all needed. This chapter
provides insights on the work of process design, which, among other things, systematically
develops the deliberation process in the early phase.

2.5.2 Outlook

Digital assistance systems are being employed for manual assembly processes with
increasing frequency. Along with providing direct assistance to perform jobs, assistance
systems will also contribute to humane work in the future. Current research studies
demonstrate that contents conducive to learning can help enhance individuals’ appreciation
of their own jobs, thus strengthening their identification with a company, a product and a
job. Potential contents, e.g., an assembled part’s function, costs incurred or personal
contributions to their company’s sustainability, enable employees to contextualize their
own jobs in the corporate process. Moreover, the risk of disqualification can be countered
and monotonous workflows can be transformed.

This necessitates a design process that has its origins in relevant operational questions, is
followed by a systematic process of technology selection and design, and involves
employees in the process.

Corporate adaptability is one target category that was not addressed in this chapter and
will grow in significance in the future. Assistance systems can be an important building
block that strengthens corporate adaptability since, among other things, they cut training
times drastically. This requires stable processes for rapidly creating and reviewing new
assistive contents, though. This target dimension and its influence on the design of
assistance solutions will have to be studied in other research projects.
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Abstract

Technology aimed at providing cognitive support to operators in the manufacturing
industry, is developing rapidly. Through technologies such as near-eye displays and
augmented and mixed reality, the operator receives digital information and instructions
to help the operator learn, and work efficiently and accurately. Companies, especially
SMEs, often have difficulty deciding whether cognitive operator support technology can
help them, which specific technology suits their business best and what is required to
implement the technology. This chapter describes three tools that were developed for,
and are offered to SME:s to help them with this process. For each tool we describe our
approach and provide one or more examples of application in industry. The first tool is a
workshop aimed at selecting the best technology match considering the SME’s goals,
production process and staffing. The second tool is a short test of the selected technol-
ogy on the shop floor. This allows companies to gain experience with a technology and
form a better opinion. The third tool is a business case evaluation, which is described
and illustrated by industrial use cases. Finally, lessons learned and suggestions for future
developments of the tools are given.
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3.1 Introduction: Outline of the Chapter

In manufacturing industry there is a growing interest in assistive technologies, technologies
that are specifically aimed at supporting operators at performing the tasks assigned to them.
In this chapter we focus on cognitive operator support technologies. These technologies are
in essence also work instructions, but the digital nature and type of technologies allow for
both better operator support and more control over the operator having the correct set of
instructions. For companies, especially SMEs lacking research and development
departments or large engineering or IT staff, selecting the right technology as well as
implementing the technology of choice can be difficult.

Because of these challenges above, we created three tools to help SME:s select, test and
evaluate operator support technology. In this chapter we describe these tools we recently
developed together with SME manufacturing companies. The chapter is organized in the
following way:

* Section 3.2 introduces the development of, and interest in the assistive technologies
inside Industry 4.0. Further we briefly describe similar available tools.

* Section 3.3 describes our first tool, an Operator Support-canvas. It facilitates the
discussion about the needs of a manufacturing company, the future users of the
technology (e.g., shop floor operators, technicians and engineers), the available techno-
logical solutions and, lastly to support them finding the right match. Besides assisting
the discussion, the tool was developed to transfer knowledge to companies. It gives
understanding of what it means to digitalize assistance and helps to understand support
requirements from production processes in combination with strengths and weaknesses
of specific technology applications.

* Section 3.4 is about testing on the shop floor. As a second tool, and logical follow-up on
the first, we support a small-scale test on the shop floor to pilot the selected technology,
during which data is collected on usability, acceptance and performance in a represen-
tative company use case.

» Section 3.5 describes our last tool which is used to perform a business case evaluation.

* In Sect. 3.6, in conclusion, we share what we have learnt from applying the tools and
using the operator support technology.

Sections 3.2, 3.3 and 3.4 each contain a description of the tool and ends with a subsection
with use case descriptions. In this subsection we share results from applying each tool in
several industrial use cases. Although the tools can be used consecutively, we have not yet
been able to apply all tools to the same use case. Unfortunately, therefore, we cannot not yet
evaluate the added value of using all tools as a three-step approach, as we have intended
them to be.
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3.2 Industry 4.0 and the Augmented Worker

Within the current industrial revolution (Industry 4.0), there is a strong focus on digitaliza-
tion and robotization to optimize manufacturing processes. Along with Industry 4.0 there is
the development of the augmented worker or operator 4.0, or as Romero et al. [1] put it:
“The operator 4.0 generation represents the ‘operator of the future’, a smart and skilled
operator who performs ‘work aided’ by machines if and as needed” . Although robotization
on the shop floor is rapidly increasing [2], operators remain an important asset and are not
likely to be replaced altogether by robots and automatization. In fact, while many
companies are trying to get a grip on Industry 4.0, Industry 5.0 has already made its
appearance: a world in which people work alongside robots and smart machines [3]. New
technologies allow for optimal use of the operator’s unique qualities such as flexibility,
creativity and fuzzy decision making [4] whereby human limitations are overcome by new
technology. In the physical domain we see exoskeletons providing support to workers to
limit physical loads on the body and hopefully reduce the prevalence of musculoskeletal
disorders (e.g., [5]). Also in the physical domain are the collaborative robots, which can
take over tasks at the workstation, that operators cannot (high precision) or prefer not
(tedious, high repetition) to do. This domain is developing quickly, and more and more
research is done on how to truly collaborate with the robot at task level, as is done for
example in the EU funded Rossini project (https://www.rossini-project.com).

Finally, in the cognitive domain, this involves supporting workers in tasks by means of
digital work instruction platforms, near-eye displays (i.e., smart glasses) and augmented
reality and mixed reality applications. An essential element of these types of cognitive
support is to have a minimal distance between the location of the instruction and the
location where the work needs to be performed and provide only the information needed to
perform the task fast and without making errors.

AR, MR and other cognitive support solutions have become more widely available for
industry. Tablets, smartphones, smart glasses and in-situ AR projections in combination
with industrial software solutions, support a transition from experimental prototypes in
laboratory settings to industrialized applications on the manufacturing shop floor. AR
systems and their application in manufacturing have been reviewed on training by Werrlich
et al. [6], on industrial applications by Bottani and Vignali [7], de Souza Cardoso et al. [8]
and Egger and Massood [9], on head-worn displays by Bal et al. [10] and on maintenance
work by Palmarini et al. [11]. There is a growing interest from companies to implement
operator support solutions in manufacturing, assembly and service and maintenance
settings for training as well as guidance purposes.


https://www.rossini-project.com

52 F. Krause et al.

3.2.1 Developments Leading to an Interest in Cognitive Operator
Support

3.2.1.1 Zero Defect and First Time Right for High-Mix Low-Volume
and High-Complexity Manufacturing

To remain competitive and maintain production work in Europe, European manufacturing
SMEs have followed the trend of producing highly customized products, leading to
demanding manufacturing processes where batches of products are small and often as
small as one piece. Quality demands are high and zero-defect production and first-time
right is very important. However, this high mix, low volume and high complexity produc-
tion process is more prone to mistakes because product variants may show only hardly
visible differences and because for workers it is impossible to remember all different
products and manufacturing procedures by heart. This is an important driver behind
SMEs seeking to upgrade their operator production guidance from building from memory,
paper instructions or paper on glass to more sophisticated support methods.

3.2.1.2 Travel Restrictions from COVID-19 Pandemic

Most companies exporting machinery have been forced to deal with COVID-19 related
travel restrictions leading to strict choices on whether to travel or not, if at all possible
[12]. Companies have been forced to delegate installation, servicing and maintenance tasks
to local technical staff while providing support through regular mobile technology such as
online meetings and WhatsApp video conferencing. At several companies we have seen
that this has not only opened their eyes to the technologies’ potentials for online work and
remote working, but also led to post-corona travel reduction goals.

3.2.1.3 Employment: Personnel Shortages and Inclusiveness

A third important driver for operator support systems is related to employment and can be
split into two related areas. First, many companies have trouble finding skilled personnel,
especially highly educated technical workers for service and maintenance of technical
installations and non-technically educated people for manual tasks such as assembly.
Cognitive support or assistive technologies may help to reduce the required job
competences and thus enlarge the pool of suitable workers. At the writing of this chapter,
we have experiments planned on this topic with results to come available in 2022. The
research is aimed at technical staff for service and maintenance of warehouse installations
and at relatively simple warehouse tasks. The latter seeks to answer the question to what
extent these tasks can be made available to workers with a distance to the labour market, by
using assistive technology. This would not only be beneficiary to companies’ continuity, it
also adds to inclusion, which is the second employment related reason why companies and
researchers are interested in operator support technologies.
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In 2014 the European Union started its Cohesion Policy' of which the nineth priority
was aimed at social inclusion. In 2015 the Netherlands adopted the Participation act
(Participatiewet). This law is aimed at creating jobs for people with a distance to the labour
market. Although there are signs that this law does not have the desired effect [13],
companies offering sheltered work have shown a strong interest in both physical and
cognitive operator support technology. Early research on AR operator support has already
focused on cognitive impairments [14]. TNO has researched the technology in several
companies [15, 16] and created a guide, matching technologies to applications in these kind
of companies [17]. At the writing of this chapter, several new projects have recently started,
so inclusiveness can be seen as important driver behind the development of these
technologies.

3.2.1.4 SMFE’s Technology Position

SMEs play a major role in most economies. According to the World Bank,> SMEs
represent about 90% of businesses and more than 50% of employment worldwide. How-
ever, for SMEs with scarce human resources on research and development, it is difficult to
follow all the latest developments in automation and digitalization. A recent survey on
innovation and digitalization among more than 4000 SMEs in the Netherlands [18] shows
that around a third of the companies are currently working to a large or very large extent on
improving customer service, acquiring new customers, organising internal processes better
or more efficiently, or launching new or improved products. About 40% of manufacturing
SMEs indicated that they are working on automation and digitalization of production
processes. This often concerns digitalization at a company level, such as engineering,
purchasing, inventory management or planning via ERP systems. In the Netherlands,
digitalization of the industrial workplace itself is lacking behind. Although many aspects
of production and other business operations are digitalized, many manufacturing
companies still work with text documents that have no direct connection to CAD or
PLM software and to other manufacturing software systems, such as ERP or MES.

Order information, work instructions and manual quality inspection is quite often paper-
based. The most frequently mentioned reasons for not being actively involved with
digitalization: other priorities within the company and insufficient time available, lack of
clarity about costs and benefits of digitalization and a lack of knowledge/skills within the
company and the entrepreneur him/herself often play a role as well.

In summary, SMEs recognize the need for digitalization. At the same time, SMEs need
practical support and knowledge in the field of digitalization that fits in with their daily
operations.

'See: https://ec.europa.eu/regional_policy/en/policy/how/priorities

2See: hitps://www.worldbank.org/en/topic/smefinance
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33 Operator Support (0OS) Canvas Workshop as a Selection Guide

3.3.1 0OS-Canvas in Short

The operator support or OS-canvas (Fig. 3.1) is a custom designed whiteboard with six
predefined sections: (1) goals, (2) operators, (3) scope, (4) process description, (5) informa-
tion needs and (6) context aspects (Figs. 3.4 and 3.5). The board is used to structurally
approach a customer’s questions regarding operator support technology, structure the
process and facilitate an open discussion between participants leading to consensus. This
is done in a work session in four steps that will typically be on-site and take half a day. The
first step is an introduction in the different types of operator support technology for guiding
them through, or training them for, manual work processes, like assembly, service,
installation. This is followed by the company showing their product and providing insight
in their production process and current way of working. After this, in the third step, all
elements of the canvas board are filled in. In the last step, we briefly go over the
business case: what investments and recurring costs are involved, what can be expected
gains and how long does it take to earn back the investment.

The session is hosted by two experts in the field of operator support technology. Further
participants are two to three representatives of the company. We recommend having
important stakeholders present: management as investors/decision makers, an engineer as
process owner and developer and an operator who has product and process knowledge and
could be the future end-user. After the canvas session the company should have more
knowledge on the available operator support technologies and their potential to meet the
company’s needs, have a prioritized list of suitable technologies and have an idea of
involved costs versus benefits.

In the following paragraphs we will describe the different elements of the work session
and canvas board more in detail.

3.3.2 Technology: What Kind of Technologies Are Available?

Cognitive operator support is aimed at providing support on operations that cannot be
remembered, take valuable time, like searching, or are prone to mistakes, like similar
components in adjacent bins. Furthermore, OS technology is used for training (complex)
procedures to improve learning speed, reduce supervision efforts and enforce a
standardized way of working.

The workshop is aimed at charting these operations and matching them to the proper
technology solution. The canvas currently identifies the following four different technol-
ogy groups (Table 3.1) that provide digital working instructions to the operator.
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Fig. 3.1 Discussion in front of the OS-canvas board during a session at De Gier

3.3.3 Filling in the Canvas

As mentioned above, the canvas board itself contains six sections that form the basis for
discussion and that we identified as being essential to making the right technology choices.
In the following we explain how each of these topics relates to obtaining more insight in the
operator support questions a company has.

3.3.3.1 Goal: Why Implement a New Way of Providing Work Instructions?

What does the company intend to achieve with new operator support technology? The
goals are obviously the starting point: without making the goals explicit, there is no way to
decide which technology is best. We try to quantify their goals as much as possible because
this facilitates the selection process and can be used as KPI selector when piloting a certain
technology. Companies have a wide range of goals they want to achieve with operator
support. The canvas organizes goals into four categories: product quality, productivity,
staffing and company image. Foremost the company’s interest lies in using OS to increase
product quality: zero-defect and first-time right production. With respect to productivity, a
company may want to reduce the time new operators need to reach target production speeds
and to reduce the time and effort needed for supervision from more experienced operators.
This simultaneously leads more continuity in the work of experienced operators. In the
staffing category companies are seeking to enlarge their staffing pool with the technology
by assisting the operator to perform more complex tasks. With employees being able to
perform more tasks, flexibility goes up and often personnel costs can be reduced. This can
be seen in regular production environments, but the technology has also proven to be very
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Table 3.1 Brief overview of technologies identified in the operator support canvas workshop

1.

Displays—static or mobile

Instructions are offered via electronic working instruction
software on a monitor or tablet. It allows for stepwise
instructions but is less suitable for tasks requiring the
operator to be very mobile, without running the risks of
mistakes associated with needing to transfer the information
from the display to the place where the work needs to be
done. Most of the commercially available EWI software
platforms can be connected to external devices such as pick-
to-light sensors, torque tool controllers or barcode scanners.
Typical manufacturing tasks supported by this kind of
technology are manual line or work cell assembly.

Wearable near eye displays—
non-context aware

Highly mobile are the solutions in this second group
through which 2D information is presented on near-eye
displays, often also referred to as smart glasses. Glasses in
this group are not context aware, the information does not
adapt to what the user is looking at. Typical manufacturing
tasks supported by this kind of technology are logistic
activities (e.g., order picking through pick-by-vision),
strenuous maintenance tasks (e.g., in or under machinery)
or assembly of large machinery or constructions.

Projection-based technology

o e ey o e

In-situ spatial AR projections (SAR) often in combination
with time-of-flight cameras such as Microsoft’s Kinect 2.
Wherever possible and needed, work instructions are
presented step-by-step on top of or close to the assembly
piece thereby keeping information and product within the
field of view. Information about a part’s assembly location
and its orientation can be transferred as well as directions in
which to move a piece. Motion detection is used to guard
operations such as picks from the proper bin and to
automatically advance instructions upon detection of a
finished action. Typical manufacturing tasks supported by
this kind of technology are assembly and welding.

Context aware augmented
reality and mixed reality
~ ' ——

e 6

L)

Context aware applications of augmented reality (AR) and
mixed reality (MR) show information on a head-mounted
see-through display (e.g., Microsoft’s HoloLens 2) or
handheld device, allowing the user to look at the object of
work and have an (3D) information layer added to it. In case
of a MR see-through display virtual displays and controls
may be added. For both devices stepwise instructions are
provided to the operator. A technology group that has
received extensive interest is remote assistance wherein an
expert guides a non-expert operator on site for remote
installation, service and maintenance applications. As this
technology is not yet part of the canvas methodology it will
not be described in the examples in this chapter.
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successful in sheltered workplaces where people with for example cognitive impairments
can work without high output demands and with sufficient support from coaches
[15, 16]. Lastly, and generally a side goal, a company may want to relay the image to
their customers that they seek technological advancement and do their utmost to maintain
high quality standards.

3.3.3.2 Target Group: Who Is It for?

For discussion purposes it is good to know something about the target user group: which
operators will be using the technology, are they experienced or inexperienced and which
level of competence and (digital) skills is present and what should be supported? The
technology does not have clear advantages for one single target group. Users from all
ranges in cognitive capabilities may benefit from cognitive support. However, in many
sectors with staffing problems we see an interest in being able to reduce the required
cognitive capacities and skills levels to be able to perform the work.

3.3.3.3 Process in Scope: Which Process Steps Are Reviewed in the Canvas
Session?

In this step we define which (sub)process will form the basis for the analysis in the

following workshop steps. This can be a procedure from start to end or a specific part

that is complex or important to get right. Before the session, companies are asked to select a

procedure (assembly, inspection or maintenance) that is typical for their production

process, so that knowledge from the session is more widely transferable.

3.3.3.4 Process Description: What Are the Process Steps?

In case of an assembly, the (sub)assembly is split in assembly steps. This action is
important because for each step, in the next part of the canvas, it is defined what the
information requirements are to be able to perform this step. A process breakdown is used
to determine all relevant steps. This can be done by creating a commonly shared process
map using the ‘MAS’ methodology. MAS stands for ‘Montage Afloop Schema’ (assembly
process flow, [19], see example in Fig. 3.2). The customer may explain the process steps
via work instructions, video or by demonstrating them.

3.3.3.5 Information Needs: What Is Needed for Comfortable, Fast
and Zero-Defect Process Execution?

In this step a detailed assessment is made of the previously defined assembly process. For
this process we use cards depicting a certain type of information. Each card is connected to
a specific question about the process that is asked during the session. The visible process
description on the canvas board helps to guide the discussion. Each card’s backside shows
which technologies are fit for providing this specific type of information. Figure 3.3 shows
examples of a few cards. Note that our fourth technology group is split into handheld and
head mounted devices.
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various process steps or assembly tasks
complex complex
manipulations manipulations
R o

[~

Fig. 3.3 Examples of information cards; last is a picture of a card’s backside showing which
technologies are fit for this specific purpose (design: B. Lammers, RoboHouse, Delft)

The card questions need to be answered by staff that know the process in detail; in
general, this is an experienced operator. Questions that are asked are: to what extent does
the assembly require a stepwise approach, what type of tools are used and is tool selection
critical, is the parts placement order critical, when placing parts, can an operator make
mistakes in their orientation? In total there are 14 cards that create an inventory of the
information needs.

The magnetic cards are placed in one of the four information sections (see Fig. 3.4).
These sections are defined by two factors: how often in the process is this type of
information needed to prevent mistakes or to speed up assembly (low/high frequency),
and, if a mistake from missing this information is made, what are the risks (low/high costs)?
In connection to the second question, it is important to identify where the mistake is likely
to be discovered. In some cases, the operator will discover the risks and be able to correct it
himself, in other cases the risk may result in machine failure after delivery to a customer.
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Fig. 3.4 Canvas set-up. Step 5, Process information requirements, is split into four sections by
two axes: the frequency that a type of information is needed, and the risk associated with mistakes
based on missing this type of information

These factors define the risks of mistakes in which costs can be in time, money but also less
quantifiable costs such as reputational damage or reduced customer confidence.

After placement of all relevant cards, they are turned around to reveal which
technologies are most suitable to supply the specific type of information (see Fig. 3.3,
most right picture). This overview, in connection to their position on the canvas, already
provides clues towards the technology that is most promising to meet the company’s needs,
given their goals, operators and production process. The last part serves as further
refinement.

3.3.3.6 Context: What Requirements Come from the Context?

After having identified the information needs, the context in which information is supplied,
is reviewed. This too is done via a standard checklist consisting of seven items. These items
stem from requirements a certain technology might have, such as being able to fixate the
assembly piece in case of projections, or from requirements from the assembly process
itself which may or may not match very well with certain types of technologies, such as
required mobility or needing to have both hands free for assembly.
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Fig. 3.5 Example of the outcome of a canvas session; the ranking is defined after discussing the
results and is based on consensus (see also Sect. 3.3.4)

3.3.3.7 Report: Canvas Summary and Short Business Case Analysis

After having filled in and discussed all elements of the canvas board, the outcome is filled
in, in a MS Excel-template. This gives an overview of information and context, and of
technology suitability in relation to these factors (see Fig. 3.5). The ranking of technologies
is defined after discussing the results and is based on consensus. This overview is part of a
short report the companies receive directly after the workshop.

The report also contains the outcome of a first raw estimation of foreseen investments
(hardware/software licenses) and monetary and non-monetary benefits for the company.
After having gained more experience with the technology, a more elaborate analysis of
costs and benefits is made. This is further described in a later section in this chapter.
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3.3.4 Use Case Descriptions: Canvas Examples from Two Use Cases

3.3.4.1 Company A: Shipment Assembly

Company A manufactures industrial chairs and large monitor stands. As a use case for the
canvas workshop, they had selected the process of getting a shipment ready for an overseas
customer. The company’s goal was to improve their shipment’s quality by more
standardization and checks on performed actions. The target group consisted of reasonably
experienced personnel. After having observed the use case process, the canvas was filled
in. It should be noted that information requirements were relatively low, which already
reduces the added value of AR technology. Further, there were few critical steps with
respect to task execution. Most important was not to forget any items for shipment, but
even then, as this mostly concerned regular assembly material, this could be solved quite
easily were it to be discovered at the customer.

Based on the position of the cards and the context, projection technology had a slight
advantage over digital work instructions and near-eye displays (see Fig. 3.6). AR and MR
technologies were considered unsuitable because of the context: two hands were needed
therefore the tablet was not usable, and the technology would be needed all day making a
head mounted solution less desirable from a user acceptance perspective and battery life
duration. As a consensus outcome the different technologies received a ranking. Based on
the results, a short pilot was organized using projection technology. The results are not
described in this paper; however, it can be mentioned that although the pilot was successful
and delivered the desired outcome, implementation costs were considered out of balance
with current business risks.

3.3.4.2 Company B: Assembly of a Smart Wallet Counter Display Model
Company B is a sheltered workplace with diverse assembly work. Their use case was the
assembly of a smart wallet’s display model. The primary goal was to select a technology
suitable of training their operators to learn to assemble the product independently without
coaching from a team lead, thus reducing production cost and making team leads available
for other work. Additional goals were to improve assembly quality, to increase the skills
and independence of their operators and increase their employability within the company
and lastly to improve the company’s image and attract different customers with products of
increased complexity. The group of operators consisted of people with a low level of work
experience, workers with an autism spectrum disorder, people with cognitive disorders and
people dealing with illiteracy.

The assembly consists of 14 steps with a cycle time of 5-7 min. Information
requirements were particularly high with respect to the assembly order and the mounting
orientation of several parts as mistakes in this area render the product unusable. Further,
information on tool usage and on some complex manipulations were important. Based on
the ability to fulfil information requirements, spatial AR and AR/MR technologies were
most suitable. However, context factors such as usage intensity and needing to use two
hands for assembly, ruled out the latter two. Spatial AR was found to be very interesting
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Fig. 3.7 Segment of the canvas results from company A. Figure 3.5 shows an example of a full
overview of results

based on guidance potential, however it would require keeping the product in the same
place during assembly, which was seen as a challenge. Based on the canvas session the
company said it would look at the operator support’s potential for other assemblies and,
based on the outcome, decide between spatial AR and digital work instructions on a
monitor, optionally supported by a physical pick-to-light solution. Figure 3.7 shows a
segment of the canvas results with the technology ranking outcome, bases on consensus
between all workshop’s participants.

3.4 Pilots on the Shop Floor
3.4.1 How Do We Set Up the Small-Scale Pilots?

The pilot set up differs depending on the use case and the technology and of course on the
company’s wishes. In general, we try to create a pilot that provides data from at least eight
operators to have some scientific value. This is not always possible and not always needed
by the company, for example if it is their only wish to be able to try out one or more
technologies in a company specific use case. Apart from the number of participants, the
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pilot duration is considered. From experience we have learnt that pilots in assembly
processes generally take a few weeks to be able to involve enough workers and collect
reliable manufacturing and operator data.

In manual assembly, the pilot is almost always set up in production, where the pilot
workstation replaces an existing one. Cycle times vary depending on the product that is
assembled. In the use case we describe below (see company C in Sect. 3.4.2), the duration
of a single assembly was approximately 1 h. To be able to check for learning effects and
production speeds, the aim was to have each operator work a full day at the task.

When OS technology is used to guide installation start-up, servicing or maintenance
tasks, a procedure is performed only once for every available technology. A test with one
operator takes less time, even if more than one technology is tested by the same operator.
For this reason, in these types of pilots, it is often possible to collect usability data from up
to four operators in 1 day (see company E in Sect. 3.4.3).

Trying to set up pilots in regular production processes poses extra challenges to the
researcher. E.g., in case of the pilot at company C (see next section), small delays in getting
the pilot workstation ready, led to a diminishing order size, as production could not be
halted while waiting for the pilot. Apart from trying to fit in with regular order processes,
staffing the experiments can be a challenge, especially in SMEs, as often not enough staff is
available, either being too experienced or too inexperienced. This generally leads to not
reaching the desired number of participants or having an inhomogeneous population. For
the participating company, this does not have to be a problem, since many of these projects
are aimed at transferring knowledge. The companies generally learn enough to be able to
decide future actions with respect to the technology.

3.4.2 Use Case Descriptions: Results from Two Shop Floor Pilots
with Operator Support Technology

3.4.2.1 Company C: Precision Machining

About

Company C manufactures and assembles precision components and products for several
markets such as exoskeletons, rescue equipment and eye surgical instruments. Assembled
products typically consist of many parts. The company has a large flexible workforce that
requires frequent learning to assemble a product. This accompanied by a substantial
amount of guidance time by experienced operators. Company C was interested in testing
an operator support system, in this case spatial AR, to see how this would affect guidance
time, productivity and error rate. Further they were interested in learning how long it would
take for operators to reach target assembly times and how much time programming
would cost.
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Fig. 3.8 Workstation set-up for the pilot at Company C

The Pilot

A pilot was set up around these questions [15]. Based on hardware requirements and our
experience with installation we advised Company C on the required adaptations to the
workstation to be able to suspend a projector and time-of-flight camera from an overhead
beam. For the pilot the assembly of an exoskeleton component, the so-called Smartjoint,
was chosen. The assembly consists of 42 parts, all available in bins on a rack in front of the
operator (see Fig. 3.8). The number of parts increases initial searching time and the time to
remember all steps, if remembered at all. Further, the assembly consist of several crucial
steps such as the application of glue to certain parts. This is guarded by the system’s
movement tracking feature. Target assembly time is 51 min for a complete assembly.

As mentioned above, testing in regular production processes often means having to
compromise with respect to scientific standards. Planning can suddenly change and cherry-
picking subjects for the test is seldom possible. This was also the case in the Company C
pilots, although the company did their utmost to meet our requirements. In the end seven
operators took part in the pilot, two experienced and 5 without experience in assembling
this specific product. Six operators assembled 10 products; one operator could only
assemble one product with the system. During the test, cycle time was recorded by the
projection system, product quality was inspected afterwards by the quality officer and
system usability was assessed using the System Usability Scale.

Results

The pilot showed that all participants were able to assemble the products almost flawlessly,
with a minimum of guidance by an experienced operator. Participant numbers and produc-
tion figures were too low to be able to compare quality to that of experienced operators.
Nevertheless, error rate was considered to be sufficiently low and partly due to an
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unnoticed error in material supply. Further, after four assembly cycles, the novice operators
reached the target cycle time of 51 min. In the old situation (paper-based instructions)
generally more than 20 work cycles were needed to reach the target cycle time. During the
pilot, cycle times never reached experienced levels (38 min). From other pilots we have
learned that productivity with this specific type of system often remains the same or slightly
decreases due to system response times. We expect this to improve with system upgrades
and with adaptive systems that reduce instructions with raised experience levels [20].

After a day of working of working with the system, 6 participants were asked to evaluate
the system. We used the System Usability Scale (SUS, [21]) and a short questionnaire on
their user experience. Five out of six participants reached an SUS-score above 70, which is
considered the threshold value for mature and useable systems [22]. The user experience
was generally positive. Four out of five inexperienced operator wanted to continue working
with the system. Feedback from the operators showed ways to improve the system, such as
also mentioning required tools in the projected instructions. This was now done only by
highlighting the required tool. Last, it was expected that more experienced operators would
become annoyed by the required manual advancement of the system by using a virtual
button on the desktop.

The company especially valued the built-in motion tracking feature as this prevents
operators to skip critical steps. E.g., if the operator forgets to pick up and apply glue for
certain screws, the system does not advance.

3.4.2.2 Company D: Sheltered Workspace

About

Company D is a sheltered workspace in which people work and receive additional
coaching or training depending on their abilities and needs because of cognitive, social,
physical or a combination of impairments. The work in company D is organized by
departments which work on a variety of packing and (sub)assembly work for e.g., sun
panel manufacturing. Available work generally varies depending on the actual production
contracts. To meet the demand of their contracts and the variety of changing products next
to employee turn-over and a daily varying available workforce, there is a continuous
demand for training and a desire to make work available for lower skilled personnel.
Training is done on the job by either a team lead or an experienced co-worker. The
company was interested whether an operator support system could be used to train
employees to assemble a product independently and whether more people and lower skilled
personnel would be able to perform a subassembly of a sun panel clamp guided by the
system.

The Pilot

In the pilot project (see also [15]) we compared on the job training with both a face-to-face
training (n = 8) and a training using spatial augmented reality or SAR (n = 9). Both groups
received a training session of 45 min learning to assemble the same product. The working
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Fig. 3.9 Impression of two workstation setups: AR guided training (top) and face-to-face training
(bottom) both with working instructions (in Dutch)

instructions for the projection-based sAR system consisted of short video’s, pictures,
symbols and text. Projections were used to support pick-to-light functionality, highlight
placement locations, show part orientation and accompany it with a short instruction text.
Work instructions contained 21 steps: 9 picking steps, 9 placement steps, one step with
tooling, one cleaning and one quality check. After the instruction was programmed, the
instruction was reviewed with an experienced operator. The face-to-face training was done
by an experienced operator who showed the steps and a paper instruction. The two
workstations were placed in a quiet corner of the production floor with partition walls
(see Fig. 3.9).

Results

For the task completion time both training methods showed significant cycle time improve-
ment. Cycle times at the start of the training were faster for face-to-face training (3.7 min)
than sAR training (6.7 min). However, no significant differences between methods were
found at the end of the training period (2.7 vs. 2.1 min) or after the training period
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(1.6 vs. 1.7 min). After 45 min of training all participants (except one) were able to
assemble the product correctly without instructions or technology support. There were no
significant differences in product quality between methods during and after the training
period. Additional supervisory effort was needed during sAR training because participants
had to learn to work with the technology. There was no reduction for the amount of
supervision time. For both methods, supervision reduced about 90% after the training
period, when participants were building the product without additional support. Mental
workload was relatively high at the start, during, and after participating in the training for
both methods. Mental workload seemed higher for sAR after the training. All novice lower
skilled operators were able to assemble the product successfully, except for one person.
This person showed a low ability to rotate the parts correctly despite receiving projected
sAR instructions showing the shape of the correctly rotated part and a short video how the
part should be placed (see Fig. 3.9, top right). For this person, this may have been caused by
low mental rotation capabilities. An interesting observation by the test leader, was that
despite the structure and support sAR gave in every assembly step, people still asked for
confirmation from the experienced co-worker or the test leader, who were always close-by.
This indicates that more emphasis should be given to provide positive feedback to the
operator with sAR, even when they perform well. Further observation during this pilot
showed that people in the SAR condition actually had to learn two things: (1) the assembly
of the new product and (2) how to work together with the technology. This might account
for higher cycle times in the sAR condition at the beginning of the training. When they
worked without the system, after training the transfer of the learned knowledge was good
and operators no longer depended on the technology to execute the assembly. After the
pilot, company C see saw potential in several applications: to train new operators and lower
skilled operators, to train experienced operators to assemble new products or product
variants and to give operators a refresher training after job rotation or prolonged breaks.
Also, they highlighted that it was important as a sheltered workplace to keep innovating, to
remain competitive and attractive for their clients, and for their employees so they could
learn so called twenty-first century skills.

3.4.3 Additional Examples: Two Short Test Descriptions

3.4.3.1 Company E: Various Operator Support Solutions in Maintenance
of Sorting Systems

Company E is a turnkey system integrator providing a wide range of logistic systems,
including sorting systems and order pick systems for the e-commerce and retail market.
Installation, maintenance and service of sorting systems is done by service engineers and
assembly operators of company E, the customer’s technical service department or a local
distributor. One of the challenges the company is facing, is the strong dependency of
technical specialists in tight labour market conditions. Furthermore, the company would
like to shorten reaction times to avoid unnecessary machine down time and lower cost. As
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Fig.3.10 Work instructions for a machine maintenance task provided on a tablet (left), Iristick smart
glass (middle) and the MS HoloLens 2 (right)

the company’s business is growing the challenges will become even more urgent in the
near future. The company showed interest in operator support technologies to remotely
guide workers with step-by-step instructions.

In a small-scale pilot we evaluated three types of operator support technologies (see
Fig. 3.10). The tablet and smart glass application showed step-by-step information with
pictures and text. A short video was added in case of complex tasks. The mixed reality
application also showed text and pictures on virtual displays. Additionally, an overlay with
a 3D animation or 3D annotation on the physical machine were used to support complex
procedures (see Fig. 3.11).

A typical but rather complex maintenance procedure was executed by four operators.
All operators had sufficient technical skills but had no experience with the evaluated
maintenance procedure. The procedure included safety procedures, mechanical activities
and activities related to the machine control PC. Maintenance procedures were designed
with support of the companies engineering department. All four operators worked with all
technological solutions in a randomized order. All operators were able to execute the
maintenance task without additional expert support. On the Technology Acceptance Model
(TAM) questionnaire the operators rated all OS systems as positive. Beforehand we had
expected the MR solution to have an added value in complex activities (e.g., loosening an
invisible bolt, removing a part following a predefined trajectory in narrow spaces). How-
ever, this was not visible during observations. In interviews with operators, using the UX
laddering method [23], operators confirmed this.

3.4.3.2 Company F: Manual Electronic Product Assembly Supported by
Digital Work Instructions

Company F is an SME manufacturer of medical and life science products. As other

manufacturing companies in Western Europe, Company F experiences less predictable

market demands, a shorter product life cycle and a need for zero defect and first-time right
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Fig.3.11 Impression of MS Guides virtual display (left) and REFLEKT One 3D animation (right) in
the MS HoloLens 2 application

Fig. 3.12 Workstation setup in Company F

production. To face these challenges and support a standardized way of working, unam-
biguously instruct operators, improve version control of instructions, the company
evaluated digital work instruction technology. Furthermore, the company would like to
improve traceability of parts, products and production orders by eliminating manual
registration of batch- and serial numbers of parts. In a small-scale pilot, step-by-step digital
work instructions were evaluated (see Fig. 3.12). The pilot showed the limited added value
of work instructions in high volume batch production as operators know what to do and
production variation is limited. However, the operator support technologies supported
digitalization of the work cell and thereby eliminated all manual registration activities,
enforced a standardized way of working, improved version management and thereby alerts
the operator to product changes.
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3.5 Business Case Analysis

As with any investment in industry, companies would like to know if there is a positive
business case for these operator support technologies: what are the costs, what are the
benefits and how long does it take to earn back the investment. Part of the toolkit to help
SMEs with the selection of technology, is an operator support business case analysis tool,
TNO developed for this purpose. The tool is based on previous research on cost-benefit
analyses in ergonomics [24, 25] and builds upon previous similar tools to define costs and
benefits of ergonomic changes. Key elements of this MS-Excel-tool, and previous ones, are
the participatory approach and considering both quantifiable and non-quantifiable
outcomes of a change. In the following paragraph we will describe the different elements
of the tool and give some examples of analyses for pilot projects in manufacturing
companies.

3.5.1 Quantifiable Costs and Benefits

The main drivers behind innovations are cost reductions and productivity gains [26]. There-
fore, it is important that a tool gives insight in these factors. It can be quite difficult to obtain
all relevant figures. This is one of the reasons a participatory approach is used to fill in the
tool. Some figures need to be estimated, especially if a new technology has not been tested
in a controlled environment that allows to draw conclusions on e.g., productivity effects or
effects on error rates. Only if the estimates are made together with the company, the
outcome of the analysis will be credible. Data provided by hardware and software suppliers
have limited value, since they cannot take the company’s actual use case details and
starting situation into account, which strongly affect the business case. The tool becomes
more reliable if it is used with data from an experiment.

Effects on productivity (relevant parameters in italics) are quantified as the delta
between production time x operator costs before and after investment. Effects on error
rate may reflect in many costs such as rework time, quality inspection time, scrapped
material but also recovery costs if an error is left undiscovered until it reaches the customer,
or worse if it leads to costly failures or downtime. Other effects from using operator support
systems can be reduced instruction time in assembly and problem-solving time in technical
systems. The latter two were pursued in the Company H and I use cases, respectively (see
Sect. 3.5.3). Using operator support technology to remotely support installation, mainte-
nance and repair of exported products, can obviously reduce travel time and costs but also
support company growth without an expansive grow of the customer service department.

On the investment side, costs are divided into capital expenditures (CAPEX) and
operational expenditures (OPEX). CAPEX are all one-time costs made to get the new
technology started, such as software and hardware costs, installation costs and training
costs. In many pilots so far, an important cost element was the time needed to create or
transform instructions for all products to be assembled with operator support. Because
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Table 3.2 Overview of general investments and potential effects, quantifiable and non-quantifiable.
This can differ from company to company and may be adjusted dependent on the customer

Investments Quantifiable effects Non-quantifiable effects

* Software * Production time * Production continuity

* Hardware * Staffing costs * Production flexibility

* Training * Rework * Risk management

* Infrastructure * Quality checks * Image

* Integration * Scrap * Attractiveness as employer

 Travel time

many companies involved in our pilots had not changed to work instruction software,
investments were relatively high and often outweighed the benefits of the operator support
technology. The same is true for costs involved in integrating a new technology into a
company’s existing IT-infrastructure and its software, such as an ERP system. Although
this integration with existing data systems is key to create a successful solution, these costs
are less predictable as they depend on the company’s existing IT-infrastructure and on their
demands and wishes. At the writing of this chapter, the latter costs are not yet incorporated
in the tool. Considering their size and effect on the business case, we plan to do so in future
versions of the tool. In the current version of the tool, the costs of changing to a digital work
instructions platform are left outside the equation. We see this as a necessary investment
companies will need to make anyway, if they want to digitize their manufacturing shop
floor. All CAPEX are calculated into yearly costs based on the depreciation time. OPEX are
also calculated as yearly costs and generally consist of software licenses, maintenance fees
and costs made to keep work instruction up to date.

All quantifiable costs and benefits (Table 3.2) are totalled into the annual benefits or
costs of running the system. Negative outcomes are not necessarily a showstopper because
non-quantifiable results from the new technology can be seen as enough to justify a
negative outcome of this step.

3.5.2 Non-quantifiable Costs and Benefits

It is important to also acknowledge the non-quantifiable ‘soft’ effects or non-monetary
effects of introducing new technology. Although they may be difficult or impossible to
quantify, they can play an important role in the decision to invest, even—as mentioned
above—if a cost benefit calculation turns up with a negative figure. The non-quantifiable
nature of these effects from technology further stresses the need to follow a participatory
approach in applying a business case analysis tool. In general, we divide non-quantifiable
effects into three sections in our tool: customers, operations and personnel.

As we have often seen in pilots, the pilots with new technology are followed with great
interest by the company’s marketers who will not miss the opportunity to show an
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legend effective? invest?
very high very effective no brainer
high effective yes
effect moderate windfall consider
low hardly effective consider
none low moderate high
priority KP1

Fig. 3.13 Diagram used to plot non-quantifiable effects and label their effectiveness based on the
combination of the effect’s magnitude and its priority in the company’s list of KPIs

experimental workstation with operator support to visiting customers. The image the
company has, to existing and potential customers, is an important aspect to which being
innovative and having high quality standards can add.

In operations companies mention production continuity and flexibility as important
effects. Being able to increase the pool of operators that can assemble a product is an
important asset of the operator support technology. Using operator support technologies
forces the company to think about optimal assembly processes, leading to a more
standardized way of production where risks are better managed.

For personnel, the technology can increase continuity and reduce disturbances. Person-
nel may value having to ask for help less frequently and as a result there is less disturbance
and stress for more experienced staff that is often called in to provide support.

To help businesses with evaluating these non-quantifiable effects, each effect is scored
on how high the aspect is prioritized a one of the company’s KPIs, and how large the
expected effect will be. Depending on the combination of scores, each benefit (or cost) is
labelled ‘very effective’, ‘effective’, ‘a windfall’, ‘marginally effective’ and ‘not effective’
(see Fig. 3.13). The investment may have large effects on an aspect that is not high on the
list of priorities. This is considered a windfall, which could tip the scale if it coincides with
other effects on KPIs that are higher on the company’s priorities. If this is the only effect,
investing in the technology is hardly worthwhile. All effects are plotted in a diagram similar
to Fig. 3.13.

The results from both the quantitative and qualitative analysis are discussed with the
company. The business case analysis tends to form a valuable addition to the ‘gut-feeling’
entrepreneurs often have towards investments of their company. The detailed approach to
required investments and the wide view on effects is appreciated and often provides insight
in both costs and benefits previously overlooked.
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3.5.3 Use Case Descriptions: Was There a Business Case in Our Pilots?

From applying the tool, we have found that there is no general business case for operator
support technology. Justifiable investments strongly depend on the company’s goals,
technology position, products and many more aspects. But obviously also the technology
plays an important role as there is a large price range between all available technology, both
in CAPEX and OPEX. We have found that yearly software license fees can easily tilt the
scale for an SME with interest in operator support in one workstation. In addition, the
scalability can be an issue, especially in cases where hardware investments per workstation
or operator are high: in these cases, there is hardly any gain from applying the technology to
more workstations, CAPEX and OPEX more or less rise incrementally making it harder to
make the business case. As technology costs of this relatively new technology are expected
to drop, this will obviously positively affect the business case. In the paragraphs below we
will provide some examples of the outcome of the business case for a few types of use
cases.

3.5.3.1 Company G, Sheltered Workplace2: Moderate to Strong Business Case
Spatial AR, using projection technology in combination with Kinect motion detection, was
used in a sheltered workplace in one workstation of a production line of child safety seats
(see Fig. 3.14). The analysis showed that there was a strong business case for the system
based on multiple benefits, both quantitative and qualitative. On the quantitative side the
business case was formed by combining two workstations into one. This was possible
through the system’s movement tracking feature which made it possible to use two types of
torques tools and control their application based on the location of use. Using two torque
tools with different settings was not allowed in the regular set-up. This led to better line
balancing and reducing the number of employees on the line. Even if sheltered workplaces
have a goal to help people to work, working efficiently remains important to be able to be
competitive. The perceived reduced guidance time added to the equation. On the qualitative
side the improved quality control was highly appreciated considering the high standards
that apply to child safety seats. Further, employees who previously were not able to
perform the assembly tasks, could now, with the help of the system, perform a more
difficult task. This added to the company’s staffing flexibility and improved employees’
sense of efficacy, the latter being of high priority for sheltered workplaces. This pilot was
described in a previous publication [15].

In general, we have found that operator support technology’s business case in sheltered
workplaces is often viewed differently compared to ‘regular’ production sites. The
companies have a strong mission to help people obtain and keep work, to increase self-
esteem and to help them to learn and develop. Companies see great value in operator
support technology and have chosen to invest, even—within limits—without a positive
quantitative business case.
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Fig. 3.14 Application of
projection-based technology to
support impaired workers in
child safety seat assembly in
company G

Fig. 3.15 Application of "3 |
projection-based technology in _—
manual gear box assembly in

Company H

3.5.3.2 Company H, Gearbox Assembly: Weak Business Case

Quite different was the business case for a manufacturer of gearboxes for opening large
windows. Their business location among a large number of agricultural companies, makes
it difficult to find personnel that is proficient in either Dutch or English. Dutch agriculture
has many seasonal workers from (south)eastern European countries, and these workers
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form the largest flexible staffing pool for the company. A flexible pool is needed because
orders can have a large influence on the required production capacity. Even though the
products do not change a lot, turnover is high, therefore there are not many who are
experienced in building the product. Frequent new personnel require a lot a guidance time
from experienced staff. Operator support via projection technology (see Fig. 3.15) was
tested for 2 weeks to evaluate the system’s usability and its effect on guidance time, also
considering the system’s features to provide guidance without words.

The evaluation showed that productivity was lowered, something we have observed
quite often with the system. Guidance time, on the other hand, was strongly reduced
making up for a slightly positive business case. The company, however, presented another
aspect to the business case which they found to tilt it to the negative side. In their view,
because of the relatively simple—and stable by design—product, every investment in
operator support was keeping them from investing what was actually required: investing
in robotization. This was strongly influenced by the relatively high required investments in
software and hardware. Simpler and cheaper technology would substantially reduce the bar
for SME to invest in this type of technology.

3.5.3.3 Company |, Step-by-Step Remote Assistance: Strong Business Case
Our last example is of a manufacturer of potato, vegetable and fruit weighing and packing
machinery. Their products can be found all over the world. Like many other companies
exporting machinery, the company was interested in the potential of step-by-step remote
assistance, more specifically in assisting remote technicians in solving the most common
malfunctions. On average 10 h a month were spent on telecom platforms solving these
malfunctions. Remote support was seen as an opportunity for an additional service, while at
the same time reducing the number of—often unpaid—-calls for support during
malfunctions.

Currently all knowledge on malfunctions was in the heads to two experienced
technicians, therefore this knowledge first needed to be extracted and transformed into
procedures. This already proved to be very valuable for the company, apart from the
technology, as it reduced their vulnerability with respect to knowledge preservation. As
further qualitative benefits were mentioned, an image improvement by showing technolog-
ical advancement and better insight in malfunctions allowing them to optimize product
design.

On the quantitative side, considering all costs from software, hardware and instructions
building, and the benefits from incoming licensing fees and reduced un-accountable time
on calls, there was a positive business case.
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3.6 In Conclusion: Lessons Learnt and Future Developments?

The three tools we describe in this chapter suit the needs of SME companies. In applying
them, we too have come to insights. These insights are on several levels: at the company
side, on implementing technology, on our side concerning our methodology and tools and
lastly, at the technology side, about the ins and outs of each technology. In this section we
summarize and share our lessons learnt over recent years and conclude with an outlook on
required future developments.

3.6.1 Implementing Cognitive Operator Support

Most companies are willing to embrace new technologies but face a number of challenges
and implementation barriers. In general, company’s lack one or more of the following:
sufficient investment funding, knowledge of operator support technology, and skilled
programmers to implement solutions on the shop floor. However, most importantly we
have found many companies to be lagging with respect to documenting and adhering to
standard procedures.

SME manufacturing companies thinking of operator support implementation quite often
start off with no or a low level of digitalization. Standard procedures or work instructions
for assembly tasks, servicing or maintenance are often missing, outdated or poorly
documented. Most training is done by face-to-face on the job training. As a result,
knowledge and information of procedures is bound to specific experienced operators on
which a company relies. Formalization of procedures, however, is essential for making
working instructions for operator support. If this is the case, companies have to make quite
a big step from going without formal working instructions or procedures, to a system of
well documented structured procedures that can be digitalized.

Operator support is only as good as the content it displays and having adequate digital
working instruction is key. In literature some guidelines for designing assembly
instructions are mentioned (e.g., [27]). These principles should be applied, but even then,
we have learned from our pilots that creating clear, self-explainable and consistent work
instructions, is an art in itself, relying as much on information about process steps as on
insight in how people perceive and process information. Creating good instruction requires
investing effort and time in the content. It requires digital CAD drawings, pictures, videos
and text, and a step-by-step structure where information is clustered or separated. Addi-
tionally, we advise to have instructions reviewed by both an experienced and an inexperi-
enced operator. For operator support in sheltered workplaces the quality and inclusive
design of the working instructions is even more important as often illiteracy or low reading
skills need to be considered.

There are large differences in the skills required to work with the technology and create
work instructions. To suit the need of the company and to create and update work
instructions we believe it is best not to have to rely on third parties. Our advice is to
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have a product owner (e.g., process engineer) within the company who is responsible for
creating and updating the digital working instructions. This, however, poses a problem for
many companies: the frequency with which the software is used may be relatively low,
making it hard for a product owner or dedicated programmer to maintain sufficient skills
and knowledge on using an application.

A standalone application of this kind of technology is usable in a pilot setting. However,
to fully optimize the technology’s use and to use it at its full potential, integration with
other digitalization systems within the organization like ERP or MES is essential, so that
changes in the bill of materials, bill of processes and CAD files are automatically trans-
ferred to work instructions. This enables work instruction configuration for product
variants, user and competence management and it supports the use of existing
manufacturing data.

3.6.2 Our Methodology and Tools

Through our experience with applying and evaluating innovative technology, and with
collecting data and user experiences, all on the shop floor, we have gained a lot of insights
and developed our methods and tools. Below we reflect on our findings thus far and give an
outlook.

3.6.2.1 OS-Canvas

Our canvas has proven to be a valuable method to quickly access together with the
companies all possible procedures that could benefit from operator support technology
within their processes (e.g., assembly processes, service and maintenance and remote
assistance) and the technology specific advantages or disadvantages given the contextual
factors that are present. As a future development the OS canvas could entail more
canvasses, each tailored to the different types of procedures i.e., assembly processes,
service and maintenance and remote assistance. Although they all share the need to transfer
information about the procedure to follow, their contexts differ largely and with this certain
operator support requirements. Assemblies can be frequently recurring procedures at a
fixed workstation or engineering machinery to order. A fixed workstation creates
completely different options for operator support, than a machine on site at the customer
requiring irregular servicing and regular maintenance. Remote support, in the spotlights
due to COVID 19 travel restrictions, is even more different from a context point of view.
Currently, context is the last aspect that is covered in the canvas workshop. It may be better
to create different operator support canvasses, depending on the application situation, thus
maybe making the canvas more concise or alternatively more detailed but relevant on all
aspects.
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3.6.2.2 Evaluating Usability

As was mentioned in a previous section, evidence-based usability research to assess the
effect of cognitive operator support in a production environment, is generally very chal-
lenging due to the nature of production. There are many factors that can interfere with a
scientist’s need for experimental control. Availability of operators and products may vary
during the planned pilot period for measuring data. Research is hindered by the lack of
available operators (low scientific power), by long cycle times per product (e.g., 3 days),
requiring long test periods, or by a short time window for piloting the operator support
technology, forcing to either reduce the number of participants or the duration per partici-
pant. Further, company benchmark or baseline data may be unavailable or of poor quality.

Measuring and finding proof of a new technology’s effects, is more difficult than testing
its potential. Quantifiable effects of operator support technology on relevant manufacturing
KPI’s like cycle times and product quality can be measured relatively easily, but data is not
always reliable, and disturbance can easily affect collected data. Effects on the operator,
i.e., workload, acceptance, perceived usability, job satisfaction and job quality, are harder
to establish without relying on self-reporting and questionnaires. Even more challenging is
to measure subjective effects when dealing with operators in sheltered workplaces. They
often have more difficulties to reflect on their own work and goals and others have trouble
understanding the questions asked due to illiteracy or the semantic nature of questionnaires.
This shouldn’t lead to skipping the opinion of end-users to avoid risk of underutilizing the
opportunity to support operators in a manner that will benefit them e.g., in terms of mental
workload, usability and job quality, and thus benefit the company. We continue to develop
questionnaires and methodologies which give insight into the human factors aspect of the
implementation of OS technology within a company’s production process.

Doing research within production requires extra resources from the company in staffing,
equipment and sometimes materials, e.g., for building a construction to install a projector
and time-of-flight camera or for additional quality control. It helps to clearly discuss these
requirements with the use case company before the start of a pilot. This leads to a test plan
that is more realistic and is more likely to result in the intended data quality and with this, in
valid and reliable results.

3.6.2.3 Business Case

An important lesson we learnt from all business cases, is that they stretch further than the
operator support software, hardware and workstation where it is applied. One company
mentioned that, having inexperienced operators relatively quickly up to speed by the
operator support technology, would allow them to reduce production batch sizes, maintain
smaller stocks and be able to more quickly adapt to design changes from their customers.
This would reduce waste and increase their attractiveness to customers.

In almost all business cases, implementing the operator support technology would
require integration with existing production software. This is something we can currently
only mention to our customers, but we are not yet able to quantify these costs in our tool.
These costs strongly depend on the customer needs, the existing company systems and the
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properties and possibilities within the operator support system. On this last point there are
large differences between technology providers.

Whether, or how, we should try to add these aspects to the tool, remains to be discussed.
Trying to create an all-encompassing business case tool, could easily result in a tool that
might be correct, but unworkable. A managing director is used to seeing opportunities and
taking risks and does not necessarily require an exact and complete dataset. Having seen
best practices in other companies, experienced a technology in action in their own
company, learnt about involved aspects via the tool, both quantitative and qualitative,
and having some approximate figures is often enough to decide on whether there is a
business case or not.

3.6.3 Technology

Although the technology is aimed at supporting the operator at work, we find that the
human centredness in their design is limited leading to sometimes poor usability. Espe-
cially head mounted equipment should be carefully evaluated to decide whether and to
what extent (duration and frequency of use) the technology is applied. Due to comfort
issue, combination with own prescribed glasses, weight and blockage of (peripheral)
vision. Even if it may be beneficial to the production process, it may not be at the expense
of the worker needing to wear the equipment.

In this respect, we have found that the added value of head mounted displays, either as
near-eye displays or as AR/MR solution, to be limited compared to using a mobile phone or
tablet. Only in highly mobile working tasks requiring the use of two hands, such as order
picking, such applications have clear added value. But even then, pick by voice could be
the more comfortable option. In complex manipulations, we expect the combination of
video and AR on a mobile device to perform similarly or only slightly less than AR/MR
technology such as Microsoft’s HoloLens 2 or Magic Leap’s model 1. From a performance
point of view, this remains to be researched. However, considering wearability, rugged-
ness, price and required programming skills, the mobile phone and tablet, currently seem
an attractive alternative. On the other hand, considering rapid technology evolution, these
issues could quickly be resolved, putting AR/MR technology’s distinct benefits in a
stronger spotlight.

Similarly, investments for the large-scale roll-out of more complex technologies, cur-
rently surely affect a company’s decision to implement a technology or not. Using work
instruction software and outstanding work instructions on a simple tablet, could prove to
have a better business case then any of the more complex technologies. Obviously, this
balance also changes with every new version of a technology and with prices dropping
rapidly.
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3.6.4 Future Developments

In addition to the required and expected developments mentioned above, we would like to
conclude with our view on the future of cognitive operator support in the manufacturing
industry.

For the near future the gap between SME and technology providers needs to close.
Accessible platforms may be easy to use but their functionality may be insufficient to meet
a company’s most important needs. Complex platforms, on the other hand, have many
functionalities but require skills many manufacturing SMEs currently do not have.

A bit further away, we remain convinced that despite robotization, operators will remain
to play a role on the shop floor. However, the setting in which they operate will continue to
grow in complexity and required flexibility, because of artificial intelligence, collaboration
with robots and all of the production system’s elements connected and communicating.
Cognitive operator support will be necessary to prevent the operator from getting lost in all
complexity but also to be able to apply control to an extent that guarantees job satisfaction.
For this the technology must have a strong human centred focus, as is advocated by
Industry 5.0, leading to highly usable and wearable equipment and to systems being able
to adapt to the user’s preferences and level of expertise. Usability also applies to the ease
with which engineers can create high quality work instructions. Developments with respect
to easy creating of work instructions, are on the way: semi-automatic generation of
instructions based on data such as CAD and BOM is being researched by several parties
[28, 29]. Usability of such work instructions should receive equal attention but is by no
means guaranteed. Human factors and ergonomics professionals need to remain alert.

Acknowledgments This work is funded by the Dutch Ministry for Economic Affairs, Smart
Manufacturing Industri€le Toepassing Zuid-Holland (SMITZH), Interreg VL-NL project Fabriek
van de Toekomst (FOKUS) and RAAK SIA project Assemblage 4.0. We thank the people from the
manufacturing companies for their collaboration and allowing us to present their use cases in this
chapter.

References

1. Romero, D., Bernus, P., Noran, O., Stahre, J., & Fast-Berglund, A. (2016). The operator 4.0:
Human cyber-physical systems & adaptive automation towards human-automation symbiosis
work systems. In . Néis et al. (Eds.), Advances in production management systems. Initiatives for
a sustainable world. APMS 2016. IFIP Advances in information and communication technology
(Vol. 488). Springer. https://doi.org/10.1007/978-3-319-51133-7_80

2. IFR. (2019). World Robotics 2019 Industrial Robots. International Federation of Robotics.

3. Longo, F., Padovano, A., & Umbrello, S. (2020). Value-oriented and ethical technology engi-
neering in Industry 5.0: A human-centric perspective for the design of the factory of the future.
Applied Sciences, 10(12), 4182.


https://doi.org/10.1007/978-3-319-51133-7_80

10.

11.

12.

13.

14.

15.

16.

17.

18.

19.

20.

21

Cognitive Operator Support in the Manufacturing Industry - Three Tools to. .. 81

. Zolotova, 1., Papcun, P., Kajati, E., Miskuf, M., & Mocnej, J. (2020). Smart and cognitive

solutions for operator 4.0: Laboratory H-CPPS case studies. Computers & Industrial Engineer-
ing, 139, 105471.

. De Looze, M. P., Bosch, T., Krause, F., Stadler, K. S., & O’Sullivan, L. W. (2016). Exoskeletons

for industrial application and their potential effects on physical work load. Ergonomics, 59(5),
671-681.

. Werrlich, S., Eichstetter, E., Nitsche, K., & Notni, G. (2017). An overview of evaluations using

augmented reality for assembly training tasks. World Academy of Science, Engineering and
Technology International Journal of Computer and Information Engineering, 11, 10.

. Bottani, E., & Vignali, G. (2019). Augmented reality technology in the manufacturing industry: A

review of the last decade. IISE Transactions, 51(3), 284-310. https://doi.org/10.1080/24725854.
2018.1493244

. De Souza Cardoso, L. F., Mariano, F. C. M. Q., & Zorzal, E. R. (2020). A survey of industrial

augmented reality. Computers & Industrial Engineering, 139, 106159.

. Egger, J., & Masood, T. (2020). Augmented reality in support of intelligent manufacturing: A

systematic literature review. Computers & Industrial Engineering, 140, 106195.

Bal, M., Benders, J., Dhondt, S., & Vermeerbergen, L. (2021). Head-worn displays and job
content: A systematic literature review. Applied Ergonomics, 91, 103285.

Palmarini, R., Erkoyuncu, J. A., Roy, R., & Torabmostaedi, H. (2018). A systematic review of
augmented reality applications in maintenance. Robotics and Computer-Integrated
Manufacturing, 49, 215-228.

Rapaccini, M., Saccani, N., Kowalkowski, C., Paiola, M., & Adrodegari, F. (2020). Navigating
disruptive crises through service-led growth: The impact of COVID-19 on Italian manufacturing
firms. Industrial Marketing Management, 88, 225-237.

Van Waveren, B. (2020). Dutch Participation Act not (yet) a success, ESPN Flash Report 2020/
02, European Social Policy Network (ESPN). European Commission.

Funk, M., Mayer, S., & Schmidt, A. (2015). Using in-situ projection to support cognitively
impaired workers at the workplace. In Proceedings of the 17th international ACM SIGACCESS
conference on computers & accessibility (pp. 185-192). ACM.

Bosch, T., van Rhijn, G., Krause, F., Kénemann, R., Wilschut, E. S., & de Looze, M. (2020).
Spatial augmented reality: A tool for operator guidance and training evaluated in five industrial
case studies. In Proceedings of the 13th ACM International Conference on PErvasive
technologies related to assistive environments (pp. 1-7). Association for Computing Machinery.
Wilschut, E. S., Bosch, T., Kénemann, R., Van Rhijn, G. J., Hosseini, Z., & De Looze,
M.P. (submitted). The effect of work capacity of impaired workers on performance and perceived
workload in assembly training with augmented reality support.

Kranenborg, D. K., de Looze, M., Wilschut, E., Cremers, A., & Hazelzet, A. (2021). Inclusieve
technologie voor mensen met een psychosociale arbeidsbeperking. Sociaal Bestek, 83(83), v.
KvK. (2019). Digitalisering in het MKB. Rapportage van onderzoek uitgevoerd in het KVK
Ondernemerspanel, maart 2019.

Van Rhijn, J. W., De Looze, M. P., Tuinzaad, G. H., Groenesteijn, L., De Groot, M. D., & Vink,
P. (2005). Changing from batch to flow assembly in the production of emergency lighting
devices. International Journal of Production Research, 43(17), 3687-3701.

Westerfield, G., Mitrovic, A., & Billinghurst, M. (2015). Intelligent augmented reality training for
motherboard assembly. International Journal of Artificial Intelligence in Education, 25(1),
157-172.

. Brooke, J. (1996). Sus: A quick and dirty usability. Usability evaluation in industry, p. 189.
22.

Bangor, A., Kortum, P. T., & Miller, J. T. (2008). An empirical evaluation of the system usability
scale. International Journal of Human—Computer Interaction, 24(6), 574-594.


https://doi.org/10.1080/24725854.2018.1493244
https://doi.org/10.1080/24725854.2018.1493244

82

23.

24.

25.

26.

27.

28.

29.

F. Krause et al.

Abeele, V. V., & Zaman, B. (2009). Laddering the user experience. In User experience evaluation
methods in product development (UXEM 09)-workshop.

Koningsveld, E. A. P., Bronkhorst, R. E., & Overbosch, H. (2003). Costs and benefits of design
for all. In Proceedings of the 15th Triennial Congress of the International Ergonomics Associa-
tion and the 7th Joint Conference of Ergonomics Society of Korea/Japan Ergonomics Society.
Koningsveld, E. A. P., Dul, J., Van Rhijn, G. W., & Vink, P. (2005). Enhancing the impact of
ergonomics interventions. Ergonomics, 48(5), 559-580.

Van Rhee, H. J. (2019). What improves wellbeing and performance simultaneously? A study of
measures taken by SMEs. In 10th international scientific conference on the prevention of work-
related musculoskeletal disorders.

Haug, A. (2015). Work instruction quality in industrial management. International Journal of
Industrial Ergonomics, 50, 170-177.

Claeys, A., Hoedt, S., Schamp, M., Van De Ginste, L., Verpoorten, G., Aghezzaf, E. H., &
Cottyn, J. (2019). Intelligent authoring and management system for assembly instructions.
Procedia Manufacturing, 39, 1921-1928.

Neb, A., Schoenhof, R., & Briki, I. (2020). Automation potential analysis of assembly processes
based on 3D product assembly models in CAD systems. Procedia CIRP, 91, 237-242.



®

Check for
updates

Human-Centered Adaptive Assistance Systems
for the Shop Floor

Hendrik Oestreich, Mario Heinz-Jakobs, Philip Sehr, and Sebastian Wrede

Abstract

Most of today’s assistance systems for the shop floor do not consistently follow a
human-centered design approach. An explicit modeling of concepts for instructions,
users and adaptations is required when aiming for a holistic approach. Therefore, we
first define a morphological box to capture design alternatives for adaptive
functionalities. Afterwards, a reference architecture is presented, consisting of several
building blocks that implement an adaptation loop to continuously adapt the provided
assistance and the system behavior to the current user. A selection of algorithms to
realize adaptive behavior concludes our contribution. Following a human-centered
design approach, three exemplary scenarios for assistance on the shop floor demonstrate
the application of our approach.
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4.1 Introduction

Industrial assistance systems are designed to support employees in carrying out complex
work processes by providing interactive step-by-step instructions. The systems guide the
worker through a work process by presenting text, image, and video instructions for
individual work steps. By interacting with the system, the worker can follow the steps
until the process is completed. The systems thus particularly serve as cognitive support for
workers to reduce their cognitive load and enable them to carry out more complex tasks
[1]. In recent years, a wide variety of assistance systems for different fields of activity and
user groups have been developed and evaluated. The considered fields of activity include
industrial manufacturing, logistics, maintenance, training, and other related domains [2].

Besides regular inexperienced and experienced industrial workers, some systems further
covered specific user groups like elderly workers, workers with a physical or mental
disability, or workers with a migrant background who do not yet speak a required language
[3]. Furthermore, the use of different stationary and mobile technologies such as computer
displays, in-situ projections, tablet computers, head-mounted displays, and smartwatches
has been investigated for the implementation of assistance systems [2, 3]. Figure 4.1 shows
two examples for assistance systems based on in-situ projection and a head-mounted
display.

To provide workers with an appropriate level of assistance, systems must be able to
adapt to different situations [4]. In the field of human-computer interaction, a situation is
defined by the situational context including details of the user, the task to accomplish, the
available resources as well as the social and physical environment [5]. Thus, an adaptive
system has to know with which user it is currently interacting, what the task is that should
be accomplished, and which resources are available. The social environment might also
play an important role, if a worker is part of a line and rather new, he/she might be slower
and needs different support from an assistance system, than the other colleagues in the
same assembly line. The physical environment describes aspects like lighting, acoustics,
temperature, and furthermore. If this information is aggregated, it allows a system to detect
different situations and to adapt appropriately. The design space of possible adaptations is
broad: From adapting the (graphical) user interface, over switching modalities used for
interaction, to manipulating the instructions that are shown.

While early assistance systems were only able to capture a rather limited amount of
context information, rapid developments during the last years in sensor technology and
intelligent algorithms for data processing have enabled assistance systems to collect and
process detailed context information. Adaptive assistance systems for industrial
applications nowadays already support different tasks, resources, and environments. The
use of information on the individual user, on the other hand, has so far only been covered
by few systems and there only to a limited extent. While this poses a central problem for the
application of assistance systems, it offers an exciting field for research. A key aspect of
future systems lies in the individual adaptation to different users. Using the adaptive
functionalities in a human-centered way, personalized user experiences can be created
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Fig. 4.1 Examples for industrial assistance systems based on in-situ projections (left side) and a
head-mounted display (right side)

which are conducive to learning, support individual performance and even enhance the
support on an ergonomic level when compared to current assistance systems. Previous
studies and feedback from the practical application of assistance systems in industrial
settings have shown that without adaptation, the provided assistance and interaction
strategies often do not fit the individual experience and performance level of the user
[4, 6]. Then, the users no longer benefit from the assistance after a certain training period.
Sometimes the working speed is even limited by the system, due to the required
interactions, which is counterproductive from an economical perspective.

Adapting the assistance to the experiences, skills, and needs of a user offers to provide
individually tailored instructions, interaction strategies, and personalized interfaces. This
can not only improve the performance of the user but also enhances the user experience and
the acceptance of the user of the systems. This allows users with different levels of
experience, from beginners over advanced to experts, to benefit from the use of an
assistance system. For instance, beginners are offered comprehensive instructions and an
interaction strategy that structures the work process, experts are offered more passive
access to instructions and a tool to control the work process without the system restricting
the performance. Another group that can especially benefit from this kind of adaptive
assistance system are people with cognitive disabilities. The members of this group are
characterized by comparatively high heterogeneity in terms of their abilities and needs. A
significant proportion of this group also shows problems regarding memory.

Concerning the purpose of assistance systems, a distinction can also be made between
an unlimited application for the permanent support of workers and a limited application for
the learning or training of work processes. The permanent support requires an adaptation of
the assistance to a level necessary for the respective user depending on his performance
level and experience level. The support of learning and training processes, on the other
hand, poses different demands, like for example a targeted step-by-step reduction of the
assistance level to achieve structured learning of the work steps or alternating phases of
support and no or limited support.
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Our contribution to the research in this area is at first a description of the concept of
human-centered adaptivity in the context of assistance systems. Using a morphological box
we then explain which design decisions have to be made regarding the development of
assistance systems by listing six dimensions and realization options in Sect. 4.2. After-
wards, we provide three exemplary scenarios in Sect. 4.3 to describe what individual
adaptations would be chosen in each case and how the different dimensions would be
parametrized to support the purpose of the adaptation. Subsequently, in Sect. 4.4, we
present a reference architecture for human-centered, adaptive assistance systems and
describe which components are needed, how modeling can support the adaptivity, and
which methods to implement adaptive functionalities can be used. Finally, we conclude
with a summary of our contribution and limitations of the current state of our work
(Sect. 4.6).

4.2 Human-Centered Adaptivity

The topic of human-centered design of assistance systems has been addressed in various
publications in recent years. Some guidelines for the design [7] and introduction [8] of
assembly assistance systems were contrived to give developers and companies an idea of
what has to be considered in the implementation of these cyber-physical systems in the
workplace. Researchers explored the design possibilities for the assistance systems [9] and
enhanced these to reach a certain maturity and thus implementation in various commercial
systems. To successfully introduce these systems, the users should be included in the
decision-making process [10] and the systems have to offer good usability and user
experience [11]. But all these approaches reach a limit when they do not consider the
integration of adaptivity to further enhance the interaction between human and the system.
Therefore, we looked at the human-centered design process described by the ISO 9241-
210:2019 and applied it for the development of adaptive assistance systems:

1. Analysis: Gather information about potential users, their tasks and goals, the work
context and the technical preconditions.

2. Definition of Requirements: Prioritize features and adaptations needed in the assistance
system for the desired use case. Not all features and adaptations are useful for every
context. Therefore, it is important to choose a focus for the assistance, which kind of
support is needed the most, which adaptations help to make it more successful?

3. Prototyping and Implementation: An iterative process is crucial to ensure the participa-
tion of the users in the process. Starting with prototypes, this approach helps to verify a
common understanding and to steer the development process into the right direction.

4. Evaluation: Continuous evaluation of the artefact of the current development cycle
ensures to test the usability and usefulness of the assistance system itself, but as well to
investigate the effects of the adaptations. Are they helpful, do they work as expected or
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do they interfere with each other. In a human-centered design process the users stay in
the focus since they will be working with the product regularly in the future.

Considering the iterative design process with its four steps and using the morphological
box presented and explained in the next two subsections, the development of adaptive
assistance systems will be driven by a human-centered perspective and increase the
chances of a successful implementation.

4.2.1 Design Space for Adaptable Human-Centered Assistance

Enhancing an assistance system with adaptive features seems quite complex in the first
place. That is why we developed a systematic design approach for human-centered
assistance systems which can guide the developers through the many questions that have
to be asked and answered during the implementation process.

We identified several dimensions that are essential to cover most of the questions that
will come up in the design process of the system. Afterwards, a morphological box was
developed which structures the dimensions and associated implementation options (see
Fig. 4.2). The morphological box was inspired by the model of Streicher and Smeddinck
[12] which comes from the domain of serious games but which has similarities with
adaptive assistance systems. Combining their model with the distinctions presented by
Burgos et al. [13] and our previous work [14], we derived our approach on how adaptation
design decisions can be made in a structured way during the development process of
adaptive assistance systems.

A team of developers can start at the top of the box, choose one option per dimension
and then discuss for the next row which option supports the previously chosen options the
best. Be aware that sometimes aspects of more than one option are affected, but still the
overall design process starts at the top row and ends at the bottom row with a resulting path
through the alternatives of each dimension.

4.2.2 Dimensions of Adaptive Assistance

The following paragraphs will discuss the individual design dimensions of adaptive
assistance and explain the options that we identified. Each dimension has an alphabetical
letter as an identifier and the options are numbered from left to right to allow direct
referencing.

4.2.2.1 Goal of the Adaptation

Since adaptive features tend to make systems more complex and error-prone, because they
rely on situation detection and make the system behavior less predictable, the first question
to be asked should always be: What is the goal that should be reached through adaptivity
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Fig. 4.2 Morphological box for adaptation design of assistance systems, each row and their cells are
described in Sect. 4.2.2

and are there alternative actions which are less expensive? However, there are also lots of
good reasons for adaptive features which should be explained in the following section.

Browne et al. [15] list different purposes for adaptive user interfaces: Extending a
system’s lifespan, widening of a system’s user base, improving operational speed and
accuracy, and also more user-specific: satisfying user wants, enabling user goals, and
enhancing user understanding. Not all of these are relevant for the enhancement of
assistance systems, but adaptivity on a system level offers even more possibilities than
on the user interface level alone.

Similar to the e-learning domain, it seems that demands for more individualization and
personalization are becoming more popular [16]. A one-size-fits-all approach does not lead
to satisfying solutions when it comes to assistance on the shop floor: “The interface needs
to adapt to the user’s changing skills and requirements, and the assistance provided by the
system needs to be relevant to the tasks the user is performing” [15].
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Especially when looking at special user groups like people with disabilities and
handicaps assistance systems offer a solution for more flexible and versatile work but
demand individualized support depending on the users’ capabilities.

Looking at the literature, we found four main purposes when it comes to adaptivity in
assembly assistance systems:

Learning Support (G1) Assistance systems are often used to train new workers or to
further qualify existing staff [17, 18]. The systems are used to train the assembly of specific
products, special tasks or even to learn new skills. Sometimes the training is executed at
specific workstations, but this is expensive and the setup of the workstation has to provide
the required supplies, materials, and tools for the assemblies to be learned. The opposite
approach of integrating working and learning tasks into the working process was called
‘learnstruments’ by McFarland et al. [19]. This concept offers the advantage of eliminating
the transfer from a different learning environment to the workplace and decreases the need
for additional workstations. Unfortunately, the concept was not explained from a technical
perspective and remained a prototypical implementation.

Normally, if a worker learns to assemble a new product, he/she needs a longer time per
product in the beginning and this decreases over time [20]. This is described by several
learning curve models, which describe the performance progress over time that happens
during learning [21]. Furthermore, the amount of support a worker needs also decreases
over time. At first, very comprehensive instructions help to understand what the worker is
supposed to do, when he/she is supposed to do it, and also why.

If the worker learns the assembly process over time, more details of the instructions and
their sequence are memorized. For instance, the amount of information and the number of
steps that have to be confirmed decreases over time, if the support is designed human-
centered.

In procedural learning scenarios, a decrease in the perceived workload can be detected
[22]. The findings from Letmathe et al. [23] show that a good performance can be
established if understanding and skill development (learning through repetition) are
combined.

Besides the learning curves, models for forgetting also exist and may play an important
role in adaptive assistance systems. Depending on the time that has passed since the last
assembly of a product, the instructions may be adapted for the next iteration. Wilschut et al.
[24] investigated chunking of instructions for different learning support systems with the
result that it should be avoided for novice workers since it increases the mental workload.
Still, they advocate for more adaptivity since chunking makes sense for more efficient
instruction for experienced workers.

The concept of flow is another argument for the need for adaptive instructions. Baker
et al. [25] describe flow as the state between boredom and frustration which is most
conducive for learning. To keep the operator in the flow state, the assistance system
would have to monitor him/her closely to adapt the instructions to avoid overstraining
and underchallenging.
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The way people learn best can also be different and depending on a person’s
characteristics and preferences. Therefore, different learning modes might be desirable as
Heinz et al. [26] presented. Smart workbenches can even be used to qualify workers
beyond their normal task as [27] demonstrate. They train the workers to learn the MTM
codes for their tasks while doing their normal work. This concept can be used to make
normal work tasks more interesting and to enhance standard work with new challenges.

But how sustainable is the learning with assistance systems at all, especially compared
to personal training? Biittner et al. [28] present a study where they investigated the long-
term effects of learning with projected instructions. While their AR training could not beat
the personal training regarding speed and recall after 24 h, they could show that the long-
term effects do not differ between the different training methods. Hinrichsen and
Bornewasser [29] emphasize the need for situational cognitive support the assistance
systems have to deliver and point out, that the informational design also plays an important
role. The informational design is also crucial for adaptive features since it allows to adapt
the information to the user.

Performance Support (G2) Besides learning, the other main reason to deploy assistance
systems on the shop floor is to support workers in flexible production with changing
products and variants. While the business goals, in this case, are often to improve the
product and process quality, from a human-centered perspective, cognitive support and an
improved ergonomic support for the workers will be the main goals. If workers should be
capable of assembling a wide range of products or many variants of a product, the need for
support is different in the particular learning phases. Product variants have many similar
parts in the assembly process and just differ in a small amount of the assembly specifics.
Still, these differences are important to notice and assistance systems should deliver the
right information at the right moment to let the workers pay special attention. Although the
goals of improved efficiency, higher quality, and more produced units may be motivating
factors for a company to use assistance systems, human-centered goals to deliver cognitive
support and to decrease mental workload in an increasingly complex world should be
regarded too.

Hold et al. [30] describe assistance systems as cyber-physical-systems and emphasize
the importance of sensor integration into these systems. Advanced sensors can facilitate
adaptive support by allowing the monitoring of the user and the assembly process. Picking
sensors can observe if the right part was picked for the current assembly step. Image
processing and gesture recognition can be used to automatically proceed in the instruction.
But to provide more comfort and decrease manual interaction, these systems have to work
very robustly and should not be too dependent on the surroundings and environmental
factors.

The goals of human-centered adaptive performance support should be to provide
assistance when needed but to stay in the background if workers are fully aware of the
current task and its requirements.
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Motivational Support (G3) Another topic often addressed by adaptive solutions is the
preservation and the increase of motivation. Monotonous work processes can lead to
boredom and unmotivated staff. Adaptive assistance can help to counteract these effects.
Dostert and Miiller [31] propose to include motivational theories from the e-learning
domain and gamification elements into assistance systems. This concerns the instruction
design on the one hand but also the overall system design on the other hand. Schulz et al.
[32] investigated the effects of branded gamification in assistance and report a direct impact
on the individuals’ attitude towards the task. Streicher et al. [12] also mention the Fogg-
Behavior-Model which describes the relationship between motivation and ability and in
which cases triggers (adaptations) succeed in changing behavior and in which they fail.
Transferred to the domain of assistance systems, adaptations might not help to change a
specific behavior of the worker, if he/she has a low ability level and a low motivation at the
same time.

Ergonomic Support (G4) Cognitive assistance systems can also improve ergonomic
support for their users. This can be established through an adaptive choice of modalities
that an assistance system uses to interact with its user. E.g. in assembly situations where
workpieces do not fit onto an assembly workstation, comparable to maintenance scenarios
of larger machines, the assistance system has to adapt to the current situation. As
demonstrated by Josifovska et al. [33] in one situation a user might interact with a tablet
as usual by looking at the graphical user interface on the screen and interacting through
touch inputs. In another situation the user might need both hands and the system should be
able to switch so speech output of the instructions and speech recognition as the input
modality. Similar situations could be solved by using AR-Devices for a certain part of an
instruction. A human-centered design demands a fluent experience when modalities are
switched within an instructional process.

Another assistance system presented by Ronick et al. [34] adapts the height of the
working table to the individual user to optimize the operator’s working posture. Petzoldt
et al. [35] also report about physically adaptive workstations with assistance systems, but
criticize that the support in some systems only considers the situation before starting the
actual work.

Also, much simpler adaptations such as font size and personalized positioning of
information elements can improve the ergonomic support of a system for the individual
worker. Other features like volume for speech output and display brightness for graphical
user interfaces can also be adapted, but are often already built-in features of devices (like
e.g. tablets) that are used.

Adaptation Target After defining the different purposes of adaptivity in the previous
section, now the different possibilities for adaptation targets should be discussed. We argue
that these can be grouped into three main categories:
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1. Instruction (T1): The first category can further be divided into two subcategories:

(a) Structure (T1.1): The specific sequence of instructions is what we call structure.
Manipulations can be used to condense the instructions, individualize their
sequence or to introduce and remove special steps which should not be part of
the long-term instructional model.

(b) Content (T1.2): What is shown for each instructional step depends on the
content and further configuration of the system. In some cases, it makes sense
to add different kinds of meta-data for each step to satisfy individual learning
types. An adaptive system is capable of choosing the right kind of content
(e.g. text, images or animations), depending on the users’ preferences and needs.

2. Interaction (T2): The way the system interacts with the user may also change over time
or depending on the current situation. This includes changes in the used modalities of
the system, but may also include where the system requires manual confirmation from
the user.

3. Presentation (T3): Adaptations on the presentation can include changes of display and
font sizes, the layout and the language of the system.

Similarly, Taoum et al. [36] distinguish between five types of pedagogical actions which
can be used to enhance procedural learning with an intelligent tutoring system. These
actions include manipulation of the virtual environment (highlighting/animating objects),
of the interaction (navigation by the system vs. by the user), of the structure of the system
(displaying documentation), of the system dynamics (explaining the behavior), of the
pedagogical scenario (making an evaluation). While these seem to be tailored towards a
specific intelligent tutoring system, our categorization tries to generalize for a broader
application.

Initiator of the Adaptation After identifying the main targets of the adaptations, suitable
triggers that initiate an adaptation must be found. The main sources that initiate adaptations
are either the situation detection and the changes in the user model. The first option
example for this dimension (I1) describes specific user behavior that was recognized by
the system. This might be for example that a user has picked a wrong part from one of the
storage boxes, that he/she looked confused into a camera equipped with emotion recogni-
tion algorithms, or that the worker has skipped forward an instruction faster than expected.
The next example (I2) describes analytics that take a longer period of actions into account
and examines if trends can be discovered. A prominent example of this would be to look
into the execution parameters of the last assemblies to see if these indicate a learning curve
for the specific user. Comparing the gradient of the curve to the overall average can help to
decide whether the support has to be increased or if it can be minimized. The third example
(I3) describes the use of interaction data with the system. If a user always maximizes a
picture to see a detail, it might be more comfortable for him/her if the picture is displayed
larger by default. The dimension of initiators for an adaptation is huge and the most suitable
initiator is always very specific for the purpose of the adaptation and further depends on the
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sensory equipment of the assistance system. Therefore, an arbitrary number of further
initiators can be added to the options (I4...IN).

Control over the Adaptation To ensure human-centered adaptivity, it is important to
determine the amount of control that should be given to the user. The spectrum of human
control is defined by the three (sub-)dimensions of automation, (decision) participation,
and visibility. If a system is capable to determine the need for an adaptation and the
execution of it all by itself, the automation level is high. The participation dimension
describes the amount of decision control the user has in the application of an adaptation.

Lastly, the visibility describes the transparency with which the adaptations are executed
and how they are communicated to the user. The different possible manifestations are
described in the following: The adaptive features can either be controlled completely by the
user which is rather defined as a parametrization of a system (C1), or the control can be
completely on the side of the system (C5). Between these two extremes, there can be many
nuances.

In many scenarios it makes sense to use a recommendation-based adaptation approach
(C2): The system identifies the need for an adaptation, informs the user, and lets him/her
decide to accept or decline the adaptation. In other cases, an objection based approach
(C3) might be suitable, where the user gets informed and can decline the adaptation in a
certain amount of time and if he/she does not make use of the intervention, the system
executes the adaptation. On the other end of the spectrum, the system takes control of the
adaptations and might at least make it visible to the user (C4) or do it completely in the
background (C5), without explicitly notifying the user at all. All cases have to ensure that
the adaptations lead to an improved user experience because otherwise, the acceptance of
the system might decrease dramatically. Negative feelings of confusion and paternalism
should be avoided [37].

Moment of the Adaptation Next, a frequency with which the adaptations are allowed to
happen should be defined. This has a huge impact on the user experience and acceptance of
the adaptive system. If adaptations are too frequent, the user is distracted and may get
annoyed. On the other hand, if adaptations are too infrequent, the moment of need is not
matched and the system gives the impression to not work properly. While some adaptations
should be triggered immediately (M1), because, for instance, they point out a mistake to the
user, other adaptations can happen in between tasks (M2) or even after fully completed
processes (M3). For some cases, it might also make sense to use time-based adaptations
(M4) because, either the initiator information is not available and only time-based progress
can be estimated, or, if analytic functionalities are rather complex, they might require a
nightly adaptation computation.

Evaluation of the Adaptation Finally, an important step of adaptivity that should not be
omitted is the evaluation of the adaptations. It can either be implemented based on user
feedback (EI1 - e.g. “How satisfied were you with the adaptation of the system”) or it may



94 H. Oestreich et al.

be based on an analytic feedback loop (E2) which measures the performance progress after
the adaptation and compares it to the state before. The feedback can be gathered explicitly
or implicitly and the measurements should be integrated directly into the system itself. The
analytic loop can compare the individual user data over time, compare current performance
against average performance of other users or even against goal values such as MTM
execution times [38] for a specific action.

As this section showed, several design choices must be made in the development
process of adaptive assistance systems. The following section will motivate three exem-
plary scenarios and illustrate what concrete choices can look like.

4.3 Three Exemplary Scenarios for Adaptivity

Since the requirements and goals for adaptivity can be very versatile, this section should
illustrate three scenarios in the context of adaptive assistance. The goals are different in
each scenario and thus the chosen adaptation options are different for each dimension.
Depending on the goal, the best fitting adaptation target to support the goal is chosen first,
then the initiator and afterwards the degree of control that the user should have are
chosen. Finally, the moment and frequency with which the adaptations should be
triggered are selected and a suitable evaluation method is picked to close the
adaptation loop.

Nelles et al. [39] argue that personas can be used to establish a better understanding of
the situation and context. Thus, we use them to describe potential users who would be
affected by the proposed adaptations. In this case, these are fictional personas and they
roughly reflect users and use cases we experienced in previous industrial projects. While
our personas are kept prototypical, the technique of personas can generally be grounded on
questionnaires or structured interviews [39].

We visualized the chosen adaptation option for each persona in Fig. 4.3. The yellow
path describes scenario 1, the red path scenario 2 and the blue one scenario 3.

4.3.1 Scenario 1

In this scenario (Table 4.1) a contract worker should learn a new assembly task. Since the
colleagues and supervisors are busy and cannot help and the training of new workers
should be realized in a more standardized procedure, the company decided to integrate
assistance systems into the workstations on the shop floor. The main goal to be supported
through adaptivity is learning support (G1) in this scenario.

There are two possible ways to design the support during the assembly training:
(1) Active learning support: Here the assistance systems actively support the learning
process. This can be done by providing additional background information for the
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Fig. 4.3 Paths through the adaptation options (for an explanation of the dimensions and their options
see Fig. 4.2)

Table 4.1 Persona for scenario 1

Character:
H Adrian Hoffmann is employed as a contract worker in a company
which manufactures electrical components. He is quite new to the
- factory, but he has assembly experience from other companies.
| Learning new procedures is satisfying for him since he is eager to learn

First name: Adrian and likes to figure out how things work.

Last name: Hoffmann
Age: 32
Mother tongue: German

assembly or by introducing quizzes in between repetition to determine the progress in
learning. (2) Passive learning support: In passive learning support, the assistance system
adapts to the current need for information according to the learn state of the worker. This is
done by reducing the provided information as the performance of the user improves. The
worker is motivated to memorize the instructions and to progress in learning the assembly.
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Thus the main dimension targeted by the adaptivity will be the instruction (T1). As both
ways (active/passive support) suggest, either the content (T1.2) or the structure (T1.1) may
be addressed by adaptive functionalities. The interaction dimension might also be
manipulated in this scenario, but it is not the main focus.

A key requirement for both methods is the detection of the current learner state of the
worker. There are several approaches to detect progress in learning. Possibilities are the
decrease of error rates, the difference between the time needed for the assembly and a time-
threshold determined by MTM-UAS [38], or a non-linear regression of a learning-curve
model to the assembly data. Most of the methods rely on the analysis of the last executed
usages of the system (I2). During implementation the most relevant parameters should be
chosen, supported by user tests to evaluate their effectiveness.

The degree of control for the user should be high to ensure that the user stays in
control of his learning progress. Thus, the recommended approach in this case would be
the recommendation approach (C2). This ensures that the user feels in control of the
system and his/her own learning process. While the detection for an adaptation need
should be automated, based on the analysis methods proposed in the previous paragraph,
the worker would choose autonomously if he/she wants to accept an adaptation proposal.
This leads to a high visibility of the adaptations from a user’s perspective. The frequency
should be kept low, for example an adaptation should only happen in between whole
assemblies (M3). Active learning support that also points the user’s attention to mistakes
made in the assembly process might also justify more frequent interactions. Since we
assume that the training happens based on a learning analytics approach, the evaluation
can happen automatically in the background based on the gathered data of the executions
(E2).

4.3.2 Scenario 2

In the second scenario (Table 4.2) the assistance system should support the worker during
her daily assembly work. The worker has a certain degree of experience and she does not
need instructions for every detailed step. The goal supported through adaptivity is perfor-
mance support (G2). Adaptive functionalities of the assistance system could decrease the
number of tasks which have to be confirmed through an explicit user interaction to a
minimum.

We assume that the instruction has already been summarized as much as possible during
previous assembly runs. Now the main targeted domain of adaptivity is the presentation
(T3). If the system recognizes that Ute Graner executes all assembly steps within the
targeted times (I2), the assistance system could offer to minimize the presented assembly
instructions and only highlight individual steps which are different between the various
variants of a product. By monitoring the assembly process through sensors and smart
observation features, the company ensures that quality levels are kept high and the
assembly is still documented through the system. Since the system can deliver concrete
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Table 4.2 Persona for scenario 2

Character:

Ute Graner is employed in a company which manufactures household
appliances. She works for many years in the factory, is very
experienced and is paid by piecework. She is very fast but sometimes
she is not concentrated and relies too much on her experience.

First name: Ute Sometimes, when assembling new product variants with individual
Last name: Grauer features she makes a few mistakes
Age: 44

Mother tongue: German

information in case of individualized products and stays in the background during routine
procedures, the worker feels safe to perform without errors. The goal is to reach a high
acceptance of the system through offering good usability and only support the user when
needed, not in every detail. We argue that the control about the adaptation should still be on
the side of the user, in this case an objection-based approach could be chosen (C3). Still, the
automation of the adaptations should be high, so the initiative to adapt will come from the
system, based on intelligent analytic functionalities. To ensure that the user feels informed
about the system’s behavior, the visibility level of the performed adaptations should be low
to high. The frequency is quite low in this case and adaptations might only triggered if the
assembly times drop below a certain threshold and the adaptation may only be reversed, if
the assembly times lay above the threshold for more than two or three assemblies (M3).
Since the adaptations should explicitly increase the user acceptance of the system, we
would choose a feedback based approach (El), where the user can rate whether the
adaptations were helpful and enhanced the system interaction.

4.3.3 Scenario 3

In this scenario (Table 4.3), the assistance system should support a worker with certain
individual physical or cognitive conditions while carrying out an assembly process. This
concerns the ergonomics goal of providing support that is adapted to the user’s physical
characteristics (G4).

Besides the experience of the worker, the system also needs to take into account the
handedness and the visual limitation to adapt the assistance in order to support the worker
in the best possible way. This should be done on the presentation and interaction level
(T2&T3). With regard to the handedness, the system could adapt the arrangement of
instructions and interaction elements to a layout optimized for left-handers (T3). The visual
limitation could furthermore be addressed by selecting suitable visual representations or
alternative output modalities (T2). Apart from physical or cognitive conditions, the
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Table 4.3 Persona for scenario 3

Character:

Marius Waltz works as an assembly worker in a large industrial
company. Due to a visual limitation, he is dependent on presentations
with a high contrast ratio. As a left-handed person, he is also affected
by the layout of the assembly stations, which is often designed for
right-handed people.

First name: Marius
Last name: Waltz

Age: 28

Mother tongue: German

assistance could also be adapted based on personal preferences. Since most of the afore-
mentioned features are more or less static, the system could simply provide a parametriza-
tion (C1) for the graphical user interface and might allow to switch input and output
modalities, based on the devices that the production unit provides. Thus, the user initiates
the adaptation and it is manually configured as a one-time adaption (M1). The personal
preferences can be stored in the individual user model and if the company provides
different production units with similar capabilities, these preferences are loaded as soon
as the user logs into a system and experiences a personalized assistance for his work. These
kind of adaptations are also best evaluated by manually asking the user to provide feedback
(E1), whether the user experience has been enhanced through the adaptation.

4.4 Building Blocks for Adaptive Assistance

In this section, we present a reference architecture for assistance systems designed to
provide the human-centered adaptivity described in Sect. 4.2. For this purpose, we first
discuss how adaptivity is implemented in existing adaptive assistance systems and address
the fundamental cyclical approach for the implementation of adaptivity in interactive
systems. Afterwards, we describe the components of our proposed reference architecture
and discuss the methods for its implementation.

4.4.1 Analysis of Existing Concepts and Implementations

Although we could find several approaches and some conceptual work about adaptive
assistance in the literature, only very few publications provide details about their software
architecture and even less describe the adaptation loop which is crucial for an ongoing
personalization of an assistance system.
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Related Work. The assembly assistance systems presented by Funk et al. [4] and
Béchler et al. [40] provide instruction sequences with different levels of detail for distinct
experience levels of the users. The classification of the users is done by analyzing the
processing times and error rates from previous process executions. Through this, the level
of detail of the instructions gradually decreases during the user’s improvement. The system
architecture presented by Aehnelt and Bader [41], uses a cognitive architecture to adapt the
assistance. The system is able to adapt the instruction sequences in a self-organizing way
based on contextual background knowledge and the detected situation. The architecture
also describes a machine learning component that continuously adapts the contextual
background knowledge to the recognized situations to optimize itself for future
applications. The system architecture for an adaptive assistance system presented by
Bannat et al. [42] features an adaptive process modeling to generate different instruction
sequences. It also includes modeling of the user’s cognitive state, work history, and
preferences as well as a database with scientifically collected information on cognitive
processes and behaviors during the execution of assembly tasks. The system selects the
appropriate instructions based on the continuous recording of the cognitive state and the
known user information. An adaptive assistance system presented by Ronick et al. [34] also
uses information about the user’s height and reaching distance to adjust the working height
of the mounting surface and thus improve the workstation ergonomics. The system also
allows the assistance content shown via a tablet PC to be adapted according to personal
preferences. Galaske and Anderl [43] presented an approach for an adaptive work assis-
tance system based on a model for individual worker profiles. The profile includes
authentication information, competence information, and the user’s physical characteristics
usable to adapt the level of assistance. Besides the information stored in the profile, the
worker is further able to manually adapt the level of assistance to a certain degree. Burggrif
et al. [44] presented a virtual asset representation to enable adaptive assembly assistance.
The representation includes a skill matrix to describe the level of expertise of a worker at a
specific process. Furthermore, the system allows workers to adapt the level of assistance
independent from their skill level. Gellert and Zamfirescu [45] presented an adaptive
assistance system that is able to adapt assembly assistance via a context-based predictor.
The predictor uses information on the workers’ condition, characteristics, preferences, and
behaviors during the assembly process.

While the systems described above already show approaches for the implementation of
individual aspects and dimensions of the human-centered adaptivity described in Sect. 4.2,
none of the systems offers a holistic solution and provides enough details about the
implementation for reproducibility.

Adaptation Loop Adaptivity describes the ability of a system to continuously adapt itself
to changing situations in order to increase its own efficiency with regard to achieving a
certain goal. In the development of interactive systems, adaptivity can generally be seen as
a cyclical process through which a system continuously adapts to changing conditions.
Therefore, several approaches exist, a popular one is called MAPE-K [46]. While that
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approach divides the process into four phases called monitor, analyze, plan and execute, a
similar model from Streicher and Smeddinck [12] labels the four successive phases slightly
different, but describes the same cyclical process:

1. Capture: In the first phase, the system collects information about the current state of
itself, the user, and the environment. This information can either be collected via
external devices and sensors or is available to the system in the form of performance
data and status information from previous cycles.

2. Analyze: In the second phase, the system analyses the acquired information from phase
one to determine the context of the system. To do this, the system analyses the acquired
and the stored information on the reachable states of the system to identify the situation.

3. Select: In the third phase, the system selects a suitable adaptation based on the situation
identified in phase two. For this purpose, the system has one or more adaptation
strategies, which define rules for the selection of the appropriate adaptation. At the
same time, the system needs one or more adaptive features that can be adapted based on
the strategy.

4. Apply: In the fourth phase, the system adapts itself according to the adaptation selected
in phase three. This involves changing the settings of the dimensions affected in the
selected adaptation.

These four phases form a continuous loop that provides the adaptive functionalities for an
assistance system. They are realized through the implementation of several software
components, the building blocks, which constitute our reference architecture presented in
the following section.

4.4.2 The Reference Architecture

Based on the design of existing adaptive assistance systems addressed in Sect. 4.4.1 and
taking into account the cyclical approach defined in the paragraph, we want to introduce the
reference architecture for the implementation of human-centered adaptive assistance
systems (see Fig. 4.4).

The system architecture consists of seven components: Input Modalities, Situation
Detection, Decision Making, Adaptation, Execution, Output Modalities, and Knowledge
Base. Besides the components of the assistance system, Fig. 4.4 also features a production
unit that provides the user with the relevant parts and tools for the supported assembly
processes. The knowledge base of the assistance architecture is also connected to a central
enterprise data management system (right side) which provides the assistance system with
resources on the users, the processes, and the production environment via various
subsystems.

The cyclical adaptation process described in Sect. 4.4.1 is distributed over various
components of the assistance architecture. Phase 1 and phase 2 for capturing and analyzing
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Fig. 4.4 Overview of the reference architecture for human-centered adaptive assistance systems. The
boxes visualize the key components and the information flow is described by the arrows in between

the situation are carried out by the input modalities and the situation detection component.
The selection of the adaptations in phase 3 takes place in the adaptation component. The
application of the adaptations in phase 4 is finally implemented by the execution compo-
nent and the output modalities.

In the following sections, we follow the adaptation cycle, describe the roles of the
individual components of the reference architecture, and provide options for their
implementation.

Input Modalities In order to correctly evaluate the current situation and provide adaptive
assistance, process information needs to be gathered. Input modalities are systems that
collect information during the assembly process. This primarily includes input devices that
allow the user to navigate through the assembly process. In this context, assistance systems
widely use camera systems or specific sensor devices in combination with motion detection
and hand-tracking to collect data on the user’s behavior with a high level of detail [4, 9,
47]. In this matter, however, the quality of the underlying data is very important. The
correctness of the detected behavior can depend on the data quality of the device, the
surrounding area, and the applied method for the motion detection. Another approach lies
in the use of less complex sensors, like haptic buttons or pedals. These sensor systems
provide less complex information but are more robust to the individual surrounding. In
addition to the primary input devices, it is also possible to connect digital tools like
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electrical screwdrivers or scanners and test systems such as scales or optical and technical
quality control devices to the assistance system [35, 48]. The data from these systems
provide additional information about the work progress which can be used for the adapta-
tion of the system. Previous studies also investigated the application of sensor systems to
collect information on the physiological and cognitive state of the user to adapt the
assistance accordingly. This includes parameters such as the heart rate, skin conductance,
electroencephalography, or eye-tracking [49-51]. However, these sensors are often not
applicable in real production environments both due to data protection regulations and
personal rights as well as the sensitivity and complexity of their hardware.

Situation Detection In order to achieve a situational adaptation of the assistance, the
assistance system must be able to identify and distinguish between different situations.

At the implementation level, a situation can be described by a set of contextual
information, which contains details about the state of the user, the process, the system,
and the environment [5]. With the input modalities and the knowledge base, the assistance
system has two data sources at its disposal for the collection of situational information.
Depending on the selection of the devices the input modalities can provide situational
information about all four context elements. The knowledge base provides the situation
detection with additional information about the user and the process to support the
identification of the situation. This includes the user’s process history, which provides
run-time information such as processing times and error rates, as well as information about
the current process step and the process sequence.

The situation detection component provides a logic that processes and analyzes the
information from the two data sources to extract suitable context information which is then
transferred into a uniform structure that can be used for further processing and reasoning.
Depending on the amount of information included in the analysis and the applied method,
the component is capable of extracting complex representations of the situation.

In a first step, the situation detection logic needs to translate the raw data provided by the
input modalities into information that can be used by the other components of the
assistance system. This includes processes like the translation of captured hand positions
from a hand tracking algorithm into events for accessing component boxes or virtual
buttons or the interpretation of data provided by external devices and environmental
sensors. In this context, some existing assistance systems also use sensor fusion approaches
to combine the raw data from different sensors to increase the accuracy of the captured data
[42, 52, 53].

Subsequently, the logic needs to analyze which effects the extracted information has on
the current process state, taking into account the information about the required activities
and goals of the current step. Activation of a haptic or virtual button, for example, can have
different meanings in distinct process steps such as confirming a performed assembly or a
solved error. The results of the analysis are then stored in a data structure usable for the
other components of the architecture.
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Regarding the design of the data structure, Wolf et al. [54] introduce a context model
based on object-oriented entities for real-world objects.

The situation detection of the assistance system by Aehnelt and Bader [55] uses a
cognitive architecture in conjunction with a stochastic approach based on Hidden Markov
Models to determine the current state of the process. The input modalities are defined as
operators that can be used directly by the cognitive architecture. Finally, the data structure
holding the context information is forwarded to the decision-making component to select
the assistance information to be presented in the next step.

Decision Making Based on the identified situation provided by the situation detection, the
assistance system needs to determine a suitable selection of assistance to be presented to the
user in the next step. The decision-making component needs to provide a logic that selects
the appropriate assistance information for the given situation based on the contextual
information and the information from the knowledge base. In a first step, the logic needs
to analyze the context information to decide whether the situation at hand represents a
legitimate state concerning the defined process sequence. If this is not the case, the logic
has to initiate a suitable error handling and provide the user with the necessary assistance to
resolve the error. In the case of a legitimate state, on the other hand, the logic needs to
initiate a decision process that determines an appropriate selection of the assistance for the
next step in the process sequence. This decision process incorporates information about the
context as well as information about the user and the process from the knowledge base.

The human-centred adaptation of the assistance is achieved through an exchange
between the decision-making component and the adaptation component. During this
exchange, the decision-making component forwards the contextual information to the
adaptation component, which performs the corresponding adaptation. The result is then
passed back to the decision-making component to be included in the decision-making
process. After the appropriate assistance has been selected by the decision-making process,
it is transferred to the execution component to be presented to the user.

There are various approaches for implementing the decision-making logic including
rule-based algorithms, cognitive architectures [56, 57] and solutions based on artificial
intelligence methods [58]. Rule-based approaches thereby compare the existing context
information based on predefined rules or threshold values. They are thus primarily suitable
for context information with limited complexity. For more complex context information,
on the other hand, cognitive or Al-based approaches are more suitable. Cognitive
architectures are also suitable for more demanding scenarios which go beyond rather
simple process-based assistance.

Adaptation The adaptation component represents the part of the assistance system that is
responsible for the implementation of human-centered adaptivity. As described in Sect.
4.2, four goals can be identified for human-centered adaptivity: Learning Support, Perfor-
mance Support, Motivation, and Ergonomic Support. To support these goals, the adapta-
tion component must provide appropriate procedures for adapting the assistance. In
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Fig. 4.5 Overview of the adaptation component. The boxes at the top show collections of applicable
methods. The boxes with rounded corners use these as inputs to generate an output for further
processing. The arrows visualize the information flow

addition, the component must provide methods for evaluating the success of the
adaptations concerning the pursued goal to achieve a goal-oriented adaptation of the
assistance. Figure 4.5 shows an overview of the adaptation component and its connections
to the other components of the reference architecture. Besides the context information it
receives from the decision-making component, it further has access to the information of
the user model, the instructional model, and the adaptation model stored in the
knowledge base.

The procedures for adapting the assistance are represented by a set of adaptation
strategies. In the same way, the methods for the evaluation are expressed by a set of
evaluation functions. The adaptation of the assistance is carried out in two steps: First, the
adaptation component uses a selection algorithm to determine a suitable adaptation strategy
and the associated evaluation function. In a second step, the selected strategy and evalua-
tion function are used by an adaptation algorithm to adapt the assistance based on the
available context information and the stored knowledge.
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Adaptation Strategies Adaptation strategies define the procedure for adapting the assis-
tance to pursue one of the specified goals of human-centered adaptivity. They determine
how and in what time frame the adaptation of the assistance will be carried out and which
information will influence this determination. They also specify which adaptation targets
are influenced through the adaptation. Therefore, they contain a set of operators that are
responsible for the adaptation of specific aspects of the different adaptation targets
(Instruction Structure, Instruction Content, Interaction and Presentation). For example, to
adapt the structure of an instruction to be more conducive to learning, an adaptive
assistance system needs operators which modify the structure of the instructions. Oestreich
et al. [59] present a list of operators to modify the structural design of the instruction.
Multiple tasks can be composed together, complex tasks can be split up into smaller tasks
with less information to be processed at once and sequences of tasks might be repeated to
improve memorizing of a certain section of the overall assembly process.

Other operators for instance would modify the current user interface configuration or
select a suitable instruction content, depending on the strategy and current evaluation
results. The operators depend on certain parameters and conditions that affect the form in
which the adaptation is carried out. The parameters of the operators are provided by the
adaptation model in the knowledge base. The conditions, on the other hand, are composed
of the contextual information and the information about the user and the process from the
knowledge base. They control the application of the adaptation to not violate surrounding
constraints.

There are numerous possibilities for the implementation of adaptation strategies. The
following examples are therefore intended to provide a brief overview of the possibilities of
what potential strategies for the adaptation of the assistance might look like. For the
performance support, for example, a comparatively simple strategy as presented by Funk
et al. [4] and Bichler et al. [40] could be used to gradually fade out elements of the
displayed instructions with increasing experience measured via processing times and error
rates. In this way, the level of assistance reflects the experience level of the user, who is not
distracted by information that has already been memorized. A more comprehensive
strategy for a learning support scenario, on the other hand, could extend the process
sequence by additional knowledge, quizzes, or tests oriented to the user’s learning progress
[60]. A strategy for improving the ergonomic support of the assistance system, as described
by Ronick et al. [34], could be to adjust elements in the work environment such as the
height of the work table based on the user’s body measures stored in the knowledge base or
determined using a sensor system. Strategies to increase the motivation of the user could
further use motivational theories and approaches from gamification to make the process
more enjoyable as proposed by Dostert and Miiller [31].

Evaluation Functions The evaluation functions serve to evaluate the success of an
applied adaptation of the assistance concerning the purpose of a certain goal. This allows
the assistance system to determine whether the applied assistance can be maintained or
whether it needs to be re-adapted. Each goal thereby requires its own evaluation function,
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since the respective success is represented by different target parameters and different
conditions are included in the evaluations. As described in Sect. 4.2, the evaluation of the
adaptation can either be performed based on explicit user feedback or analytics. In a
feedback-based evaluation, for example, the user could be asked to rate the last adaptation
on a Likert scale after completing a process. An analysis-based method, on the other hand,
could examine performance-oriented parameters such as processing times and error rates or
parameters about the user’s physical and mental workload to assess the success of the
adaptation.

Selection Algorithm To apply the human-centered adaptivity, the adaptation component
must first select a suitable adaptation strategy and an associated evaluation function. The
selection is carried out by a selection algorithm that analyzes the available contextual
information to identify the underlying goal of the adaptation. For example, when the user
starts a process being in a learning mode, the selection algorithm will choose a strategy and
an evaluation function for the learning support. After the selection, the adaptation strategy
and evaluation function are forwarded to the adaptation algorithm.

Adaptation Algorithm Once an adaptation strategy and an evaluation function have been
chosen via the selection algorithm, they are used by an adaptation algorithm to carry out the
adaptation of the assistance. The algorithm implements a cyclical adaptation process that
adapts the assistance according to the situation at hand.

In the first cycle, the selected adaptation strategy is applied to determine an initial
adaptation of the assistance which is then provided to the decision-making component for
its execution. The strategy thereby uses either available context information or information
about the user and the process stored in the knowledge base and the corresponding
parameters from the adaptation model. At each following cycle, the adaptation algorithm
first applies the selected evaluation function to evaluate whether the last adaptation was
successful regarding the goal of the adaptation. If a further adaptation of the assistance is
required, the adaptation process applies the selected adaptation strategy.

Afterwards, the adapted assistance is communicated to the decision-making component
for its execution and the models inside the knowledge base are updated to hold the
information extracted from the evaluation and to persist personalized adaptations of the
user interface or the instruction.

Execution After a suitable assistance has been selected by the decision making compo-
nent (see Fig. 4.4), it has to be executed to present new instructions to the user and to adjust
the interactions and other adaptive elements of the assistance system. For this purpose, the
assistance information has to be forwarded to the corresponding output modalities and
input modalities may have to be reconfigured.

In this context, the execution component serves as a central interface for the modalities.

It adapts the assistance according to the characteristics and features of the existing
modalities and forwards the information to the appropriate devices. For example, a



4 Human-Centered Adaptive Assistance Systems for the Shop Floor 107

stationary display usually has a smaller area for displaying instructions compared to in-situ
projections. Consequently, the arrangements of the displays need to be adapted differently.
Furthermore, compared to in-situ projections, stationary displays do not offer the possibil-
ity of spatially overlaying the working environment. Corresponding information must
therefore be presented differently on the display.

Output Modalities To communicate the assistance to the user, the assistance system needs
suitable output channels to match the individual preferences and needs of the user. In this
context, output modalities are devices through which assistance information and feedback
information can be communicated to the user. Assistance systems primarily rely on visual
presentations via stationary displays, tablet PCs, smartwatches, head-mounted displays or
in-situ projections [9, 61, 62]. In recent years, assistance systems thereby have increasingly
relied on augmented reality solutions to spatially overlay the working environment
[63, 64]. However, apart from visual devices, assistance systems may also use auditory
devices in the form of speakers or haptic-tactile devices such as vibrating wristbands or
gloves to present instructions and feedback information to the user [65, 66].

44.3 Knowledge Base

The knowledge base comprises three data structures which contain the required informa-
tion about the worker (user model), the instructions (instruction model), and the adaptation
strategies (adaptation model). The e-learning domain uses similar models, which are named
slightly different. They have a learner model (user model), a domain model (instruction
model) and a tutor/pedagogic model (adaptation model) [67]. The following sections will
describe which parts have to be considered for the implementation of the models.

User Model A foundation crucial for human-centered adaptivity is a dynamic user model.
Adaptations might either be initiated by the model itself or by external analytic components
which observe the model and all applied changes.

Recently, the concept of a digital twin is being adopted for this, and we see rising use of
the term digital twin of the human [33, 68—71]. This term emphasizes the bidirectional
information flow between the user and the model: On the one hand, the model is updated
through monitoring the user of a system and interpreting his/her input, while on the other
hand, the digital twin adapts the system (behavior) proactively and thus has an influence on
the user.

Still, the central question remains: What has to be part of the user model? Unfortunately,
the unsatisfying answer seems to be: It depends. Based on the adaptations that should be
executed, triggers that are suitable to support these must be chosen and this is in most times
context-specific. The literature provides a wide range of possible parameters for a user
model. Although no holistic definition of the digital twin of the human can be found yet, the
literature provides the following examples: Grifller and Pohler [68] include skills,
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motivation, character, and other factors in their model. Josifovska et al. [33] add demo-
graphic, social, psychological, and cognitive characteristics to the digital twin of the user,
as well as physical interaction and health data. Another very sophisticated user model can
be found in Schwarz et al. [72]. They distinguish between individual factors (short and long
term), physiological, and behavioral reactions in the user state and thus emphasize the need
for real-time capabilities of the user model. Galaske and Anderl [43] furthermore propose a
concept which combines weighted parameters to an overall privilege value that determines
the access rights for the user in the instructions. Based on the privilege level a user might be
allowed to skip the instruction steps, decrease the level of detail in an instruction, or might
even freely decide on the usage of the system.

While some of these features of a user model are necessary for adapting the user
interface and used modalities, other features become important when supporting learning
with assistance systems. We need to know the characteristics a learner provides when
he/she starts working with the system. This may include available skills, learning
preferences, cognitive abilities, and furthermore. In the interaction with the system further
data gets important: The historical data from previously executed processes and
assemblies, as well as interaction data with the system. Extended with intelligent monitor-
ing and analytic functionalities, this builds the foundation for adaptive assistance.

When implementing and using a user model, the evolution of the user model has to be
regarded as well. If an adaptive system requires a complete user model, with an extensive
interaction history, the system will fail if a new user starts working with the system.
Therefore, the developers have to take care of the initialization of a user model. This can
be realized through specific questionnaires which have to be answered before first use of a
system or the adaptive features explicitly take into account that a user model will not
always provide all desirable features.

A user model should never be regarded as a static component where the underlying data
model is fixed. Additional adaptive functionalities might be integrated into future versions
and thus the user model has to be extendable and scalable.

In practical use further questions have to be regarded: Where is the user model stored?
Who has access to which parts of the user model? Can the user manipulate his/her own user
model? Is the user model transferable between different workstations with different
requirements?

Instructional Model The instructional model can be seen as a road map, which is used to
guide the user through the assembly process. In regard to this metaphor, adaptivity means
alternate routes on the road map, which implies a more comprehensive instructional model.
However, the structure of the instructional model is often influenced and limited by the
structure of the model of the assembly sequence.

The creation process of the instructions varies from system to system and from company
to company. One approach, which is also often used for not yet digitized instructions, is the
manual one: The instructions are created manually with or without dedicated tool support
and the information is gathered by the designer from different sources. If an assistance
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system is used, the system normally also provides tools for the creation of the instructional
material. Vertical integration into the IT infrastructure of a company allows simplified
access to the information needed for an instruction. Some 3D construction tools offer
export functionalities to produce instructional material. Other examples of vertical integra-
tion are access to material lists for a product or to assembly sequences, modeled and
managed by MES or ERP systems. Another approach for the creation of assembly
instructions, explored by research, is the (semi-) automatic detection of assembly steps
by demonstration. A worker or a foreman uses the assistance system itself to produce the
instructional material at the workplace, by interactively creating the instructions for each
step, or more advanced systems try to create the instruction based on video processing from
observing a worker during an assembly [73].

No matter how the instruction was created, its underlying model is crucial for adaptive
features. Figure 4.6 illustrates different dimensions of the instructional model and lists
corresponding possible implementations for adaptive assembly assistance. While the
fulfillment of the first two dimensions (1, 2) already allows to instruct and to support a
worker at a basic level, the remaining four dimensions (3, 4, 5, 6) enhance the user
experience and allow real learning support and even motivational aspects in future adaptive
assistance systems. The following paragraphs will elaborate on the individual dimensions
in detail.

1. Assembly Sequence. Fundamentally, an assembly process can be seen as a series of
operations, in which components are handled, manipulated, and mated to form a
finished product. In the simplest case, an assembly process is a linear sequence, where
the order of the operations is implied by the physical structure of the finished product.
More complex assembly processes however, often allow multiple ways to sequence the
individual operations to finish the product, which cannot be modelled using a simple
sequence. In these cases, the relationships between parts are often represented in a
graph-structures [74, 75] or with formal task models [76]. The nodes of the graph hold a
unique representation of the state of the assembly, while the edges of the graph represent
the transitions between the assembly steps. While these models can capture the funda-
mental sequencing and conditional logic, their richness in regards of semantics, hierar-
chical organization, and most important executability is limited. One solution for this is
the use of a graphical modeling language, which is normally used to describe business
processes, the “Business Process Model and Notation.! Its semantics cover most
requirements which a designer of an instruction is faced with, like conditional sequence
flows, parallel execution, calling other process models and further more. As the under-
lying foundation for the whole instruction, a manipulation of the modeled assembly

"Business process modeling and notation in version 2, is a graphical modeling language which
creates executable models, standardized by the Object Management Group (OMG) https://www.omg.
org/spec/BPMN/2.0/About-BPMN
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Fig. 4.6 Dimensions of an instructional model for assembly and the adaptive counterparts

sequence is a first possibility for implementing adaptivity. An example of how the
structural adaptivity can be realized is explained in the context of the adaptation
strategies in Sect. 4.4.2.

2. Instruction Media. Instruction media illustrates the actions, which need to be executed
in an assembly step. Well-designed instructions allow an intuitive understanding of
what needs to be done and how [77], while badly designed ones promote confusion and
assembly errors. However, different types of instruction require different amount of
information processing by the worker to convert the instructions into actions. For
workers with lower experience levels, instructions with a lower information density
are often more suitable, like for example video sequences. Here workers, can mimic the
actions taken in the video. Images, which show the result of the assembly step take less
effort for information processing but have a higher information density and thus are
more suitable for workers with more experience. A model-driven implementation
ensures that the instruction media has a clear structure which describes which content
is referred to for each task and may even include information about adaptation options.
The latter is part of what we call adaptivity by design. During design time, possible
adaptive functionalities are modeled. With their adaptive learning objects Apoki et al.
[78] give an example for that. Since it increases the modeling effort for the instruction
designer, this can be seen critical and for this chapter, we focus on adaptivity during
run-time. However, the right choice of instruction media for the individual user is
another step for adaptive and personalized instructions.

3. Tool Integration. In many cases, various tools are needed to complete an assembly task.
This ranges from simple hand tools to more complicated external devices with digital
interfaces. These interfaces can be used to either acquire information about the assembly
process and use this information as a trigger for further actions, or to configure devices
based on the individual needs of the worker. The integration of these tools into the
assistance system can enhance the support of the worker if the parametrization is
automated and the user can focus on the task at hand and furthermore it is ensured,
that the right parameters were used for the task at hand.

4. Contextualization. A further enhancement of the instructions can be that they are
adapted to the current context and situation that the user is in. This could mean that
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an in-situ projection is used where the information is not only displayed in the field of
view of the current user but where it is projected directly onto the work piece. AR
glasses are another example of localized instructional content if the instruction is
connected to objects in the real world. For both use cases, the location to which a
piece of information belongs must be persisted in the instructional model.

5. Didactic Actions. Learning support is one of the major application areas of assembly
assistance systems. This means the didactic design of assembly instructions is of great
importance for this application [79]. While assembly instructions for consumers are
often rather intended for a one time use without the goal to learn the process, the
requirements for an assistance system are different. In most cases the goal should be to
train the worker to be able to execute the assembly without the assistance after a certain
time. Still, other requirements justify the use of the assistance system beyond the initial
learning phase. As part of the didactic concept, it might be suitable to add further work
steps and integrate them into the workflow. These steps, sometimes also called learning
interventions, can then be used to include questionnaires and quizzes into the workflow.
To be able to integrate these interventions dynamically into the execution, they must be
part of the instructional model.

6. Motivational Elements. If the assistance system should also implement motivational
enhancements, these might also be grounded in the instructional model. For example,
the annotation of experience points for each task are conceivable. If the user interface
implements gamification elements, these experience points can then be integrated into
the calculation of the overall experience and success factors.

Whenever a product is changing, it is necessary to also change the corresponding instruc-
tional model. Given the number of products in a frequently changing production environ-
ment, this can result in a high effort for maintenance. Therefore, the instructional model
should also support versioning and the management of older versions of the instruction.

Adaptation Model The adaptation model represents a data structure that provides
predefined parameters for the configuration of the adaptation strategies implemented by
the adaptation component. The parameters are used to configure the operators that are
addressed by the adaptation strategies. Since the strategies have different goals and
combinations of operators, the adaptation model must provide at least one corresponding
set of parameters for each strategy.

Parameter values can be found by conducting an adaptation design planning supported
by the morphological box (see Fig. 4.2). Parameters describe for instance, whether the
adaptation should be controlled by the system or by the user, whether it should be made
visible explicitly and when/how often it should be applied. Depending on the concrete
adaptation operators, further parameters can be suitable, for example a parameter
controlling the degree of adaptation which should be executed in one adaptation cycle.

By providing multiple sets of parameters with distinct parameter settings for each
strategy, the adaptation model could cover different contexts. This would allow the
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adaptation component to choose between different parameter sets to find the best settings
for a situation. For this purpose, the adaptation model could store additional information on
the success of the parameter sets at specific contexts, provided by the evaluation function of
the adaptation component. This information could then be used to select the best fitting
parameter set.

4,5 Algorithms for Adaptive Behavior

The adaptive behavior of an assistance system is realized by selecting and combining
suitable methods for implementing the adaptation logic inside the components of the
architecture. The cyclic process of adaptation, mentioned in Sect. 4.4.1, especially steps
two and three, are facilitated using different methods of modeling and data processing. This
section will present an overview of the methods which can be used to implement adaptive
assembly assistance and discuss their advantages and disadvantages in terms of the effort
required for implementation and the flexibility of their application.

When analyzing data from an assembly process, the first issue is finding situations that
require an adaptation of the system, i.e. identifying adaptation triggers. The first possible
trigger for an adaptation occurs when the user logs into the assistance system. In this case,
the system is restricted to the information on the individual experiences, skills, and needs of
the user specified in the user model. During the assembly, process data can be collected and
analyzed to identify more adaptation triggers. In many cases, these are accompanied by
changes in the process data, e.g. competition times or error rates. A change in the data can
indicate a change in the performance of the user, which the system can then adapt
to. However, also non-changing data can be a trigger for adaptation. If the performance
level of the user remains stable over a longer period of time or over a set amount of
repetitions, the assistance system could adapt by removing additional information that
might no longer be needed. In both cases, changing and non-changing data, methods are
needed to analyze the process data. There are several methods in all of these categories,
which can be used as tools to implement adaptivity. However, there is most likely not one
single method, which can be used to cover the whole spectrum of adaptive assembly
assistance. A combination of multiple of these methods can be used to reach a more
complex level of data-processing and allows the creation of more abstract measures like
performance- or experience levels.

4.5.1 Rule-Based Approaches

Rule-based approaches form the most basic method to implement adaptivity. The syntax of
a single rule can incorporate an If-Then-statement to define the conditional behavior of a
system in a given situation [80]. However, a single rule can only define one conditional
aspect of the system’s behavior regarding one parameter. For a more precise assessment of
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a given situation and a more advanced adaptive behavior, multiple rules can be put in a
sequence. Considering the cyclic process of adaptation, a rule-based approach can be used
to implement both, the analysis and the selection. For example, a rule-set can be used to
define experience levels in regard to completion time or error rates of the assembly
[43]. Another rule-set can then link the experience level to a corresponding type of
assistance, which is provided in this situation. The implementation of an adaptive assembly
assistance system requires expert knowledge about the process, which needs to be
incorporated into the rule-set. To formalize the rule sets, their modeling should follow a
common specification. In the field of business enterprise systems, various rule engines are
available and notations like the Decision-Model-Notation (DMN) are standardized by the
Object-Management-Group (OMG). The existing tool support for modeling the rules
allows their specification outside the assistance software architecture itself and thus
provides extendibility and maintainability.

For many industrial applications, this can still be a significant drawback, because of the
required modeling effort, which also needs expert knowledge about the whole system
architecture. Additionally, rule-based approaches are not very suitable for situations, which
require a high amount of flexibility. Because the behavior of the system is given by the
different rules, more flexibility results in a more complex set of rules which adds to the
already significant maintenance effort.

4.5.2 Methods of Machine Learning

Models allow a formal understanding of a part of the process or even the whole process.
They can either be generated prior to the operation of the assistance system, or they can
be generated during operation. Depending on the model, they can be extended and updated
with continuously gathered data, which makes them more flexible than rule-based
approaches. There are different types of models that can be used for different applications.

Regression Models Regression analysis is a statistical tool to model the relationship
between one or more independent and one dependent variable. Typically, regression
analysis is used to predict the outcome of the dependent variable or analyze the relationship
between the variables. The regression model is created by fitting a function model to a
distributed data set. To estimate the quality of the fit, different measures are available, like
the least-squares or the maximum-likelihood. This qualitative estimate of the fit is then
used as a cost function to optimize the fit of the regression model using a curve-fitting
algorithm like the Gauss-Newton or the Levenberg-Marquard. In the domain of adaptive
assembly assistance, regression models can be used to analyze and predict the time-
dependent progression of certain aspects of the process, like for example the learning
process of the worker.

When a worker starts a task which he has no prior experience in, his required completion
time decreases, as he gathers more experience. A regression model built from the process



114 H. Oestreich et al.

data can be used to analyze the learning process of the worker [81]. This also allows an
estimate of the required completion time for upcoming units, as Fig. 4.7a illustrates.
Alternatively, it would also be possible to analyze the learning process in regard to a
predefined target performance. If, for example, the learning process is not as fast as
estimated, the assistance system could provide different learning interventions to advance
the learning process. Because regression models can be built during the process using the
collected data, they are highly flexible and represent the specific aspect they are modeled
for, e.g. a specific user. The only expert knowledge required is the general model which is
used to represent the correlation. However, since regression is a statistical tool, it is only as
reliable as the data which is used for building it, which makes the model prone to errors.
This error needs to be taken into account when using these models.

Classification The second group of models that can be used are classification models.
Classification is the task of organizing data points into categories based on their attributes.
A requirement for the classification is available training data which is organized into
categories by a corresponding classification model. A classifier can then predict the
category of new data points. A popular example of this task is organizing e-mails into
“spam” and “no-spam” categories. In this case, the training data includes e-mails that are
labeled as “spam” or “no-spam”. The classification model is usually generated using
machine learning algorithms, which process the training data and build the classification
model. When the model is completely finished, the classifier can use the model to predict
the label of a new data point, i.e. classify a new mail as “spam” or “no-spam”.

In some implementations for adaptive assembly assistance, the adaptive behavior is
based on a defined performance state of the user. This performance state can be defined
using assembly completion times or error rates [4]. This can alternatively be achieved using
classification methods based on machine learning. In this case, the users working with the
assistance system can be classified into different performance levels using the same
measures. However, classification methods can also be used for a more elaborate approach
of the estimation of the user-state, which takes more aspects into account. Research has
shown that physiological data, like heart rate or skin conductivity, can be used for stress
detection and classification of the human’s emotional state [82, 83], like shown in
Fig. 4.7b.

This data can also be used to implement adaptive behavior in an assembly assistance
system [49]. Another aspect that can be used for classification is the eye-movement of the
user. This enables the detection of the user’s attention towards certain areas of the
workplace and can also be used to detect the mental state of the user or physical effects
like drowsiness [84]. Given the possibilities offered by classification algorithms, they could
potentially be used to implement more elaborate approaches of adaptive assembly assis-
tance by improving the analysis of the situation and the selection. The major drawback of
this method is the requirement for training data. As long as the training data is gathered
adaptive system behavior cannot be implemented. Additionally, the quality of the classifi-
cation also depends on the quality of the training data. Another drawback is the required
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Fig. 4.7 Example applications of methods of machine learning for adaptive assembly assistance. (a)
Regression model of a learning process with prediction. (b) Classification model for emotional state
of the user based on physiological data [82]

amount of expert knowledge. To implement a classification, there are several methods
available for supervised (KNN) and unsupervised (Artificial Neural networks, K-Means)
learning. The method selected for the implementation needs to be chosen and adjusted to
the structure of the data and the given situation. Otherwise, the quality of the classification
decreases.

Behavior Models The different input modalities of an adaptive assistance system provide
data, which can be used to assess the current situation and derive suitable adaptive
assistance. However, the individual behavior of the user during the assembly process
should also be taken into account. For example, two different users with the same
capabilities and experience might still have different work paces. Neglecting the individual
behavior of the user can lead to a false assessment of the situation. An assembly process can
be interpreted as a series of distinct tasks, like picking parts or different assembly
operations. When a worker conducts an assembly process, the series of events is put in a
unique timed sequence, which represents the behavior of the worker in the given process. If
the mental state of the worker changes due to effects like fatigue, this can also result in a
different behavior, which in turn can indicate the necessity for adaptation. In the domain of
cyber-physical production systems behavior models are often used for system diagnosis.
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With this approach, a behavior model is used to simulate the system’s behavior and
compare the simulation results with data gathered from the physical system [85]. When
there is a discrepancy between the data from the real production unit and the behavior
model, an error in the production process can be detected. The concept of this approach has
already been converted to the domain of manual assembly by Sehr et al. [81]. They use
online machine learning algorithms, to build an individual behavior model for every
worker and assembly task respectively. They also take into account the difficulties during
the modeling phase, such as the learning behavior of performance fluctuations. The learned
model is a deterministic timed automaton, which represents the different states along the
assembly process and the corresponding time constraints for every assembly step. After the
modeling phase, the model can be used to detect anomalies in the behavior of the user,
which are then used to deduce measures to adapt the system to the situation. Alternatively,
stochastic models can be used to model the behavior of the worker, e.g. hidden Markov
models. This type of model was used by Gellert et al. [86] to develop a prediction-based
assistance system. The behavior models in the example above are specialized towards one
user and one process, which means they can be used for a very individual adaptation of the
assistance system.

However, this also means that many different models are required to cover every
combination of worker and assembly process. Similar to the classification models, behavior
models also require a learning phase in which data from the process is gathered to train the
model. However, the amount of data needed is influenced by many factors like the
assembly process, the worker, the learning algorithm, and the configuration. Consequently,
the time needed to finish the model can hardly be estimated in advance.

Cognitive Architectures When thinking about adaptive assembly assistance, certain
aspects of different assembly tasks have similarities that are inherited from the fundamental
elements of assembly work, like different types of part mating operations. This leads to the
thought, that a more abstract representation of an assembly work can provide reusable
knowledge and lead to a model for adaptive assembly assistance which can be generalized
for multiple tasks. Cognitive architectures resemble the structure of human cognition. In
artificial intelligence, they provide a framework to model and process knowledge in order
to enable intelligent system behavior [87]. Popular examples for cognitive architectures
which also support a learning functionality are ACT-R, CHREST, CLARION, HTM, and
Soar [88]. In the domain of adaptive assembly assistance, cognitive architectures can be
used to hold and process knowledge about the assembly process as well as contextual
background knowledge about assembly work. In this case, cognitive architectures can be
used for situation detection and the selection of adaptive measures. Cognitive architectures
have already been applied in the domain of adaptive assembly assistance [55]. In this work,
the Soar architecture was used to combine different assistance goals and knowledge types
to provide situation-aware assembly assistance. Similarly, Bannat et al. [42] propose a
cognitive assistant, which operates similarly to a cognitive architecture, but has a different
structure. Cognitive architectures represent a more holistic approach towards adaptive
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assembly assistance because they are able to incorporate more aspects into the decision-
making progress than simpler models, by adding more knowledge to them. Since the
knowledge representation is more abstract, it can be transferred to multiple assembly
processes, which increases the flexibility and therefore the usability in an industrial
application. However, the knowledge needed for the functionality of the system must be
formulated using the architectures’ unique syntax. This involves a great effort for the
implementation.

4,5.3 Suitable Adaptation Algorithms for the Scenarios

The uniqueness of each user and the variety of different assembly tasks make adaptive
assembly assistance a very challenging encounter. The methods used to implement the
adaptive behavior of the system need to be selected according to the available process data
and the scenario the adaptive assistance system in used for. In Sect. 4.3, three exemplary
applications for adaptive assembly assistance were presented. Hereafter, each of the three
scenarios will be analyzed to select methods, which can possibly be used to implement
adaptive assembly assistance.

Learning Support Multiple repetitions of the same task help the worker to get more
familiar with the task. Consequently, the user memorizes more assembly steps and thus
requires less time to complete the task. As a measure for adaptive assembly assistance, the
provided information can be reduced as the learning process continues. Additionally, the
learning process can be interrupted by learning-interventions, which help to ensure impor-
tant milestones in the learning process. In both cases, it is necessary to identify the progress
of the learning process. Kolz et al. [89] used a rule-based approach to define three states
along the learning process. In this case, predefined thresholds for completion times
determine the user’s performance. Another approach is presented by Sehr et al. [81]
where a regression model is used to analyze the learning process of the user. The result
of such an analysis could possibly also be used with a cognitive architecture, to achieve a
more wholesome assessment of the situation.

Performance Support In this scenario the user is already well experienced and familiar
with the task. Still the performance of the worker can change due to a lack of concentration
or external distractions. In this case, the assistance system should detect changes in the
user’s behavior and adapt accordingly. However, a precise adaptation depends on the
correct identification of the underlying effect, that caused the change. A rule based
approach targeting e.g. the rate of errors during the assembly process [4] is relatively
easy to implement but has limited capabilities in analyzing the causative effects. In some
cases, the user might only have issues with a particular step rather than the whole assembly
process. To identify the situation more precisely, behavior models can be used. This allows
targeting the adaptive behavior towards the particular assembly step, which the user has
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problems with, e.g. by giving additional information only during this step. A change of the
user’s performance can also be induced by stress. An individual classification model can
identify a rising stress level. This information could then be used to trigger adaptive
measures to counteract this effect.

Ergonomic Support This scenario concerns users with individual physical or cognitive
conditions, which limit their performance, like a reduced eyesight. Often, the most efficient
solution is allowing the user to reconfigure interactions with the assistance system,
e.g. changing the font size of instructions or changing provided error-feedback from visual
to auditory [65]. The preferred settings for each user can then be implemented when a user
logs in. This functionality can be modeled using a rule-set, in which the user can define his
preferences.

4.6 Summary and Conclusion

This chapter gives an overview of adaptive assistance system architecture and starts by
presenting a guideline for designing adaptive assistance systems. Afterwards, three
scenarios are described to open up a design space of adaptive solutions and illustrate it
with real-world scenarios. The main contribution is located in Sect. 4.4, where we present a
reference architecture for adaptive assistance systems. We identify the building blocks such
a system needs and describe how these components can be implemented. By abstracting
from a concrete assistance system implementation, we describe which alternative solutions
can be chosen for the individual parts and present several tools and methods for their
realization.

Referring back to the requirements formulated in the introduction, the presented archi-
tecture helps to guide workers through complex work processes (1). If the adaptation is
designed with the help of the morphological box, the goal of the adaptive system is to
reduce cognitive load (2) by individualizing the instructions based on the current experi-
ence and skill level of the worker (3). Further, the adaptive functionalities allow the support
of different groups of workers (4) through giving personalized assistance for a number of
different situations (5), which are automatically detected by the situation detection compo-
nent. Another highlight of the reference architecture is the abstraction of specific interfaces
for in and output which supports the implementation of any desired modalities (6) and does
not limit the assistance system to certain in- and output devices.

While the research about adaptive assistance systems for the shop floor is still rather
sparse, they will probably play an important role in the future of industrial user interfaces.
A key question that remains is whether adaptivity pays off in regard to business goals and
economics. Focused learning support might slow down a user in the first place, but we
argue that in the long run, a qualified, sustainable training will also be beneficial for the
companies. Still, the current goals of adaptivity in a system might be conflicting with



4 Human-Centered Adaptive Assistance Systems for the Shop Floor 119

current business goals and success will only be visible if the right key performance
indicators are observed.

The use of adaptive functionalities will have different consequences for different
stakeholders: For the developers of the system, adaptivity requires more complex
architectures and it increases the effort to build a stable system that offers a good user
experience. Still, the requirements help to generalize functionalities of the system and
improve the versatility of the finished software product. The users profit from the
possibilities of personalized performance support, an enhanced human-machine-interac-
tion, and better learning support. The assistance should motivate the workers to qualify
themselves for a broader spectrum of tasks and help to reduce the cognitive load in complex
assembly situations. From a manager’s perspective, the systems can be beneficial if they
are integrated into the workstations in the assembly lines because they can reduce error
rates, improve quality and enhance traceability. Furthermore, they allow flexible schedul-
ing of staff to assembly stations, since even untrained workers can be integrated into the
production. Thus, from a business perspective, the introduction of adaptive assistance can
be beneficial in the long run.

Considering the user acceptance of the systems, it is crucial to follow a human-centered
approach. Our guideline for designing the adaptivity in the form of a morphological box
helps to keep the user in focus. While adaptivity can increase the autonomy of a system
itself, it largely depends on its concrete design, whether the autonomy of the user is
enhanced or limited by the adaptivity. This is why we included the aspects of automation,
control, and visibility of adaptivity in our design guideline. Interdisciplinary research with
disciplines like psychology and sociology can enhance the development, introduction, and
acceptance of these systems. This ensures that the workers’ autonomy is preserved and
helps to design systems where users feel treated fairly and understand why an adaptation
has been made or at least been offered.

Our contribution in this chapter presents a rather conceptual approach and lacks
evidence of a concrete implementation and evaluation. While we tried to give implementa-
tion options for some of the components, an overall implementation concept would help to
understand how to realize an adaptive assistance system as a whole. The concepts of the
reference architecture arise from the experience from various research projects and assis-
tance system implementations which realize the presented approach at least to some extent.
An ideal assistance system would be capable of combining real-time interventions,
personalized parametrization and long-term adaptations.

We also did not elaborate on the topic of deployment and operation of the assistance
system instances. In larger companies, the assistance systems might be deployed for
various workstations and eventually with requirements for interconnecting the individual
instances. Furthermore, the realization of an assistance platform with physical or cloud
provisioning holds many interesting research questions from a software engineering
perspective. In this context, the topics of data protection and privacy in those systems are
also very relevant (see [90] for details). Adaptive functionalities can only work if data about
the user is gathered and analyzed. It is important to control the access to this data and to
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ensure that the goal of these systems is not the observation of the users in the first place.
Still, whenever possible, data should be anonymized and it should be possible for the user
to access his/her personal data at any time and to have the right to delete it when requested.
Since European and especially German data protection and privacy laws are very strict,
they have to be respected in the development process. But close cooperation with
employees, unions, and all stakeholders during the development and introduction phases
in a company can help to reduce fear and rejection.

Summarizing the contribution, the design guideline, the reference architecture, and the
presented selection of algorithms open up the space for discussions regarding the overall
approach and implementation options for the individual components of the architecture.
The emphasis of the integrated, automated evaluation of the adaptations ensures that the
technical implementation always keeps a human-centered focus.
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Abstract

Interactive assistance systems have shown to be useful in various industrial settings, in
particular those involving human labor like manual assembly of workpieces. Current
systems support workers based on different technologies like projection-based aug-
mented reality, hand or tool tracking or automated inspections using computer vision
techniques. While these technologies help to increase product quality significantly,
existing solutions are not able to monitor the entire process, which makes it difficult
to detect process errors.

In this paper, we present a deep-learning based approach for continuous on-the-fly
quality control within an interactive assistance system. By using labeled video data of an
assembly process, a model can be trained that automatically recognizes and
distinguishes single actions and thus control the sequence of subsequent work pro-
cesses. By integrating the system into the interactive assistance systems, users are made

aware on any process errors.
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Besides presenting the concept and implementation of our deep-learning integration
into the assistance system, we describe the created industrial assembly-oriented dataset
and present the results from our technical evaluation that shows the potential of applying
deep-learning methods into interactive assistance systems.

CCS Concepts: * Human-centered computing — Interactive systems and tools;
Gestural input; * Computing methodologies — Computer vision

Keywords

Action detection - Assistance system - Quality control - Deep learning - Artificial
Intelligence

5.1 Introduction

Companies have automated their production processes throughout the past industrial
revolutions, thus increasing their efficiency [1, 2]. But this is mostly the case for “off-
the-shelf” products, which contrasts the trend we can observe nowadays, where consumers
value customization of products [3, 4]. This is often not easily achievable since factories are
optimized to produce, at most, few variations of a product. Interactive assistance systems
have shown to fill that gap in regard to manual assembly. Workers receive instructions from
the assistance system and are able to assemble a wide variety of products [5-9]. They also
allow untrained personnel and people with disabilities to perform assembly work by
making the assembly task more feasible [10—12]. Assistance systems have been improved
with various techniques, like the use of tool detection [13], workflow prediction [8] and
optical [14, 15] or pick-by-light [16] picking detection.

Some assistance systems apply Computer Vision (CV) methods to verify a correct
assembly result based on images [17, 18]. But in cases of irreversible operations,
e.g. fixing a component using a press, a mistake may mean the disposal of the whole
workpiece. To avoid such mistakes, one could detect the worker’s actions to detect if steps
were skipped in the assembly. A task that is not easily achievable using classic CV
methods, but can be tackled by applying Machine Learning (ML) methods.

We suggest the use of action detection, based on Deep Learning (DL), to automatically
detect the actions executed by a worker. The field of ML, and DL in particular, has received
a lot of attention over the last decades and has shown to perform well in various tasks,
among them action and gesture recognition [19-22].

Through this implicit interaction [23, 24] we provide automatic progression of
instructions and quality assurance by notifying users of mistakes. The automatic progres-
sion of instructions is useful due to the common problem that users are bored or even
annoyed by instructions after they have learned the task [25]. Nevertheless, mistakes
sometimes occur and for this, the quality assurance is always running and checks for
mistakes. Based on the literature, we selected an architecture to use and trained it on a new
dataset, which shows a exemplary assembly task.
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This work has two main contributions:

1. A concept and prototypical implementation of an interactive assistance system with
DL-based action detection capabilities.

2. The evaluation of the interactive assistance systems with with DL-based action detec-
tion capa- bilities in terms of detection performance.

The detection of individual user actions brings two potential benefits for future assistance
systems: First, the work state can automatically be recognized by the system, which allows
to show state-dependent information without explicit user interaction. Second, Quality
Control (QC) can be improved through the “on-the-fly” detection of mistakes during work.

This paper is organized as follows: we begin by introducing other related work where
action detection was applied in interactive systems (Sect. 5.2). Afterwards we briefly
discuss our concept in Sect. 5.3 before presenting our dataset (Sect. 5.4). Then we present
the selected ML system and go into details of our implementation in Sect. 5.5. Finally, we
talk about our evaluation approach and the results (Sect. 5.6) before con- cluding the work
with the limitations (Sect. 5.7) and pointing out potential directions for future research
(Sect. 5.8).

5.2 Related Work

In this section we introduce other works in the field of Human-Computer Interaction (HCI)
that make use of action detection, for different tasks, and briefly present their applied
methods if available. We understand actions as goal oriented movements which either
cause an effect on the environment (e.g. tightening a screw) or are performed only for the
sake of the movement itself (e.g. sports), according to Jensenius [26].

Wang et al. [27] also apply a Convolutional Neural Network (CNN)-based method to
determine the action classes of an industrial assembly. The data they use is the skeletal
information based on the depth data from a Kinect camera. Based on this skeletal informa-
tion they calculate distance and angle matrices that they feed into a CNN. In contrast, we
process the raw RGB data in a fully convolutional Neural Network (NN) to perform the
detection, without any additional feature extraction or skeletal detection.

Ni et al. [28] presents a lightweight approach based on hand trajectories to detect
packaging actions. They search for topological structures in the trajectories, followed by
a clustering and finally a gradient descent to detect the main representations for each
cluster. After training, they execute a fine-tuning step which improves the parameters
and makes the detection more precise. They have tested their approach based on a separated
test dataset and show good performance, given the five different actions for the
packaging task.

The system of Jeanne et al. [29] recognizes a user’s movement in a Virtual Reality
environment using a motion capturing system. It calculates the error between the user’s
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gesture execution and an expert’s prerecorded execution using dynamic time warping,
which calculates the difference between the executions. The calculation is based on
different criteria (e.g. speed and orientation) and compares the measurements to the expert
examples. After each iteration, the participants were shown their errors to allow improve-
ment. In a study, they show positive effects when training participants using the system.

In the work of Choi et al. [30], they implement a real time multi person tracker for five
full-body actions: walking, running, sitting, standing and falling. To track people, they
apply a modified version of the Mixture of Gaussians (MoG) algorithm, using weighted
combinations of Gaussian distributions to segment persons in an image and allowing real
time performance due to its fast computation speed. The result of the MoG was used to
create motion history images, which summarize the movement over several images into a
single image. Using the motion history image, an Multi Layer Perceptron (MLP) was
trained to recognize the five action classes. With the MoG multiple people could be
recognized and the action tracking could be applied to each person individually.

In the context of pick and place tasks Bovo et al. [31] present an approach that uses a
combination of hand and gaze position to detect assembly errors with an accuracy of 97%.
They modeled assembly steps as a retrieve-assembly pair and defined a manufacturing
procedure as an (ordered) list of these steps. They fed this information into an Long Short
Term Memory (LSTM) network to predict the pick/place location and to compare this with
the correct action for the respective step.

Another work in this context was published by Fullen et al. [32]. Their focus was to
compare different ML algorithms in their recognition performance and speed. Fullen et al.
[32] evaluated various classical ML algorithms, e.g. Support Vector Machine (SVM) or a
random forest classifier, in their ability to recognize user actions. The perceptron was the
only NN model in the evaluation, without specifying more details about it. The dataset
consisted of 3 dimensional hand coordinates for 408 steps, which were used to train the
classifier. In the dataset, 2 action classes (pick and place) were used, which were evenly
distributed during the full assembly (4 picks and 4 places). Their data was pre-processed to
speed up the algorithm and increase inference performance. Due to the use of classical ML
algorithms, their approach had a fast inference time. As opposed to their work, we focus on
DL-based methods, which are able to generalize better and solve more complex tasks [33,
p. 155].

Finally, there is also the large number of industrial and commercial applications on
movement based interactions. Probably the best known device nowadays, that makes use
gestures, is the Microsoft HoloLens.! It has been the centerpiece of a number of
publications [34, 35], including industrial contexts [36, 37]. Examples for commercially
available systems which make use of interactions, but not DL for their processes, are
ARKITE HIM” or Schlauer Klaus.’

"https://www.microsoft.com/en-us/hololens
2https://arkite.n]

3 https://www.optimum-gmbh.de
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5.3 Concept

The aim of this work is to develop an assistance system prototype with action detection
capabilities and to perform a technical evaluation of this proof-of-concept implementation,
to examine the potential of action recognition for implicit interactions, such as on-the-fly
quality assurance applications.

The development includes the selection of an appropriate DL-based action detection
system to recognize actions (which we refer to as Action detection system (Ac-Det-Sys)),
selecting or creating an appropriate dataset and implementing these capabilities into an
assistance system.

5.3.1 Overall Architecture

In the standard workflow, shown in Fig. 5.1, a camera captures the working area from
above. These images are forwarded to the Ac-Det-Sys, which performs a pre-processing
before the data is given to the NN for action detection. After actions are detected, they are
post-processed before they are transmitted to the assistance system to generate instructions.
The instructions are either the standard assembly instructions or an error message in case of
mistakes during the assembly. Instructions will be displayed using either in-situ projections
in the working area or an additional display.

5.3.2 Assistance System

The assistance system is based on an existing workbench, which resembles a standard
manual assembly workplace (cf. e.g. [38, 39], see Fig. 5.2).

Based on the information received from the Ac-Det-Sys the instructions, shown to the
user, automatically progress when the correct action is executed. When the Ac-Det-Sys
detects any discrepancies between the expected and the detected action, it informs the user
of this and asks the user to reverse the last action. We assume the assembly task to be a
strictly linear sequence of actions allowing no variation in the execution order.

Assistance System

Ac-Det-Sys —'I"l Generate instructions ]—‘)I Generate user interface }—"'—Pl[ Display

Fig. 5.1 The basic workflow of the complete system. The camera captures images and forwards
them to the Ac-Det-Sys, where action predictions are created. The action predictions are then given to
the assistance system, which uses them to generate instructions. Finally, a user interface that is
displayed
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Fig. 5.2 The workbench mockup used as a base for the assistance system (left) and a close up of the
camera at the bottom and projector at the top (right)

54 Dataset

To the best of the authors knowledge, no publicly available datasets for industrial assembly
tasks exist (cf. [27, p. 2]). Therefore, a new assembly task was designed and a dataset was
captured to train the NNs. The dataset is described below. It was captured and labeled using
self-written software.

In the designed assembly task six components (see Fig. 5.3a—f) are combined to form
and package a shower head (Fig. 5.3g). Some components have alternative versions to
promote generalization beyond a specific component. The task consists of 13 steps with the
six actions: pick, insert, fasten, connect, putln and closeBag.

_-Nm
® “

Fig. 5.3 (a—f) Show the components used in the assembly task and (g) shows the fully assembled
workpiece. (a) Hose, (b) Nut, (¢) Connector, (d) Shower head, (e) Bag, (f) Paper

(g)
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Fig. 5.4 Series of frames that show the pick, insert, fasten, connect, putln and closeBag actions. The
numbers below the frames depict the frame’s position relative to the action start

One assembly consists of the following actions: 6 picks, 2 inserts, 1 fastening,
1 connecting, 2 putln and 1 closeBag.

The dataset is recorded with the focus on being as authentic as possible, therefore the
assemblies are executed as normally done, not considering the Ac-Det-Sys. Examples of
the clips are shown in Fig. 5.4.

Pick. The most common step during the assembly is picking items from boxes at various
coordinates. The picking action does not distinguish between the picked object, therefore
picking from different boxes is always considered to be the same action.

Insert. Inserting actions always involves two objects, either a hose and a connector or a
hose and a nut. The hose is either inserted into the nut, or it is attached to the connector.
Since the motion is similar in both instances, the two executions are treated as the same
action.

Fasten. After both the connector and nut are combined with the hose, the components
are fastened, which is performed by repeatedly tightening the threads of the nut and the
connector.

Connect. This action involves the shower head and the connector, which are moved
towards each other and are connected to form the final shower head.

putln. During a putln action, an object is put into a transparent bag, to simulate the
packaging process. It’s either the assembled shower head or one of the three colored papers.
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Table 5.1 Details about the recorded actions like the total number of instances, the mean duration of
the clips and standard deviation in frames per action (fpa)

Action Instances Frame total Mean duration Std. dev. duration
Pick 3138 93055 29.7 fpa 11.1 fpa
Insert 1094 62513 57.1 fpa 40.0 fpa
Fasten 568 75852 133.5 fpa 39.0 fpa
Connect 528 22644 42.5 fpa 15.7 fpa
putln 1042 67650 64.9 fpa 37.4 fpa
CloseBag 548 52680 96.1 fpa 66.7 fpa

CloseBag. closeBag is the final action and involves the use of both hands to close the
bag, usually by either lifting the bag and sliding the fingers across the zip or by putting the
bag flat on the workbench and pressing against the zip mechanism.

Dataset Details. The videos for the dataset were recorded at two different locations
(Japan and Germany), using a similar setup and recording the same assembly task.

In total 12 volunteers were recorded executing 521 full assemblies of the workpiece,
with 381 videos showing participant P; and the other 140 videos distributed between the
other 11 volunteers.* For actions that have shown to be difficult to recognize, additional
videos were captured that show only these specific actions, these videos make up 25 addi-
tional recordings performed by P;. In 195 (of the in total 546) instances, a Kinect v2 with a
resolution of 640 x 360 px was used to capture the videos. The other 351 videos were
recorded with an Intel RealSense D415 and a resolution of 848 x 480 px. Both cameras
recorded with 30 frames per second.

The total number of clips per action as well as detailed information about them can be
found in Table 5.1. In total, 6918 action and 7459 no action instances were recorded. It can
be seen that the majority of actions are picking actions, since these make up half of the
assembly task.

The videos of the dataset are randomly split into a training, validation and test set with
probabilities 0.7, 0.2 and 0.1. The distribution of the actions inside the datasets is approxi-
mately the same for all datasets and the videos of the different locations are also distributed
fairly across the training, validation, and test sets.

5.5 Implementation

We begin with a description of the relevant hardware before continuing with the required
software and libraries. Then we describe the Ac-Det-Sys we selected and conclude with the
implementation details for the NN training and the assistance system.

“*Due to organisational reasons the majority of videos captured participant P;. This is non-optimal and
the videos should be more equally distributed between all participants.
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5.5.1 Hardware

The hardware has two main components: a computer and a workbench, which is equipped
with a projector and a camera. The computer can be used to train the NN and run the
Ac-Det-Sys, as well as the assistance system, in our case we trained on a separate computer.
The workbench’s periphery is connected to the computer to display the instructions
provided by the assistance system.

The training was done on a tower PC equipped with an Nvidia GTX1080, with 8 GB
VRAM and runs an Ubuntu 16.04.6 LTS. The final assistance system used an Nvidia
GTX1060 with 6GB VRAM, also running an Ubuntu 16.04.6 LTS. The capture software
could handle either a Kinect 2 camera or an Intel RealSense D415 camera as input.

The assistance system is based on an existing workbench mockup (see Fig. 5.7), which
represents a common assembly workplace in the industry and is equipped with an Intel
RealSense D415 RGB-D camera and a projector. Additionally, a monitor is connected as
an alternative display which can be used, based on the user’s preference.

5.5.2 Software

To realize the assistance system, various software needed to be written. This included tools
to capture and label the dataset, as well as the actual implementation of the Ac-Det-Sys and
the assistance system.

Since the capture and label tools can be developed as preferred, as long as the results are
formatted according to Kopiiklii et al. [21], we exclude these tools from discussion.
Therefore we begin with the Ac-Det-Sys implementation, which is based on the code
provided by Kopiiklii et al. [21].° Aspects of the code, e.g. the training procedure, were
modified and are also discussed below. The used libraries are: OpenCV (4.1.2), Pillow
(6.2.0), PyTorch (1.3.0), hSpy (2.10.0), PyRealSense (2.32.1.12.99), PyLibFreenect (pre-
sumably 0.1.2), Nvidia CUDA (10.1.243).

All software is written in, or has been modified to be compatible with, Python 3.6 except
the PyLibFreenect library [40]. PyLibFreenect was used in an earlier version of the
capturing software and is only supported until Python 3.5.

5.5.2.1 Machine Learning System
The architecture we uses was developed by Kopiiklii et al. [21] and is based on two NN to
execute real-time gesture detection.

In contrast to an offline approach, where the NN evaluates a full dataset without any
time constraints, this architecture specializes on real time data. There are certain difficulties
associated with processing real-time data, like lacking the information that a gesture has

3 https://github.com/ahmetgunduz/Real-time-GesRec
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started or ended. In addition, it is unknown whether or not it was a unique execution, which
potentially results in duplicate detections of a single gesture, or action. To tackle this
problem, Kopiiklii et al. [21] developed a detector-classifier architecture with a fast and
lightweight detector NN and a deep and powerful classifier NN. The detector decides
whether or not a gesture is occurring and acts as a switch to turn on the classifier, which
then recognizes which class this gesture belongs to, differentiating between the trained
gesture classes. The number of frames fed into the detector and classifier differs, with the
detector receiving less frames than the classifier. The frames given to the two models
overlap, as shown in Fig. 5.5.

classifielzr queue (m)

Time

.ﬂ-

detector queu'e (n)
——

Video Stream

i

Sliding windows

X Detector

" 3
" °
n Gesture detected No gesture %
g
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2
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g
A4
Single-time
Activation

Fig. 5.5 The architecture used in [21]. The detector receives n frames (the detector queue) and
decides whether or not a gesture occurred, turning on the classifier, which receives m frames (the
classifier queue), to recognize which gesture it was, or continuing with the next frame. After a gesture
was recognized by the classifier, a post-processing is applied to guarantee single-time activation,
eliminating duplicate predictions
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Fig. 5.6 The (a) ResNet and (b) ResNeXt blocks used in the detector and classifier architectures of
[21]. In (¢), number of feature channels is defined as F and the number of blocks in the corresponding
layers are named N

Detector. The detector has to distinguish two classes: gesture and no gesture and based
on this result, it turns on the classifier network. The overall accuracy of the system highly
depends on the accuracy of the detector, since every False Positive (FP) or False Negative
(FN) of the detector automatically results in an error in the classifier. Therefore the
detection needs to be robust, lightweight and accurate. To make the detector lightweight,
and therefore fast, it runs on fewer frames than the classifier and is based on an NN with
fewer parameters, which, in turn, speeds up calculations. To reduce the number of FPs and
FNs in the detector and make it more robust, it is trained using a weighted Cross-Entropy
(CE) loss. The weighted CE loss applies weights on the loss outputs, which are multiplied
on the regular CE output. A weight greater than 1 causes the loss for a class to be amplified.
This forces the model to focus more on recognizing this class correctly, increasing the
recall. Kopiiklii et al. [21] weighted no gesture and gesture with 3 and 1, respectively. By
doing so, they force the training process to put more emphasis on recognizing when no
gesture occurs (precision), rather than recognizing gestures correctly (recall). The class
weights for the CE have been chosen empirically, according to [21].

The detectors’ architecture is based on ResNet blocks (see Fig. 5.6a), which have a very
small feature size in each layer. This causes the network to have approx. 900k parameters,
thus making it small and fast. For comparison, YOLOvV3 [41], a state of the art object
detection architecture for images (2D data), has approximately 62 M parameters [42].

ResNet [43] stands for Residual Networks and is based on the use of skip connections.
Skip connections are identity mappings of the input which are added on the results of the
nonlinear function F(x), e.g. the output of a convolution operation. This result is of the form

y=F(x) +x
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with 7 (x) a nonlinear function, x the layer input and y the layer output. Implementing this
operation in NN layers has shown to improve training, allowing to design deeper networks.
Deeper networks, in turn, have shown to learn more advanced features [43—45].

The ResNet architecture is usually used for image classification tasks and runs on 2D
images. To run action recognition tasks, on videos, the architecture had to be modified, to
be able to process them. This modification meant to transform all 2D convolutional layers
to 3D layers, introducing a large number of parameters to the detector network. Despite this
adaptation the underlying architecture still works in the same way, but now requires more
training data compared to its 2D counterpart.

Classifier. The classifier, used to differentiate between the different gesture classes, was
tested using two different architectures[21]. The C3D architecture by Tran et al. [46] and
the ResNeXt architecture by Xie et al. [47]. They demonstrated better performance using
the ResNeXt architecture, therefore it will be the main focus of discussion.

The ResNeXt architecture is adapted to work on 3 dimensional input data, like the
ResNet architecture for the detector. In the case of ResNeXt, the number of trainable
parameters has increased to approximately 47.5M, which demanded measures to ensure
stable training. To tackle this issue, Kopiiklii et al. [21] use the Jester dataset [48] to pretrain
their model, before training on the actual dataset.

The ResNeXt architecture challenged the common belief that “deeper is better” [43-45]
by introducing a new dimension, called cardinality.

Cardinality is the number of operations that are executed in parallel. In the case of [47]:
applying a bottleneck architecture [43] (see Fig. 5.6b) on the data which scales down the
images into a lower dimension and then scales them back up for the output. The operation
can be chosen freely, but the same operation is applied in a single block. Where a block is
defined as

C
F) =Y ()
i=1

with t; (x) an arbitrary function, in the case of [47] it is the bottleneck architecture from
[43], x an input vector and C the cardinality, which defines the number of transformations.
As shown in Fig. 5.6, the operations per block are defined by the size of the group, 32 in
this case.

Xie et al. [47] show in their experiments that increasing the cardinality proved more
effective in performance than making the network deeper or the layers wider. The ResNeXt
architecture is based on ResNet, from which they adopted the idea of skip connections as
well as the bottleneck architecture.

The two NNs Kopiiklii et al. [21] used are called “detector”, a fast and lightweight
architecture, and ‘“classifier”, a deep and sophisticated architecture, and solve different
recognition problems. The detector recognizes whether or not a gesture is currently
occurring and, depending on this, turns on the classifier which then recognized exactly
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which gesture it was. The NNs that are used for the detector and classifier are freely
selectable. In their evaluations, they tested the C3D architecture [46] and the ResNeXt
architecture [47] for the classifier. For the detector, they used a lightweight ResNet
network.

Their approach performed well on two hand gesture datasets, with accuracy ratings of
91.04% on the nvGesture dataset [49] and 77.39% on the EgoGesture dataset [50], for their
overall architecture. Due to this good performance, as well as its real-time capable
architecture, it was selected for this work.

Modifications. To better fit the task at hand, small modifications have been made to the
training and pre-processing steps of the system, but the detector and classifier architecture
have been left as is.

First, we implemented a custom dataloader, adapted from the dataloaders provided by
Kopiiklii et al. [21], for our dataset. Second, we modified the pre-processing by adding a
temporal random skip and removing the leftmost and rightmost parts of the captured image.
Cropping the image was done to reduce the amount of unnecessary information as the sides
of a workbench are usually unused or, at most, rarely used.

The temporal transform (modification of the time-series information) has been extended
with a frame skip of random size to simulate potential lag during the real-time operation.

5.5.2.2 Model Generation
The model generation is automated and different settings were tested throughout the
procedure. Before training on the actual dataset, a pre-training was executed using the
jester dataset [48]. After the actual training was completed, the final performance of the
models was evaluated on the test dataset. The varied settings were the application of
weighting on the action classes and also the variation of Nesterov momentum and damp-
ening, which are mutually exclusive in PyTorch.® All other settings were left to standard as
given in the code of [21].

This procedure is applied during both detector and classifier training and is repeated five
times to compensate for randomness in the training. The best model, based on the test
performance, was used in the assistance system.

5.5.2.3 Assistance System
The assistance system is based on the workbench mockup shown in Fig. 5.7 and the
software running on the computer, including the Ac-Det-Sys.

The assistance system can run two modes: continuous display of instructions with
automatic forwarding when actions are correctly executed; and a background task continu-
ously performing the quality assurance based on the action detection.

®See https://github.com/pytorch/pytorch/blob/master/torch/optim/sgd.py#L.67
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Fig. 5.7 The user interface for the in-situ projection (left) and instructions displayed on an additional
display (right)

Both modes can be used for quality assurance, since instructions are only forwarded if
the correct action is executed. Otherwise an error message is displayed, asking to reverse
the last action.

The Ac-Det-Sys runs the best performing NNs, based on the automated training, to
predict actions and uses the same pre-processing as applied during validation in the training
process. The predictions by the Ac-Det-Sys are compared against the expected step, which
is stored in a step counter, to select the appropriate visualization for the user. If the user
didn’t execute the correct action, an error message is displayed. This process runs continu-
ously until the assembly is completed.

The post-processing is based on a simplified version of the single time activation
process described in [21]. The main difference between Kopiiklii et al. [21] and our
implementation is the recognition of early detections, which was not relevant for our
purposes.

The instructions can either be displayed directly on the working area (in-situ) or on an
external monitor, based on the user’s preference (see Fig. 5.7).

Since the assembly is assumed to be strictly linear the steps must be performed in the
predefined order stored in the assistance system. Assuming a wrong action has been
executed, the user is shown an error message and asked to reverse the action and confirm
the reversal. This is necessary, because the Ac-Det-Sys is not able to detect the reversal of
actions.

5.6 Evaluation

To evaluate the assistance system we performed a technical evaluation, with the purpose of
measuring the objective performance of the assistance system. First, we will outline the
applied method before presenting and discussing the results.
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5.6.1 Method

The NNs were trained using the previously described automatic training. We selected the
best performing detector and classifier to run in the assistance system. The detector was
trained using Nesterov momentum of 0.9 and a weighting of 1:3 for action and no action.
The classifier was trained with a dampening of 0.9 and a weighting of 1:2:2:1:1:1 between
the action classes.

To evaluate the assistance system, we ran the in-situ assistance mode and asked the
participant to follow its instructions to assemble the workpiece. The person executing the
assembly was participant P; (see section Dataset). We recorded 41 assemblies, including
video, timestamps and confidence values for the predicted actions and later create Ground
Truth (GT) labels used for evaluation.

The applied metric is the mean Average Precision (mAP), following the instructions for
the THUMOS challenge [51, p. 20f], and is used to evaluate the system as a whole, rather
than the individual NNs. We also calculated the Area-under-curve (AUC) for the
interpolated precision-recall curve as an additional metric, since it considers the total
number of FPs and FNs.

The assembly process and the evaluation follow these rules:

* The assembly is executed 41 times, without knowledge of prediction confidences or the
recognized classes (no debug information) and is executed in the predefined order.

* Whenever an action is not recognized by the assistance system, the action is reversed
after waiting for a brief moment.

» This is repeated until the assistance system correctly recognizes the action or detects ten
mistakes.

» After ten mistakes, the assistance system automatically proceeds to the next assembly
step (preventing infinite runs).

» If the assistance system proceeds to the next assembly step during a reversal, the
previous action is shown manually and done once more to allow the subsequent
assembly steps.

* The assistance system automatically records the assemblies and logs the predicted
action. The logs show for each frame which action was predicted or if no action was
predicted.

* The logfiles are then compared to the manually created GT to calculate their overlap.

5.6.2 Results

The Average Precision (AP) results, for the different actions as well as the AUC results are
shown in Table 5.2. To calculate the mAP we therefore used
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Table 5.2 Area-under-curves and average precisions for the different action classes. Calculated with
an overlap threshold of 50% and 40%

Action class Pick Insert Fasten Connect putln closeBag Mean
AUC@50 0.23 0.14 0.68 0.53 0.6 0.16 0.39
AUC@40 0.56 0.20 0.74 0.66 0.71 0.47 0.56

AP@50 0.55 0.50 0.78 0.57 0.84 0.38 0.60
AP@40 0.79 0.61 0.78 0.64 0.87 0.74 0.74
n
> (P(k) x rel(k))

AP (¢) =¥
S rel(k)

=~

C
1
mAP = ;AP(C)

where ¢ € C are the classes, P (k) is the precision cut-off for entry k and rel (k) is 1 if k is a
True
Positive (TP) and O otherwise. And to calculate the AUC the following is used:

pinterp(r) = Hlaxp(r)

r>r

1
AP:Apinterp(r) dr

with pjerp the interpolated precision at each recall, taking the maximum precision for
recalls greater than r . The precision-recall curves used to calculate the AUC@0.5 are
shown in Fig. 5.8. As can be seen in both, some actions are more difficult to detect than
others, highlighting the fasten action as one of the easiest to detect and the insert action as
one of the most difficult. Summarizing all the AP values for the actions, we have a total
mAP of 0.60 for the evaluation. The values for the AUC calculation are lower due to their
more strict consideration of FPs and FNs. Further we present the best performed run in
Fig. 5.9. It shows the color-coded actions on a timeline, with the actual GT above them.
The classification as TP, FP or FN is indicated above the actions by the circles and crosses
in either the “Negatives” or “Positives” row. It is important to note that the instructions may
have been forwarded in cases where the metric shows a FP and still be correct, due to the
overlap being lower than 50%.
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Fig. 5.9 The best performed run, visualized on a timeline. Red crosses indicate errors (either FP or
FN), whereas green circles indicate correct detections (TP). (TP etc. calculated using 50% overlap)

5.6.3 Discussion

The results indicate that a reasonable starting level of detection is achieved using an out-of-
the-box Ac-Det-Sys and applying it to our new dataset.

The performance of the insert action is lower than the other actions, which raises the
concern that it was the wrong decision to summarize the two actions together in a single
class. Based on the results we believe the recognition would have improved if the NN had
been trained to differentiate between the classes.

On the other end, the fasten action was detected almost best, raising the question why
that is the case, since it is the action which is, on average, the longest. This is potentially
caused by the repeating motion which allowed the NN to learn very simple movement
compared to other tasks.

Most surprising is the performance of the pick action which, despite roughly three times
more training instances, performed below average in detection (AP@50 and AUC@50).

Despite the seemingly bad performance of the system, based on the evaluation results,
the subjective performance for the assembly worker is better. Since classification in the
evaluation is based on the rules of the THUMOS challenge (the common 50% intersection-
over-union threshold), some actions are classified as FP even though they actually weren’t.
This can be seen in Fig. 5.9 where the user did not need to repeat a single action, but the
evaluation considered 2 of the 13 actions as mistakes. We therefore calculated another
mAP result with an overlap of 40%, which is the highest overlap before actions are
mistakenly classified as FP in the best performed run. With this overlap we have an
mAP of 0.74 (compared to 0.60 with 50% overlap) and the APs shown in Table 5.2.
Therefore an evaluation with users, in cases of e.g. assistance systems, can be
recommended to ensure that the objective performance translates correctly.

5.7 Limitations

As explained in section “Dataset”, it is problematic that the distribution of videos is not
equal among all participants, which is due to organisational restrictions at the time.

Due to this bias it is likely that the Ac-Det-Sys recognizes actions performed by P,
slightly better. We believe that variations in the assembly (e.g., different movements of the
arm, which happen naturally when assembling the same workpiece multiple times) may
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have corrected the bias slightly. It probably also had an impact on the evaluation perfor-
mance and therefore the system shows a near-best case scenario in that sense, given a
non-optimized Ac-Det-Sys.

Additionally, the applied Ac-Det-Sys is an out-of-the-box solution which wasn’t
tweaked or optimized to work with the dataset. This, in turn, introduces potential for
improvement and could balance out the lower performance, that can be expected when
using a more diverse and challenging dataset.

5.8 Conclusion and Future Work

In this work we extended an interactive assistance system prototype with action detection
capa- bilities, trained the ML system and evaluated the assistance system in a technical
evaluation. The results are promising, as this is one of the few works applying ML, and DL
in particular, on the problem of optical quality assurance and user guidance in assembly
situations. Without optimizing the post-processing and taking advantage of potential
training modifications, a good performance is achieved. An analysis of pattern in the
actions or underlying statistics and the exploitation of this information yields the potential
to further improve the performance of the recognition, just like in [21]. Due to this, we
expect a fully optimized system to perform better and make real time action detection a
viable option for future assistance systems.

Still we do not recommend usage of this system in areas which are already performing
well, in particular we highlight the picking detection. CV-based techniques already perform
stable enough [14] and additionally allow DL-based techniques to focus on the other
actions during training.

This work raises potential future research questions, for example in the field of ML the
focus should lie on three tasks:

1. Creating larger, and more diverse, datasets for industrial assembly tasks
2. Optimizing the process to capture/create datasets
3. Designing better ML models to train action detection tasks

New datasets for industrial assembly tasks are the most important point to allow
ML-engineers to develop models for these activities. In the optimal case, the datasets are
big and show a large variety of actions usually performed during manual assemblies, with
and without tools.

More important, but more difficult, is the optimization of processes to create datasets for
training. Currently, it is not possible to reliably scale the usage of any DL-based action
detection method, since the processes, cameras, lighting conditions, etc. differ in every
company. Companies need to be able to use a pre-trained model for general action
detection tasks, to quickly capture a dataset of their own processes, fine-tune the model
by training it, and use it in their production. Right now, the most time consuming part is the
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dataset creation, which requires several workers to perform a task several times and then
label the data to train a reliable model. Optimally, the videos are labeled as they are
captured, which requires new developments, which are research topics themselves.

The development of new NNs for action detection is already a popular research field and
it can be expected that this trend will continue. Therefore the existence of an industrial
assembly focused dataset allows the researcher to test their NNs on a new kind of data
compared to the standard datasets like THUMOS, Jester or NvGesture. Additionally, these
efforts can be combined with research in the field of HCI, where the robustness and
acceptance of action detection systems can be put to the test. For example, how does the
Ac-Det-Sys react when the in-situ instructions display videos of the action, which are also
common visualizations for instructions.

Finally, the impact of using such DL-supported user assistance in the field should be
examined in user studies, as soon as robust Ac-Det-Sys are available.” Beyond a potential
impact on work efficiency and quality, bringing intelligent systems into a work environ-
ment might affect the users’ attitude towards work and the work itself. What is the user
perception of the intelligent system? Will users perceive the system as a helper or rather as
an intruder, that observes their work? Will they perceive it as a violation of their privacy?
Applying and studying intelligent assistance systems in a work context will answer this
questions regarding the acceptance of and trust in the new technology. Further research
could relate to intercultural differences in the perception of intelligent agents for work
assistance.

This discussion can be used to further facilitate the adoption of ML technologies in the
industry and enable more research possibilities in the future.
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Abstract

To ensure a sustainable education for trainees, vocational training has to keep up with
the elevated digitalization of manufacturing and work. Complicated technologies used
in production systems shift the requirements of job training towards a more tech-
centered preparation for future employments. Paired with increased diversity among
trainees regarding cultural and educational backgrounds, solutions to accommodate
both slower and faster learners are sought after. After an initial exemplification of
challenges, that vocational training faces, we discuss the general usage of assistance
systems in training applications, in order to better the respective results. For a compari-
son, we examine state-of-the-art digital learning platforms, i.e. assistance systems, that
were developed to enhance vocational training. Typically, these platforms offer more or
less individually tailored training plans and implement various technologies and
interfaces to improve learning speed or quality. Based on the results of this comparison,
we propose a new, mobile and user-adaptive assistance system “XTEND for education”,
that involves all stakeholders of the training in the process and uses modern
technologies to overcome the challenges of current vocational training. By building
on top of node graph-based, dynamically generated assignments, AR-based inclusion of
training material and equipment and a robust infrastructure to support it, the XTEND
assistance system is shown to be capable of meeting requirements of vocational training
in the realm of Industry 4.0.
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6.1 Introduction

The digitization of manufacturing and work is changing systems, processes, and
technologies in the areas of production and logistics, as definitions of the term Industry
4.0 [1, 2]. The use of data glasses and augmented reality (AR) in production [3-8§],
concepts such as Big Data [9] for the design of powerful PLM (Product lifecycle manage-
ment) systems [10], or intelligent algorithms [11-13] for decision support are prominent
examples of the entry of digital technologies into the world of work. However, these
changes do not only permanently alter the systems and their mechanisms, they also
transform the skills required of individuals and the demands placed on employees in a
modern working environment [14, 15]. Thus, the aspect of training is vital and must be
considered as a central and decisive field of action in the implementation of Industry 4.0.
Specifically, trainers and trainees must be prepared and educated for the use of new
technologies [16, 17].

Operating with new technologies and complicated machines often requires a great
amount of know-how, making training cost- and time-consuming. This is due to the lack
of standardization by supervisors or colleagues who train or teach trainees. Additionally,
lowered autonomy, inefficiencies in the human-technology interaction, and weak user
experience are other drawbacks [18-20], which affect the training times. One solution to
tackle these problems is using digital assistance systems [AS] in vocational training [21].

Digital assistance systems are intelligent technical systems, available in various forms
[13]. Such systems are divided into stationary and mobile systems, that are designed to
operate alongside the user by assisting him or her sensorily, cognitively, or physically
whenever needed [22]. They provide benefits including automatically standardized training
process, documented and certified training, and individuality and transparency for training
organizations [16, 17]. Nevertheless, these systems still have some limitations. Focusing on
one modality, either in-situ projection, tablet, or augmented reality, inflexibility, and
incapability adapting to the trainee’s level are some of these drawbacks.

To overcome the aforementioned problems, the XTEND assistance system [23] is
proposed, which is employed in different applications and supports various training fields
(electrical, mechanical, .. .).

This contribution investigates the limitations of assistance systems in vocational training
and offers solutions for the current problems. It is structured as follows: In Sect. 6.2, the
problems and challenges of vocational training along with their solutions provided by
assistance systems are explained. Section 6.3 provides a review of the existing assistance
systems and their benefits and limitations. In Sect. 6.4, the XTEND assistance system and
its modules are introduced. The performance of XTEND is evaluated in two case studies,
described in Sect. 6.5. Finally, a conclusion and outlook are indicated in Sect. 6.6.
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6.2 Integration of Assistance Systems into Basic Training

Solving problems, that the basic vocational training faces, is a critical success factor of a
good education and smooth transition of trainees into the productive operation of their
respective companies. An assistance system can help reach the development goals that are
focused on in modern training variations in order to overcome these challenges [4]. This
section outlines the common problems in vocational training along with the solutions
offered by assistance systems.

6.2.1 Embedding Complex Technical Systems

Operating with new technologies and complicated machines often requires a great amount
of know-how, which results in a slower training speed in order to ensure safe handling of
the machines involved [24]. Integrating an assistance system into basic training as early as
possible exposes the trainee to new technology in their workplace from the earliest stages
on [25]. This prolonged contact improves understanding the handling and utilization of
modern technical systems. With these new technologies embedded in the training, the
transition into real production is more straightforward because the required know-how is
already acquired beforehand.

For their later job in a digitalized production, trainees need to learn how to operate
increasingly complex machines. An AS helps them break down the complexity into simple
guided steps and tasks. This is anticipated to lead to an increased training capacity in the
same period of time, which results in a competence gain for the trainee.

In addition, without proper instructions, trainees are at risk of falsely operating machines
that they are not fully trained for, yet. In order to avoid bodily injury and expensive or time-
consuming repairs, AR-based AS reduce the risk of mishandling equipment [26]. In order
to minimize improper use, AR content can aid trainees while working on real machines or
with actual tools [7, 27]. This is done by giving visual, auditory, or haptic feedback through
a device (e. g. tablet) and warn the user in case of possibly dangerous situations or actions.
Moreover, AR can simulate equipment by placing virtual objects into a training scenario
which the trainee can work on realistically.

6.2.2 Agility

In a fast-changing corporate setting, it is increasingly difficult for trainers to keep their
programs up to date with the current state of the art. Technical, societal, or economical
changes quickly find their way into production systems. Therefore, traditional “pen &
paper”-training struggles to keep up due to slow adaption processes of training materials or
disproportionate costs for minor improvements.
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For this purpose, the proposed AS features a content generation tool for trainers (Sect.
6.4.2), that makes changes to existing exercises quickly and easy to model. With the use of
node graphs [28] to generate single exercises, an iterative design concept to benefit
incremental and adaptive changes is applied in this software tool. These changes can
then be individually optimized and pushed to select trainees through the accompanying
management tool (Sect. 6.4.3).

6.2.3 Inclusion of Different Levels of Education

In vocational training people with different backgrounds and skills are joined together in
classes, where trainers have to go through the mandatory syllabus with everyone. Thus,
there is only limited flexibility and time for them to address individual needs or potentials
within the group. By equipping trainees with an AS, instructors can maximize trainees’
potential by adapting their course content to individual learning capabilities [19, 29—
31]. On one side, fast learners or trainees with higher education can go above and beyond
the mandatory curriculum with more advanced exercises provided through the content
management of the AS. On the other side, people without any extra prior knowledge or
learning disabilities can be assisted on a fine-grained level. Because the trainer does not
need to explain single exercises to the whole group in depth anymore they can use this time
to go into detail and work on deficits with individual apprentices. For this, the integrated
progress tracker (Sect. 6.4.6) can be used to dissect single exercises and discuss the
trainee’s work.

Moreover, in absence of the trainer, with the AS it is possible for the trainees to read up
on topics they are interested in or that they might need to fulfill their due tasks. This is done
by including optional, informative text chapters into exercises, that users can open on their
devices at will. So, because trainees may read it on their own as opposed to the trainer
teaching it as an obligatory lesson, the partial switch from information “push” to “pull” is
anticipated to lead to increased learning motivation and speed [32, 33].

6.2.4 Place and Time-Independent Learning

Companies often operate on an international or even global scale. When dispersing on-site
training locations across the globe, a consistent skill level after graduation is needed to
ensure similar and stable product quality throughout the entire organization. Different
challenges in the standardization of training arise from this. To accommodate heteroge-
neous trainees regarding place, language, skill level or the time zone they are in, a place and
time-independent learning platform is desired. Thus, an AS is proposed here, which is
divided into multiple distributed modules that can be used both on mobile and stationary
devices. It is even possible for trainees to bring their own device (e. g. tablet) and use it to
work on given exercises during their training. While it may come with other implications
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like company data protection, moving the responsibility for these devices away from the
employer (i.e. the training facility) reduces procurement costs and device administration
time. The distributed modules account for creating, storing, publishing, adapting, and
executing exercises embedded into lessons and courses. In times of the global Covid-19
pandemic, remote (i.e. distanced) training, that is place and time-independent, becomes
even more valuable.

6.2.5 General Appeal of Vocational Training

Over the past decades, the number of university students in Germany has increased
significantly. Even adjusted for overall population growth and demographic change, it
seems the traditional vocational training has become a more and more unpopular choice
among school graduates [34]. Apart from the benefits of downstream employment
opportunities, the general appeal of vocational training, as opposed to a university career,
needs improvement to attract more prospective school graduates. The desire for an
apprenticeship can be created or at least assisted by embedding modern technology into
the training. Hence, vocational training that presents an opportunity for enhanced media
competence has a greater appeal.

6.3 State of the Art

During the last decade, digital assistance systems have been increasingly employed in the
workplace and for learning and vocational training. These systems can be compared in
various ways. The ability to provide step-to-step guidance, creating (new) instructions, AR
demonstration, data collection and processing are a few exemplary features for comparison.
Table 6.1 summarizes the differences of currently available assistance systems for training
that were developed due to the problems mentioned in Sect. 6.2.

The Elabo assistance system is designed for both basic and developed training in
electronics and electrical engineering [35]. It is used equally in companies and technical
colleges. Elabo is modular in design and can be flexibly adapted to changes in the training
concepts. Nevertheless, this system cannot collect and analyze the data from machines and
the learning process. Additionally, it only performs with the Windows operating system
(OS).

The SurMe assistance system is intended to provide a haptic learning environment for
simulating surgical procedures and to be used in the training and further education of
doctors as part of an integrated training concept [36]. SurMe provides a location and time-
independent platform for tutor-based learning where both trainees and teachers are
involved.

Skyware Connected Knowledge [37] is an innovative solution for securing and retriev-
ing expert knowledge in different work contexts. With a mobile application (app),
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employees can access knowledge documents such as manuals, plans and videos directly at
the workplace. Moreover, they can digitally record their experiential knowledge during
work and make it available to other colleagues. However, like Elabo, Skyware cannot
gather and analyze data from assembled products and during the learning process.

REFLEKT ONE is a modular augmented reality platform for front-line users including
the AR Viewer application [38]. It is employed in production, training, maintenance, and
repair applications by providing visuals and guides on smartphones, tablets, and data
glasses. Despite several advantages, REFLEKT ONE is unable to collect and process data.

Raumtinzer [39] is another system that assists employees’ training by providing
learning content and products’ information digitally. It is accessible via the usual web
browsers (desktop and mobile). However, this system is not flexible, meaning that new
learning contents or work instructions cannot be created and added to the system. Addi-
tionally, this system lacks central storage.

The assistance system of Festo AG, APPsist [40], is mostly employed in maintenance
and assembly processes [42]. However, this system is also tested for mechatronics training.
The main advantage of APPsist is its adaptability, meaning that it automatically adjusts the
application to the support needs of skilled users [40]. Moreover, APPsist is connected to
individual machines via technical interfaces so that data from the production process can be
transmitted on a mobile basis.

The assistant and learn systems from Christiani [41] proved their performance in the
area of metal technology, electronic, and mechatronics training. Christiani offers several
e-learning materials for trainees that are available on tablets or PC. The learning materials
are presented as reading texts, animated graphics, pictures, and videos. One example of
Christiani’s assistant and learn system is the mMS Sorting System Compact 4.0, which is
used in automation and mechatronics training. This system represents an industrial pro-
duction process in miniature with the ability to show relevant production data on a
computer’s or tablet’s screen. Regardless of their benefits, adding new products or
instructions, and representing AR contents are challenging for Christiani’s systems.

AWAre [19] is an adaptive assistance system, which is employed for industrial as well
as educational aspects. It connects different user interfaces, and provides plugins to include
sensors and actuators [19]. This system can be applied in stationary and mobile
applications.

An analysis of different assistance systems (cf. Table 6.1) shows that all these systems
are capable of providing a step-by-step guidance for users.

Nevertheless, editing or adding new instructions cannot be tackled by some of the
systems. AR demonstrations offer possibilities to improve the quality of vocational educa-
tion and training, however, not all the investigated assistance systems support this feature.
Almost all tested systems are equipped with central storage and multi-platform support
options. In order to achieve transparency and better integration into the company, docu-
mentation and maintenance processes are offered by most of the investigated systems.
Options such as object tracking, data collection and processing are supported by a few of
the mentioned systems.
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Limitations of the stated systems are tackled in XTEND [23]. XTEND is a modular
assistance system, spanning over five individual modules. It proved its performance in a
wide range of applications, such as industrial montage and assembly, maintenance, repair
and installation, and training [43, 44]. The XTEND AS supports diverse end devices,
e.g. different tablets, smartwatches or head-mounted displays. Additionally, it can be used
in stationary as well as mobile applications. Mobile assistance systems, like XTEND, are
not bound to a specific place and can be employed by trainers or trainees from different
locations such as at home, on-site at work etc.

6.4 Design and Implementation Concept

To maximize the potential of assisted learning for trainers as well as trainees, the proposed
assistance system is split up into modules, each serving its specific purpose to aid the
vocational training in the best way possible. In this section, the design and implementation
of these modules are described and their organizational and technical purposes are
displayed.

6.4.1 The AS Modules

The XTEND AS for education is divided into five individual modules. They are working
together closely to provide an effective and consistent training experience. Figure 6.1
shows the structure of the modules and their interaction with each other. The general
work ow of the AS is also recognizable and is described in the following subsections.

6.4.2 Module 1: The Trainer Software

The trainer software is a standalone desktop app, that enables the trainer or other instructed
persons to create a variety of content (i.e. assignments) for the trainees to access while
using the assistance system. To make it as accessible as possible, the software is built to
support multiple widespread operating systems, including Microsoft Windows and Apple’s
MacOS. After installing the app, the user can log into their centrally managed account and
create new content to view in the trainee software. In order to support a vast variety of
learning and training applications, the trainer software is built upon the principle of
Business Process Modeling and Notation (BPMN). BPMN is perceived as a modeling
language not only to visualize but to describe and define virtually any kind of business
processes in a standardized way. According to the standard published by the Object
Management Group [45], its “primary goal [... is to] provide a notation that is readily
understandable by all business users, from the business analysts that create the initial drafts
of the processes, to the technical developers responsible for implementing the technology
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Fig. 6.1 Structure of the XTEND assistance system for education

that will perform those processes, and finally, to the business people who will manage and
monitor those processes”.

The trainer software is loosely based on this principle. It is using node graphs to define
the look, content and ow of the assistance that the trainees receive. These nodes can be seen
as placeholders (like empty shells) for user interface (UI) elements, that the trainer can then
fill with meaningful content. This content can be visual elements like images, videos, PDF
documents, texts but also - and that is the huge benefit of the XTEND assistance system -
machine-specific and self-made database connections. These machine-specific connections
can be used to communicate with equipment that the trainees work with during their
training, e. g. a lathe or drill press. A generic Device node works as the connector between
the trainer software and the plugin that runs on the machine itself. The per machine-
implemented plugin translates abstracted, reusable commands coming from the AS to
machine-understandable instructions. For example, if the trainer wants to make sure that
his trainees have closed the guard before turning on the spindle of a lathe, they can use a
device node to request the status from the connected machine whether or not the guard is
closed and only then unblock the main switch to power it on. This way, a machine-
independent interaction (apart from the machine model-dependent plugins) between trainee
and used equipment can be realized via the AS. Database nodes enable the trainer to
incorporate different kinds of questions into the exercises. If the trainee needs to type in the
correct drill speed for a certain material, for example, their answer can be used for several
tasks. First of all, it can be checked against predefined values for different materials in the
connected database and feedback can be given based on the result. Secondly, the answer
can later be reused to verify that the trainee has put in his own calculations into the machine
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Fig. 6.2 A node graph of trainee instructions created in the trainer software

correctly and once more give feedback accordingly. This technique allows the AS to react
to user input adaptively.

After filling the nodes with content, the trainer can connect them with edges, to define a
flow or order in which they are shown or rather executed in the trainee software. Figure 6.2
shows a basic content view modeled in the trainer software. After completing the whole
graph, the trainer can upload it to the management platform (cf. Sect. 6.4.3), which
interprets and parses the graph into actual logical and UI elements for the trainee software.

6.4.3 Module 2: The Management Platform

The management platform is the central building block of the AS. It consists of a web
frontend and a backend including several services which are the pillars, the complete AS is
built upon. Next to technically necessary services like the communication infrastructure
(REST API, mqtt broker), the web-frontend on the management platform lets selected users
(e. g. trainers and administration personnel) manage the complete training operations. This
includes tasks like

— new trainee registration,
— granting or managing permissions, classes and roles,
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— assigning trainees and trainers to classes and courses as well as
— scheduling exercises.

Exercises can be allocated to courses, put in a specific order, and start as well as due dates
can be specified. Additionally, different versions of exercises, e. g. for different trainee skill
levels or handicaps like hearing impairments, can be assigned to single users and classes.

However, the most critical part of the platform is to process and select assignments
created with the trainer software, in order to generate usable content for the trainee software
(cf. Sect. 6.4.5). The trainee software runs on mobile devices and cannot interpret node
graphs coming from the trainer software, this part is accomplished with the backend of the
management platform.

Another service on the platform analyzes the node graph and deconstructs it back into its
single nodes. These nodes, depending on their type, are parsed into Ul elements, logic
blocks, or raw data, which are all stored in the central database located on the local cloud
server (cf. Sect. 6.4.4). The edges, which connect the nodes in the graph, are examined and
relevant input and output data are connected via several tables in the database. This
guarantees that every Ul element gets the right data at the right time during runtime.
After the initial analysis, all elements and blocks are parsed into a single human-
interpretable view, which is later executed in the trainee software. This view is then
persisted in the cloud storage for place and time-independent, network-wide access.
Following the build process, the trainer is now able to give access to this assignment for
their trainees through the management platform (cf. Fig. 6.3).

6.4.4 Module 3: Cloud Storage and Database

The cloud server is physically based on the same machine as the management platform.
Thus, the name ‘cloud’ is easily misunderstood in this context. It means that it is a central
server, always reachable from the local network, but configurable to be accessed from the
internet. This server hosts a storage service for binary data, files like images and videos, and
a service to store structured data (the database). These services are directly or indirectly
used by all modules of the AS. It receives the assignments from the trainer software
(processed by and through the management platform), the allocation of classes, courses,
and assignments as well as user lists etc. from the management platform, individual
progress of due tasks from the trainee software and status updates from connected machin-
ery. It also provides data for all modules when needed, e. g. when a trainee opens an
assignment on their mobile device and images are loaded from the cloud storage via Wi-Fi.

6.4.5 Module 4: The Trainee Software

The trainee software is an app available via the app stores for the two major OSes for
mobile devices.
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Fig. 6.3 Adding an assignment to a course on the management platform

It supports Apple’s iOS and Google’s Android OS, which have a combined market
share of 99.18% by June 2021 [46]. This ensures, that the vast majority of users are able to
download and install this app on their mobile devices. Especially if a training facility
decides to use their trainees’ own devices, this becomes a critical factor.

After logging into the account, the trainee sees their given assignments (which are
allocated through the management platform (cf. Sect. 6.4.3)). It is also visible which
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assignments are still open and which are already completed. By opening an assignment, the
software displays its contents on the device’s screen. Now, the user is able to navigate
through the exercises, read up on informative texts, answer the incorporated questions and
interact with the assistance system in exactly the way the trainer intended and defined
it. Theoretically, the possibilities here are endless because of the modular, reusable
generation of content in the trainer software (cf. Sect. 6.4.2). What makes the XTEND
trainee software so valuable for vocational training is its utilization of AR technology and
its ability to communicate with external devices and machinery through its open commu-
nication standard. By utilizing Device nodes, the trainee can interact with machines directly
through the app. The software wirelessly sends and requests data via its standardized
interface to and from any device or machine, that implements this interface via a dedicated
plugin. This way, commands like Power On, Read Speed, Write Signal or Shutdown can be
send via the software at a specific point during the exercise. Hence, the theoretical
experience during these exercises can be much more integrated into the practical work
that is without AS strictly separated due to a lack of integration possibilities.

Another feature this software offers, are the AR-possibilities that can be used to transfer
information in a better way than traditional media are capable of [7, 27, 47]. Information
directly available at its source is known to be better understandable and memorable than
information, e. g. in books, that is decoupled and dissociated from its context [48—
50]. Figure 6.4 shows an application of AR in the XTEND software, where placement
information and a description with detailed instructions for individual parts are placed
directly at their target destinations in the assembly unit. Users can immediately see where
the part has to go and what steps are necessary to secure it in place.

Similar to the communication with other machinery through Device nodes, the trainee
software can interact with external in- or output devices like head-mounted displays or
projectors with the integration of External Display nodes. These external displays offer
additional AR functionality, e. g. in-situ-projection, and an even broader spectrum of
possible training applications.

While working with the trainee software, the individual user progress can be automati-
cally tracked and saved to the cloud, as well. For this purpose, the software sends updates
with relevant data to the management platform, which in turn saves them to the database.
From there, the trainee and their trainer can access this information using Training Insights
(cf. Sect. 6.4.6).

6.4.6 Module 5: Training Insights

Training Insights is a web-based tool to see and review individual progress records of the
participating trainees. The frontend uses an analytics engine in order to visualize training-
relevant data like time spent in each exercise, wrong and correct answers, software usage
frequency etc. [51].
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Fig. 6.4 An assembly use-case, with relevant information placed on top of their real-life counterparts
via AR

This information can be used by trainers to make sure every exercise is completed in the
given time by their trainees and gain an understanding of which exercises were difficult for
certain trainees and which were easy [52]. Furthermore, based on this knowledge, which is
not always willingly presented by the trainees, the trainer has the time and awareness to
work on possible shortcomings that may become visible throughout the training.

Trainees can use their track record on Training Insights as a self-check to keep an eye on
their performance during training.

A prospective additional use could be to grant other stakeholders, like the employer | in
case of external training facilities, access to insights. They would have the ability to see
their employee’s progress and prepare and adapt their reintegration into their local produc-
tion based on the training results.

6.5 Case Studies

The XTEND assistance system for education has been developed in collaboration with
partners from both accredited training facilities and educational sciences institutes. To
verify and improve its impact on vocational training, the system was tested in different
scenarios, two of which are presented in the following chapter. During testing, a deeper
understanding of how the system complements the work of trainers and trainees, what
challenges were faced and overcome and what features need improvement was gained.
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6.5.1 Study 1: Work 4.0

The goal of the first case study is the digitization of real-world applications by the
orchestration of work, people and technology in existing processes of work. This use
case outlines the joint project “AWARE—Arbeit 4.0” (AWARE - Work 4.0) of the “it’s
OWL” cluster management [53]. One of the objectives of this project was to pursue the
participatory nature and design of digitized work with a particular focus on human-
centeredness. For this use case, the XTEND AS was integrated to provide different
requirements at the performance and management level, and reduce the challenges of
technological system integration with regard to process consistency. Thus, XTEND
enabled the availability of knowledge to employees and stakeholders extrinsically and
individually. In the context of this project, AR technologies were included in the XTEND
AS for an assembly process to support actions by enriching the real workplace with digital
information.

During this project, several collaborative workshops were held to inform and integrate
the employees with the status and development of the assistance system. XTEND was
available to both trainers and trainees with and without experiences on assembly tasks. A
usability test [54] and an interview were performed to gather the uncovered problems and
discover users’ opinions and preferences.

The overall outcome showed that using the XTEND assistance system provides the
following advantages:

1. Straightforward guidance for trainees without experiences: Trainees without previous
knowledge or experience could complete the assembly task by following the steps.

2. Decreasing the time of the assembly task for the trainees: XTEND could shorten the
assembly task and reduce the errors by representing various types of media, e.g. images,
videos and AR technology.

3. Improving the comprehension of the process: The AR technology of XTEND helped to
understand the assembly steps and detect the target part or tool. This is a significant
benefit for complex tasks.

4. Effective evaluation: Trainers evaluated the trainees more effectively based on the
gathered data during the training process.

Moreover, XTEND was successfully tested in different training domains during this
project. The results proved that the range of XTEND AS applications is not limited to
sequential assembly processes.

Nevertheless, creating content for AR was one of the challenges for trainers. Specifi-
cally, using the built-in technology framework to anchor individual elements (texts,
images) on the intended 3D position was experienced as fairly diffcult by the trainers. It
was seemingly hard to position the elements exactly at the position on the object or in the
room they wanted them to be. This can be traced back to both their lack of experience using
AR and the technique that is required to anchor the elements in the app. As a result, in a
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later version a new framework was introduced that uses point clouds for a more accurate
positioning of AR elements [55].

6.5.2 Study 2: Joint Apprentice Workshop

For the second case study, the XTEND AS was tested in a joint apprentice workshop. This
workshop offers standardized training for employees of local SMEs' that do not have the
capacity for their own on-site workshop. Since joint workshops are a common practice in
Germany, the chosen facility is representative for a regular vocational training. In this case,
the AS is used to supplement the basic mechanical and electrotechnical training. Specifi-
cally, assignments for the first year of training were assisted.

During several workshops, the capabilities of the AS were first explained to the trainers
who had the chance to create their prepared exercises afterwards. With increasing
repetitions, the trainers got more and more used to the assisted training work ow and
down the line they were able to put together new assignments faster with the node graph-
based trainer software. Because the management platform was developed with the hierar-
chical structure of an education organization in mind, setting up classes and courses was
perceived as fairly easy once the location of these functions on the web-frontend was
understood. Allocating exercise material to the courses could also be done quickly by the
trainers. Speaking from trainers’ experience using the (brief test of the) AS, following
benefits were identified:

1. It is capable to reduce the complexity of single training steps through virtual and digital
manuals, which leads to an overall better understanding not only of the exercise but also
of the matter at hand.

2. For trainees, the readability of technical drawings improves, when they are digitally
augmented with additional, easily accessible information (cf. Fig. 6.5).

3. Through digitally assisted learning techniques, a changed culture of learning can be seen
among trainees, with higher motivation to take responsibility for their own study
progress and find their own solutions to given challenges. The pursued process and
technology competencies in trainees can be reached quicker this way.

However, a few observations and future improvements were made and identified during the
study. While using the AS in their training, the trainers found that their personal role pivots
from a strict teacher to more of a coach. In this case, the AS takes over the hands-on
teaching. The trainer is working with the trainee to overcome challenges when working on
assignments on the device or machine and becomes some sort of a mentor trainees only
consult when they face a problem they cannot solve themselves.

'Small and medium-sized enterprises.



6 Advancements in Vocational Training Through Mobile Assistance Systems 167

Fig. 6.5 Trainer and trainee discussing a technical drawing shown on the trainee software

A problem of technical nature became apparent when the trainers structured their course
material on the management platform. At the time of the study, there was no way of
limiting a trainee’s access to assignments according to a specific order of completion. That
means, the trainers need a way to grant access to subsequent exercises based on the
completion or even performance of different assignment that come prior. By setting a
specific order of completion for their exercises, trainers can gradually increase the difficulty
of the assignments and together with start and due dates, they can keep a fine-grained
control over the tasks their trainees are working on. In addition to that, the trainers asked for
a way to place clickable links not only on AR-content, but also on pictures and drawings
that only show on the screen of the device.

For example, in technical drawings often there is a surface roughness a given using a
symbol shown below:

turned

o= Kz063

To understand what this symbol means, it seems plausible for the user to simply click
(or tap on a touchscreen) on this symbol for an explanatory text, rather than “moving away”
by scrolling down or opening up a textbook for additional information.

Overall, the assistance system was viewed as very helpful for the training by both
trainers and trainees.
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6.6 Conclusion and Outlook

An overview of major challenges, limitations, and benefits of digital assistance systems in
vocational training is provided in this contribution. Examples of these limitations are:
Focusing on one modality (e. g., either in-situ projection, tablet, or augmented reality),
inability to collect and analyze data from machines or during the process, and incapability
adapting to the trainee’s level. Positive effects of employing assistance systems in voca-
tional training include fewer errors, improved quality, offering the right amount of support,
increased motivation and speed of learning.

In this context, state-of-the-art systems and their advantages and drawbacks are
investigated. A novel, modular assistance system, namely XTEND, is proposed, which
tackles the problems of the existing methods. XTEND consists of five modules working
and interacting together. The performance of XTEND is evaluated within two case-studies
in vocational training.

The outcomes of the case-studies show that employing XTEND in vocational training
improved the training level. It provided a better experience and individual support.

The focus of the future work will be on intelligent analytic functions to enhance the
automated user adaptations, a greater variety of tools to generate other content for
assignments and an improved user experience.

Regarding the user adaptation, currently the XTEND AS implements several discrete
levels of user skills. According to the previously set skill level of the user, the amount of
detail for assistance is chosen. This can be improved by constantly gauging the speed and
precision the user is going through the assignments and assistance. This can be achieved by
evaluating the data generated from the trainee software feedback (cf. Sect. 6.4.6) and adapt
the assistance based on the results.

In order to expand into different training scenarios, the AS has to support additional
types of content. This content is created and incorporated into new assignments using the
nodes in the trainer software. New node types, like the clickable links on 2D images
mentioned in Sect. 6.5.2, will build the foundation to assist more training scenarios and
support further areas of work.

A more intuitive user experience will benefit the AS in its user friendliness and fluency
of its workflows. By example of the AR content placement criticized during the first case
study (Sect. 6.5.1), improved interaction concepts will increase the technology acceptance
among trainers and trainees and streamline creating and working on assignments. This
leads to more frequent as well as more efficient use of the software system respectively.
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Abstract

Modern industrial environments evolve from collections of physical machines into
networked extended reality environments, where in addition to the physical machines
digital content becomes increasingly significant. Examples of such digital content
include not only the necessary information to control the production, but also digital
instructions and product information, information derived from embedded sensors or
predictive models, as wells as digital twins of products, machines and entire factories.

This means that user interface designers in such environments have to design
interfaces that allow access to and interaction with both the virtual and physical aspects.
The design of user interfaces for such eXtendend Reality (XR) environments faces a
number of challenges including the change of the implementation platform from a
“standardized” PC GUI to I/O devices and paradigms that are suitable for
XR. Examples include mobile and wearable devices as well as virtual and augmented
reality. There is still a lack of standards and best-practices regarding the design of XR
interfaces, especially when interaction and data visualization techniques are required to
support work across different platforms.

This chapter focuses on guidance techniques that help users navigate the complex
information and interaction tasks in XR environments, as this is an area for which little
information is currently available. The chapter explains why different forms of user
guidance are required in XR environments, why these pose a challenge for user interface
designers, and presents techniques that can be used to aid the design process.
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7.1 Introduction: Why Do We Need Guidance Techniques in XR?

Users of visualizations tend to “see” only what they know and expect. It is therefore up to
the designer of a visualization to ensure that the user is aware of important information and
able to “read” and “understand” it.

This becomes especially challenging with interactive immersive media like virtual and
augmented reality because users implicitly control their point of view on the visual content
provided, either through head movement or by positioning a hand-held device.

While designers of 2D visuals like diagrams or graphs can easily ensure that essential
content is included and visible in the final visual and users of these visuals can easily verify
that they have at least “‘seen’ the whole visual, this is not the case in XR environments. If an
essential element of the visualization is not within the user’s field of view in an XR
environment users can easily miss it. There is a whole category of XR puzzle or escape-
room games that exploit this as a game mechanism and challenge their users to find
information that is “hidden in plain-sight” within an XR environment in order to progress.
However, for productive applications in an industrial context this is usually not desirable.

Thus, a need exists to integrate guidance techniques into many XR environments to
support users in finding and “seeing” relevant information. In addition to supporting
information visualization tasks, guidance is also at the core of many interactive tasks
users of industrial XR applications perform, such as route following (being guided towards
a spatial location), part picking (being guided to select specific parts) or assistance and
instructions for spatial tasks (being guided through specific movements).

7.2 Background
7.2.1 Mixing Realities: What Are AR, VR, MR, XR?

An unfortunate confusion exists with regards to the nomenclature of technologies that
combine real and virtual content.

Virtual Reality (VR) is commonly used to describe the technology for computer
generated simulated environments that completely substitute the real world. This requires
appropriate output devices to create the necessary sensory stimuli. While most existing VR
systems focus on the visual and auditory senses, vestibular and proprioceptive senses
should also be considered in VR design to avoid simulator sickness and can be used to
improve the feeling of presence. Technologies also exist at various stages of development
to address the tactile/haptic senses, as well as gustatory and olfactory senses. In the
industrial application domain both VR systems using head-mounted-displays (HMDs),



7 Designing User-Guidance for eXtendend Reality Interfaces in Industrial . . . 175

and projective VR Systems like CAVEs or Powerwalls are common [1]. Exemplary
applications of VR in an industrial context include training, design support, virtual
engineering and interaction with the “virtual twin” of a machine, production line or
complete plant.

Augmented Reality (AR) extends a real environment by seamlessly integrating virtual
elements into it. A definition of AR that is commonly used in the research literature was
introduced by Azuma in 1997 [2]. According to this definition an AR system is
characterized by:

* The combination of real and virtual elements
 Interactivity in real-time
* Registration in four dimensions (3D + time)

Outside of the research domain much more loosely defined interpretations can be encoun-
tered, that might also label systems that use non-real-time combinations (e.g. special effects
rendering in movies) or employ virtual elements that are not registered in four dimensions
(e.g. text-display on smart-glasses) as “augmented reality”. In contrast to common VR use
cases which can be used at remote locations, industrial AR application often take place
within the production environment, e.g. at assembly workstations or in a warehouse.
Mixed Reality (MR) spans a broader scope of combinations of virtual and real
elements. The definition commonly used in the research literature was introduced by
Milgram et al. [3]. They examined the relation between VR and AR and defined mixed
reality as a spectrum that ranges from the real world without any additions to completely
computer-generated virtual reality, with augmented reality employing a part of this spec-
trum in between, where a predominantly real environment is extended by virtual cues.
Notably, the spectrum also gives rise to the definition of “Augmented Virtuality” (AV) as
predominantly virtual environments into which real elements are integrated, a common
example being virtual TV studios like those used in weather reports into which real
presenters are integrated. The broader scope of this MR definition lends itself to the
description of systems that integrate different technologies and thus extend beyond the
narrow definitions of AR or VR and it has and still is frequently used as such. Unfortu-
nately, in recent years companies (most notably Microsoft) have also used the term “Mixed
Reality” to describe a specific type of virtual reality HMD with integrated inside-out
tracking. Due to the massive marketing efforts associated with these “Mixed Reality”
displays this use is now very common, so that a clarification is always required.
Tangible User Interfaces (TUI) refer to an interaction concept introduced by Ullmer
and Ishii [4]. In TUIs the interactions of a user with real-world objects (“tangibles”) are
tracked (e.g. through embedded sensors) and this information is then used to effect actions
in the computer application. In addition to applications that use specially designed
tangibles to control an application [5] common industrial use cases now include the
tracking of (power-)tools as “tangibles” that are already present at the workplace, so that
the progress in a work sequence can be automatically tracked or parameters of the tool
(e.g. torque on an impact wrench) can be adjusted automatically. The monitoring of picking
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tasks for correct type and quantity through appropriate sensors is another example of TUI
interaction in industrial environments that uses already present objects as the basis of
interaction.

Context-Aware-Interfaces (CAI) aim to simplify interaction by presenting only infor-
mation and interaction options that are relevant in the current context of use [6]. Industrial
systems usually focus on the location and user task as “context”, as these are easily
accessible, but other variables like personal preferences and intentions can also be used.
Simple examples are Location-Based-Services (LBS), that provide a user with information
filtered according to the current spatial location.

eXtended Reality (XR) has recently emerged as an umbrella term to describe all forms
of combining virtual and real environments. XR can thus be viewed as a generalized term
that encompasses AR, VR and MR and also includes techniques that might not fit within
the narrow traditional definitions, like TUI, CAI or integrating parts of the interface into the
physical (real) environment, e.g. extending a real warehouse shelve with a pick-by-light
system based on lasers or projectors.

For the purpose of this chapter we have thus decided to refer to the use of eXtended
Reality (XR) as the most generic design space that encompasses the others.

7.2.2 Specific Requirements of Industrial Applications

Guidance tasks in industrial XR environments take place in a variety of application
contexts. While designers can draw on previous research from different domains this
information is scattered across a wide variety of publications and has usually not been
validated in an industrial context. Therefore, designers often have to design and develop
guidance techniques from concept to validation before they can be integrated into industrial
interfaces. In this section we identify specific requirements of industrial XR environments.

Safety Safety is paramount in industrial XR applications. While entertainment XR
applications are commonly used in relatively safe and benign environments, e.g. on the
sofa in living rooms, this is not the case for industrial XR applications. Industrial VR
applications might be used in separate rooms that can be relatively easy to secure, but many
mobile and “on-site” XR applications are used in working industrial sites where hazards
like operating machinery, tripping hazards, moving machinery and electrical hazards are
present. Ideally an XR system should aim to improve worker safety by actively monitoring
potential hazards and providing early warning, but as a minimum industrial “on-site” XR
systems must ensure situation awareness of the user, e.g. by ensuring a wide field of view/
peripheral vision, as well as fail-safe operation in the event of a system failure.

Usability Usability is essential for industrial XR applications. While users of an enter-
tainment XR application might be willing to accept certain interaction problems or even
regard them as “challenges” that are part of the experience, such problems are unacceptable
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in industrial XR applications. In training applications, the XR interface should be as
transparent or “invisible”, as possible, as it would interfere with the intended training
results if the users learn to operate the XR interface instead of the underlying task to be
trained. In productivity XR applications a certain amount of learning with regards to the
XR interface is acceptable, but the system must enable users to achieve their work goals in
an effective and efficient way. In addition to usefulness, which can be checked in user tests,
user acceptance is another key usability criteria that must be considered in industrial XR
applications and that might require elements beyond the system itself, e.g. user participa-
tion in the design and introduction or company policies regarding supervision and the use
of data.

Creation Effort The creation of XR applications is expensive and time consuming, even
compared to the creation of conventional apps. This situation mirrors that of earlier
developments in computer graphics: While the potential of computer visualization for
communication purposes was recognized early on, widespread use was limited by techno-
logical constraints and the fact that only expert programmers had the means to create such
graphics. Today, high-level tools and corresponding asset libraries in combination with
established content creation work-flows enable the cost-effective creation of computer
visualizations, including 3D visualizations and animations.

For XR applications development and authoring tools are approaching a level where
widespread creation of customized, application specific content becomes viable. It is now
common practice to use game-engines like Unity or Unreal as the basis for XR application
development. This works well for applications like games where the still relatively high
development costs can be amortised over a large number of instances sold.

The situation is different in most industrial applications, where the number of users and
potential customers are limited. The diversity of industrial XR applications leads to design
and guidance requirements that are often specific to the use case at hand. In addition, no
standards for XR interaction and guidance currently exist, resulting in a lack of code and
asset libraries which combined with missing processes, models and expertise for guidance
techniques results in time consuming and expensive design processes with often less than
satisfactory results. To be viable the development process thus needs to be as streamlined
as possible.

7.2.3 Guidance in XR: Why Arrows Are Not Enough

When XR developers notice that the need for guidance either during design or user tests a
common quick fix is the introduction of 2D or 3D “arrows”. Arrows are popular for a
number of reasons:

» First of all, arrows are easy to create both in 2D and 3D and require little in terms of
modelling. Most 2D graphics libraries include arrowheads as a standard element for line
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endings and a 3D arrow is easily created from a cone and a cylinder, which are available
as primitives in most 3D toolkits. Arrows are therefore easily available to developers,
which makes them attractive for quick prototypes or fixes, without the need to involve
graphics designers or 3D modelers.

* Second, arrows have simple geometry that requires little rendering resources and they
display well across a wide range of display devices, from optical-see-through displays,
over video see-through displays, to pure immersive VR displays.

* Third, arrows are well understood as a visualization for movement or motion paths, as
well as pointing out points of interest. Arrows are ubiquitous in classical 2D user
interfaces, e.g. as the mouse pointer so that users that are unfamiliar with XR
applications can infer their meaning from previous 2D experiences.

However, arrows can also cause a number of problems (see Fig. 7.1):

* Arrows can obscure large sections of the field of view, especially parts that are close to
the point of interest, which are usually most relevant.

e 2D arrows in a 3D environment can be unclear or ambiguous with regards to their actual
spatial location and orientation.

e 3D arrows can suffer from visibility issues: If 3D arrow orientation is fixed to the
content coordinate system, users can view them from orientations that are difficult to
understand and interpret, e.g. head on. 3D arrows who’s orientation is adapted to the
user’s point of view avoid this visibility problem but can confuse users because they
don’t stay fixed.

* Arrows also don’t scale well to indicate multiple points of interests or elements/features
that are not points (e.g. lines, areas or volumes).

* In long term use arrows are often seen as intrusive or commanding by users.

A key issue with arrows is that they often work “well enough” in early tests of individual
features and thus stay in prototypes far longer than initially intended, often up to a point
where a replacement would require a substantial redesign. The aim of this chapter is not to
replace arrows as a guidance technique “per se”, but to provide designers and developers
with the necessary toolkit to make informed, conscious choices of guidance techniques.

7.3 Related Work
7.3.1 Guidance Applications in XR

Guidance has been a major feature of augmented reality applications since their inception.
When Tom Caudell and David Mizell coined the term “Augmented Reality” in the early
1990s for the technology they were developing at Boeing [7] guidance was at the centre of
the proposed applications, including marking positions to drill rivet holes; positioning
composite fabrics in a lamination process; and assembling wire harnesses for airplanes.
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Fig. 7.1 Problems with arrows: (a) 2D arrow partly obscures the object of interest and relevant
context; (b) semi-transparent 2D arrow is ambiguous; (c) fixed orientation 3D arrow is difficult to
interpret from user’s point of view and obscures the object of interest

Azuma’s survey of augmented reality in 1997 mentioned guidance as the main application
or a central feature in a variety of applications, including maintenance and repair, medical
training and surgery, as well as navigation support in military aircraft [2].

The use of guidance techniques in virtual reality also has a long history, e.g. to support
navigation in large virtual environments [8] or to provide instructions and assistance in
training applications [9].

7.3.2 User Studies of Guidance Techniques

Early publications often describe only the techniques used and sometimes mention design
alternatives that were considered. While the lack of evaluation might make judging the
suitability of techniques based on such publications more complicated, they can still serve
as suitable starting points, e.g. [10] presenting a system using a combination of arrows and
virtual objects. More recent publications often include some form of evaluation, e.g. [11]
using arrows and virtual objects and [12] using arrows, highlighting and text annotations.

Early papers frequently focus on the introduction of (at the time) novel techniques,
e.g. [13] introducing the concept of virtual spotlights and [14] presenting the attention
funnel.

More recent publications tend to build on these techniques and include user studies that
compare different modifications to the original, e.g. [15] introducing the halo technique as
an extension of concentric circles or [16] presenting SWave, an approach that combines
elements of the attention funnel with concentric circles and the idea of using animation to
convey direction and [17] introducing a spline based extension of lines and arrows and
comparing them to highlighting and SWave. A study by [18] introduced the idea of varying
visual features based on difficulty.

Studies that evaluate well known techniques are less frequent, but do exist, e.g. [19]
evaluating the use of colour, background opacity and concentric circles.

In recent years studies have compared the impact of using different presentation
hardware, e.g. comparing conventional paper-based instructions with tablets, projection-
based systems and HMDs [20-23].
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No generally agreed on framework for structuring the design space of guidance
techniques has been established so far, but the need to consider the widely varying
requirements of the “same” task at different scopes of interaction has been highlighted
by [24] for navigation tasks, where they distinguish coarse and fine navigation. [25] have
proposed a classification system for attention guidance techniques in large scale
environments, addressing primarily techniques for coarse navigation (e.g. arrows, path,
mini-map). The paper by [26] provides an overview of existing work focusing on guidance
in cinematic virtual reality, while [27] introduce a visual approach to provide an overview
of the design space of XR assistance systems.

The need for user studies to evaluate guidance systems has motivated work towards
standardized tasks and evaluation procedures [28, 29]. While no standard has emerged so
far, recent work provides a good basis for the design of experiments [30, 31] and data
capture and analysis [32].

Publications addressing the perceptual aspects on which guidance techniques are based
provide valuable information when existing techniques need to be adapted and modified or
when new techniques need to be designed. The paper by [33] provides some general
guidelines for the design of augmented reality visualization techniques, including guidance
techniques, and [34] identify central perceptual issues in augmented reality.

An important issue regarding user guidance was raised in [35], namely that guidance
towards an important, but not critical goal or event, might interrupt more important
ongoing tasks and disturb situation awareness, suggesting that designers should carefully
balance the “effectiveness” of guidance techniques with the overall task and work environ-
ment. An interesting development in this direction are guidance techniques that work on a
subliminal level, such as the guidance approach described by [36] which works by slightly
blurring less relevant section in the field of view.

Finally, the best user guidance is useless if the corresponding visualization (e.g. added
virtual objects in an augmented reality application) is difficult to perceive or confusing to
interpret. The book chapter by [37] provides a useful introduction to these aspects with a
focus on object visualization.

Thus, while designers of guidance techniques can draw on an increasing amount of
published research a number of issues remain:

* The results of published studies are often specific to the hardware and environment used
by the authors. While a transfer to different hardware and environments might be
possible, the functionality and usability on the actual hardware and in the actual
environment should be validated by user tests.

* The test tasks used in published studies might not align well with the tasks encountered
in an industrial application context. Even common tasks that are referred to by well-
known labels like “picking” or “assembly” can differ significantly in their details, so
again a validation is required.

* There is no established framework or process for choosing or designing guidance
techniques, leaving it up to the experience of the designer to decide whether existing
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techniques can be used, should be adapted or the development of new techniques is
required. Given the rapid growth of the field it is unlikely that such experienced
designers will always be available.

7.4  Approach

A well-defined process enables effective management of development projects as well as
systematic and coherent tool support. A central challenge with the development of guid-
ance techniques in XR applications is that it is usually not possible to establish specific
processes for this purpose, so that the design activities must be integrated into the
established processes, often from software engineering (e.g. V-model, Scrum) [38] or
user-centered-design (e.g. ISO 9241-210) [39].

7.4.1 Design Processes and Process Integration

Established user-oriented design processes can in principle be transferred to XR
applications. The ISO 9241-210 standard captures best-practice in the development of
interactive systems and formulates a high-level view of a design process that involve users
actively in the design process and relies on iterative development with frequent evaluations.
The central design activities in this process are:

» To analyze and specify the context of use

* To specify the user and organizational requirements

* To create design solutions

* To evaluate the design solutions against the requirements

The process is iterated until the requirements are met. Differences for the design of XR
systems and specifically for guidance techniques arise primarily for individual design
activities within these processes. As the design and evaluation typically involves explor-
atory activities with difficult to predict outcomes it is frequently useful to couple them as
loosely as possible with the main project. Common ways to achieve this include design
sprints in agile processes like scrum, where sprints are specifically allocated to this
exploration. Other options include pre-production phases, where the exploration research
is performed prior to the main project, or “micro projects” that are spun out of established
processes and later merge their results back into the main project. Later in this chapter we
introduce some tools that support the design and evaluation activities with guidance
techniques.

A generic, process-independent approach to incorporate the necessary user guidance
into XR projects can be subdivided into preliminary activities, that are usually performed
outside the guidance specific parts of a project; high-level analysis, that establishes the
functional intentions of the guidance techniques; mid-level guidance design that maps
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Fig. 7.2 Development activities for selecting and designing guidance techniques

high-level functional intention to concrete guidance techniques; and low-level implemen-
tation that is concerned with the technical aspects of implementation such as interaction
handling and rendering. The result is then evaluated and the design refined as necessary.
Figure 7.2 outlines these activities, organized both by level of abstraction and development
phase. When planning a project these activities can be integrated into the established
development process.

7.4.2 Design: Activities and Support

In the following subsection we describe the activities identified above in detail and provide
suggestions for how these activities can be supported by tools or streamlined to make the
design process more efficient and viable. Figure 7.9 shows an extended version of Fig. 7.2
that shows where the supporting tools described in the following subsections can be
applied.

Preliminaries: Context and Requirements According to ISO 9241-210 the first step is
to analyze and specify the context of use followed by the specification of the user and
organizational requirements. As mentioned before, these activities can be integrated into
other processes that might use a different layout and nomenclature than ISO 9241. Because
the results of these activities are required as a foundation for both the “main” application
and the guidance techniques within it, it is useful to perform these tasks first, to establish the
main usage context (application environment, users, tasks) and then expand on them with
regards to user guidance, where required.
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Preliminaries: Establishing the XR Environment In a typical XR project the techno-
logical XR environment, especially the devices to be used, will have already been
established. However, a co-design approach can be very powerful if possible, e.g. to offset
shortcomings of one system (e.g. limited field of view in AR HMDs) with another
technology (e.g. pick-by-light). Similar to the context of use and the user requirements
the capabilities of the available hardware need to be understood before appropriate
guidance techniques can be selected and designed. As use of XR devices become more
widespread, evaluation results and experience reports can often be found, otherwise an
approach like [40] can be used to evaluate the device at hand or compare potential devices
and make an informed decision.

High-Level: Identifying Guidance Tasks Different forms of user guidance can be
required depending on the environment, the task and the users of an industrial XR system.
While some systems might require only one specific kind of guidance, e.g. a navigation
system that guides the user to a location, it is quite common that more complex systems
incorporate different guidance tasks, e.g. first guiding the user to a specific location and
then providing guidance through an assembly sequence performed at this location. The
guidance provided can also differ between users, e.g. an experienced worker might be
presented with guidance on what task should be performed, while a trainee might require
detailed step-by-step guidance on how to perform the necessary sub-tasks.

Guidance tasks provide a first useful categorization of the guidance required and later
allow to browse existing solutions that might be used or adapted. A framework of common
guidance tasks in industrial XR systems include:

Spatial Navigation Spatial navigation is a central guidance task in many XR systems
ranging form mobile AR applications to large VR environments. As an example, a mobile
AR system could support safe movement in factories, especially when robots and autono-
mous transportation systems are present, by providing navigation guidance in the physical
environment. VR applications also frequently require guidance to support effective spatial
navigation, e.g. when a large virtual environment is used as a “digital twin” to visualize the
current state of production machinery and an event like a maintenance notification requires
efficient navigation to the point of interest.

Logical Navigation Logical navigation is a guidance task that is often required in remote
assistance and training applications, where users need support when interacting with
complex interfaces and visualizations. Similar to help-systems and “wizards” in graphical
user interfaces, XR guidance techniques can help users to navigate complex interfaces and
information spaces that can encompass both computer-generated (“virtual””) and physical
(“real”) elements.

Picking Picking refers to the process in a warehouse or storage where workers pick
specific items to fulfill an order. Picking intrinsically requires guidance so that workers
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know which items to pick. As picking is one of the most labor and cost intensive activities
in a warehouse a lot of effort has been invest in optimizing guidance in this domain,
moving from printed pack-lists to XR systems like pick-by-light and pick-by-voice, AR
systems and combinations thereof.

Assembly Guidance for assembly tasks can span a wide range: Training systems can
provide trainees with detailed step-by-step guidance on how to perform a task; guidance
systems for workers in a flexible production environment might limit the guidance to
information on what is to be assembled; and remote assistance could focus on one-of real-
time support of specific tasks.

Quality Control (QC) QC is another common guidance task that can vary widely
according to the specific application: While in automated QC systems XR guidance
techniques can be used to visualize and locate (potential) problems that have been
identified, XR support of manual inspection task will often provide checklists and
references to guide a worker through the process. Combinations of automated and manual
approaches are also possible and require a wide range of guidance techniques.

High-Level: Identifying Scopes of Interaction Guidance techniques in XR are required
at different scales all the way from the individual workspace to an entire factory. A useful
generic first step is to identify the scope in which interaction takes place and guidance is
required. As a starting point the following categorization can be used:

At the micro scale interaction takes place in a very small area or volume and optical or
video magnification techniques are commonly used. Very high precision tracking, high-
resolution visualization and magnification are essential requirements at this scope of
interaction. Guidance techniques should either work with existing optical or video magni-
fication devices, or a new integrated solution should be considered. XR systems that
address micro scale guidance typically use specialized sensors and displays that are
integrated into the workplace. Examples include quality control of small components,
assembly, maintenance and repair of micro-mechanisms or reworking of SMD circuits.

Workplace scale interaction is typical for work situations where users perform tasks at a
stationary workplace, such as a workstation or assembly table or remain at a location for the
duration of the task. XR systems at workplace scale require high-precision tracking and
high-resolution visualization. Usually workplaces can be adapted to a certain degree to
optimize the performance of an XR system, e.g. by installing sensors. The tracking sensors
and displays can either be mounted at the workplace or mobile or wearable devices can be
used. Typical examples include assembly tasks (stationary workplace for longer time
periods) or maintenance tasks (temporary workplace for task duration).

Room scale interaction applies to tasks where users move around physically in a limited,
possibly controlled, space while performing a task, e.g. accessing storage shelves. The
requirements regarding tracking and visualization accuracy are usually not as high as in
workplace tasks, however the spatial volume in which tracking is required is usually much
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larger and options to adapt the environment are more limited. Mobile or wearable devices
are the most common option for room scale XR applications, sometimes combined with
additional physical elements, e.g. a pick-by-light system.

Factory scale interaction applies to tasks in which users must navigate large scale
environments, either physically as in intralogistics tasks or virtually e.g. in VR systems
for factory planning, commissioning or monitoring. Frequently, guidance tasks at factory
scale deal with spatial navigation guidance, either along specified pathways or to a specific
point of interest. Especially in physical navigation tasks the available tracking accuracy is
less than for the other scopes of interaction, as factory scale XR systems cannot usually
adapt the environment to the XR system and the system must deal with a wide range of
conditions, e.g. mixed in-door/out-door use. Guidance techniques should address this
limited accuracy. Typical platforms are mobile and wearable systems for physical naviga-
tion and VR systems for the virtual equivalents.

Mid-Level: Selecting and/or Designing Guidance Techniques Having identified the
guidance tasks required for an XR system and their respective scopes of interaction the
process can continue with the selection or design of appropriate guidance techniques. As a
first step it is useful to research potentially suitable techniques for the tasks and review them
with regards to the project requirements. Techniques that pass this first filter are than
matched to guidance tasks in the system and adapted as required. Guidance tasks for which
no suitable technique could be identified require the design and implementation of new
techniques. These can frequently be build based on combinations of existing techniques
(remix), but sometime a completely new design from scratch is required.

Research and Review As discussed in the related work section an increasing number of
studies featuring different kinds of guidance techniques is being published in the scientific
research literature. A useful step is to research corresponding digital libraries like the ACM
digital library (ACM digital library.)or IEEExplore [41]. However, only a fraction of
existing techniques is covered in published research literature. Additional examples can
be found in the developer documentation provided by XR hardware/software
manufacturers, e.g. Oculus guidelines for VR systems [42] or Microsoft guidelines for
Hololens AR systems [43]. While a wide range of different XR projects have published
some useful information online there is currently no easy way to find and filter the
information.

Assuming that potentially relevant guidance techniques have been identified it is then
useful to try to match the available information to some standardized criteria. The follow-
ing checklist of review features can serve as a starting point, with the list being adaptable to
the specific needs of the project:

* Guidance: What kind of guidance task is supported?
* Scope: At which scope of interaction is the guidance technique applied?
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* Precision: What level of precision is required in the tracking and what level of precision
is achieved by the guidance?

* Guidance elements: What kind of guidance elements are used? E.g. 2D or 3D visual,
auditory, tactile or combinations thereof.

* Technology: Are there specific technology requirements? E.g. techniques that rely on
video processing might not be applicable to optical-see-through displays; tactile or
haptic feedback require specialized hardware.

* Environment: For which environment is the system designed? Does it require special
modifications or infrastructure (sensors, markers)? Can it be adapted to the industrial
context of use (noise, lighting, EMC)?

Adaptation, Remixing and Designing from Scratch Depending on the results of the
research different approaches can be employed:

Adaptation can be used if a suitable technique has been identified. Depending on the
materials available (e.g. just a description vs. code) and possibly the license a technique
is adapted to the hardware and software environment or reimplemented. While the
review should provide some indication of the suitability for the intended task it is still
useful to start with a light-weight prototype (see next section on implementation
support) with early user tests to validate it, as different environments, technologies
and devices might seriously modify usability and functionality compared to the
published results.

Remixing combines and modifies elements and ideas of existing solutions to extend their
use to different applications and environments or to address specific shortcomings. A
rapid iterative design and test approach is essential for developing useful and usable
guidance techniques remixing existing ideas, as central aspects of functionality and user
experience are difficult to predict and best established using user tests.

Designing from scratch allows to create novel guidance solutions specific to the
requirements but involves the highest level of effort and carries a corresponding
development risk. Again, a rapid iterative design and test approach is essential to
mitigate development risks and ensure usability of the result.

Low Level: Implementation

An appropriate development environment is essential to make the iterative development of
testable prototypes viable by providing pre-made components of common features and
functionality. The development environment used in a project will usually depend on
decisions that are outside of the scope of guidance design, with game-engines like Unity
and Unreal becoming increasingly popular, even for “serious” XR applications. Reasons
include the widespread support of XR technologies, the availability of pre-made assets,
efficient development workflows and the availability of developers that are familiar with
these environments.
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7.4.3 Support for Evaluation

Evaluation of guidance techniques requires user tests, as there is currently no sufficient
knowledge-base to support analytic evaluation techniques. The design of user tests can
draw on a wide body of experience, allowing to tailor tests to different goals ranging from
simple experiments that only provide rough information for internal design decisions to
gathering reliable data as a basis for scientific publications. Tests used in the design of
guidance techniques will usually be formative tests, providing information for design
decisions without the need for results to be statistically significant. However, it might
sometimes be desirable or necessary to conduct more in-depth testing. User tests can be
quite costly in terms of money, personal, development resources and time. So called
“discount usability” techniques [44] aim to reduce these costs, using the expertise of expert
reviewers (e.g. “heuristic evaluation”), simplified design representations (e.g. “paper
prototypes”) and qualitative tests with small numbers of subjects. However, directly
transferring these approaches to XR can be difficult: Heuristics require an in-depth
understanding of the domain and ample experience with it on the part of the reviewer,
which is in short supply in a rapidly evolving domain as user guidance in industrial XR
applications. And paper prototypes struggle to represent the essential combination of
virtual and real elements in XR interfaces. Nevertheless, the essence of this approach can
be applied to XR evaluation by (re-)using pre-made elements in the tests, test environment,
and system under test and tests with small numbers of participants (e.g. 3-5) are of course
applicable to XR and allow rapid design decisions and iterations of promising techniques.
To reduce test costs our approach uses:

* Pre-made test tasks

* Pre-made test environments

* Test environment building blocks

* Pre-selected variables of interest and corresponding data gathering tools
» Established processes for analysis and decision making

Pre-Made Test Tasks Simplified pre-made test tasks, while not quite as light-weight as
paper-prototypes, allow to focus on the guidance techniques of interest and allow to avoid
some of the problems that can arise when testing in industrial environments.

Potential issues with industrial tasks in user tests are that the tests have to take occupa-
tional health and safety issues into account, especially if (power) tools are involved.
Regulations often require previous training, supervision and special insurance, which
make it difficult to recruit large and diverse user groups for testing. In addition to
addressing safety and security concerns pre-made tasks also allow to address problems of
availability (e.g. when a product to be assembled doesn’t exist yet) or confidentiality
(e.g. when a product has not yet been publicly presented).
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It is therefore useful to create pre-made test tasks that are simple and quick to imple-
ment, thus allowing to focus on the guidance techniques, and abstract from other
complications in XR systems like tracking or networking. Ideally test tasks should be
designed to be re-used many times, which then also allows comparison between evaluation
results.

For our tests we have created a range of picking and assembly tasks, ranging from
micro-scale to workplace-scale using common construction toys such as fischertechnik
[45], Lego [46], and Makeblock [47]. As toys these systems are certified as ‘safe-to-play’
which avoids health and safety issues, and they are relatively inexpensive, which allows for
easy replication of tests across multiple instances and sites. All construction toys systems
have advantages and disadvantages as a basis for tests tasks: Makeblocks allows to create
sturdy structures, but requires some tools for assembly, while Lego and fischertechnik can
be assembled without tools. Lego is widely available and offers an immense range of
different blocks, while fischertechnik allows to create a wide range of functional objects
from a more limited set of blocks. Figure 7.3 shows an example of an assembly test task
using fischertechnik. For a more in-depth discussion we refer the reader to [48].

The use of construction toys is by no means obligatory and other existing objects (for
picking tasks) or disassembled products (for assembly tasks) can be used as the basis for
pre-made test tasks. Based on our experiences in user-test conducted over a 8-year period a
few guidelines can be summarized for good test tasks:

* While the guidance requirements of a test task should be similar to the corresponding
real-world task, the test task can differ, which can increase re-use of test tasks.

* Good test tasks can be scaled from simple to complex. E.g. from a pick task with a small
set of options to a large set of options, or from a 2-part assembly to a complex
hierarchical assembly.

» Unless there are specific reasons (e.g. in training applications) to handle very small or
large physical objects, the objects used in test tasks should be easily “grabbable”
(e.g. from 15 to 100 mm).

* Physical components used should be robust, without sharp edges and individually
replaceable.

* 3D models of all physical components used in the test should be readily available to
create instructions and XR visualizations.

* “Interesting” tasks can help test participants to understand a task and keep them
motivated longer. E.g. in a picking task, users might have to perform large numbers
of pick orders—explaining that the components from each pick order assemble into
complete assemblies, showing the final assembly or letting users assemble one of these
themselves at the end of the test can be helpful to engage test participants.

* Regarding the practicality of organizing tests, adjusting them as designs change, and
reusing elements between projects a smaller set of versatile components is more useful
than a large set of specialized components.
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Fig. 7.3 Example pre-made test task: assembly test task using fischertechnik

Pre-Made Test Environments The situation with test environments mirrors that of test
tasks: Conducting tests at the actual work-place can be impractical due to safety, security or
confidentiality reasons or the corresponding workplace might simply not be available for
tests. Pre-made test environments represent the essential aspects of the work environment
from the guidance perspective, match the scope of interaction and spatial layout, while
abstracting and simplifying other aspects.

Pre-made test environments and the elements therein can be viewed as the equivalent of
film sets and props in film production. To support tests across a wide range of XR
applications the “set” and “props” should be pre-made both in physical form to enable
AR style interfaces, and as virtual 3D models to support VR style interfaces, as well as the
creation of visualizations.

Figure 7.4 shows an example of a small-scale picking test environment. The test “prop”
represents the scope of interaction (on the worksurface) and spatial location of objects. It
also provides additional elements like the marker to simplify 3D tracking and thus abstracts
considerations of the technical implementation that might exist in the real workspace
(markers might not be possible, lighting might be an issue). Such props can be rapidly
produced, modified and adjust to the specific test context. Props based on rapid-prototyping
techniques (using laser-cut plywood in our example) are easily moved and stored between
tests. A small pick test environment like the one presented here is also useful as the basis for
assembly tasks as it provides a simple and well-structured way to provide the necessary
elements for an assembly task under test.

Figure 7.5 shows an example of a larger picking test environment “set”. Again, the main
feature required is simply a representation of the scope of interaction (workspace) and the
spatial layout of the elements to be picked, while the actual storage elements can be
abstracted and are represented by cheap generic containers, here labelled with a large
amount of tracking markers to ensure proper tracking during the tests.

Figure 7.6 shows the larger picking test environment “set” being used in a test of
guidance techniques for picking.
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Fig. 7.5 Example pre-made test environment: larger picking test environment “set” at “workplace”
scale

Test Environment Building Blocks Some tasks, especially navigation tasks, are difficult
to represent by a pre-made physical test environment. The sheer physical size required
often prevents the creation of a representative “set” and use of the real environment is often
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Fig. 7.6 Example use of the larger picking test environment “set” in a guidance test

precluded by concerns of safety and potential interference with the ongoing activities
taking place. One option in these cases can be to use a virtual environment as the test
environment and integrate the XR techniques as their VR equivalents. To make the creation
of such virtual environments viable techniques for the rapid construction of environments
are required that allow to adjust the environment to the specific test task, e.g. creating tasks
with different navigational complexity. Obviously, the same setup can also be used to
prototype and test VR techniques. Figure 7.7 shows an example of our testbed environment
editor based on Unity.

The testbed uses a modular approach to both the construction of navigation and
locomotion techniques and virtual (test) environments. Building on the modular structures
provided in the Unity game engine our testbed allows to quickly create 3D indoor and
outdoor environments that can then be used to test and evaluate guidance and locomotion
techniques. The right side of Fig. 7.7 shows a selection of predefined spatial elements from
which such environments can be build up using drag/drop, the left side shows several
different test environments, ranging from outdoor environments with buildings for large
scale navigation to indoor navigation with detailed guidance requirements. Figure 7.8
shows an example of an industrial navigation test environment created with the tool.

In addition to the construction of test environments we also provide a set of ready-to-use
guidance techniques for navigation, e.g. 2D-displays like Minimaps, or 3D solutions like a
3D compass. This set of techniques can be used in two ways: As a baseline reference for
user tests against which the performance of other techniques can be compared and as a
basis for the development and adaptation of new techniques. Because the techniques are
provided as standard Unity prefabs they can be easily modified and extended, simplifying
the development of application specific adaptations. Over time developers can create and
expand the library of “proven” baseline techniques by adding their own new techniques to
the library.
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Fig. 7.7 Example test environment building blocks: Navigation guidance testbed creation using our
customized Unity editor interface

Fig. 7.8 Industrial navigation test environment created using the testbed editor

Pre Selected Variables of Interest in User Tests and Corresponding Data Gathering
Tools In addition to (re-)using pre-made test tasks and environments the (re-)use of test
materials and questionnaires provides another avenue to reduce the cost of XR user
guidance tests. While a key focus of XR guidance technique user tests, especially in
early stages, will be on the identification of interaction problems it will often also be
important to gather additional data, either by measurement or through user feedback
reports.
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After completing a test, users will usually be asked to provide feedback on aspects such
as usability, comfort and ergonomics. There are established questionnaires for these
individual aspects, but their combined scope is often too large for test users to complete
them all. It is therefore essential that designers carefully decide which information is really
required and limit the set of questionnaires accordingly. If a wide coverage of feedback
topics is essential, a viable approach can be the creation of integrated customized
questionnaires that integrate topics of different domains and trade depth for breath. It is
important to note that the results from such custom questionnaires can’t be compared to
results from standardized questionnaires and that it is essential to validated custom
questionnaires before use. The following list provides an overview of measures commonly
used in XR user tests. To streamline the process and simplify both the tests and the analysis
of the results it is essential to be selective and carefully consider which of these
(or additional) measures are essential to the task under study:

* Completion time of a task

* Numbers of errors made during a task

* Numbers of errors corrected during a task

* Numbers of errors persisting in the final result

* Measures of user fatigue

* Measures of user attention/distraction

* Measures of user’s cognitive task load

* Collection of data on cybersickness symptoms

* Feedback on technological acceptance of the hardware used
* Feedback on the perceived utility of the system

* Feedback on the perceived usability of the system

» Feedback on the perceived user experience of the system

Established Process for Analysis and Decision Making This subject is closely related to
the preceding one and they should be considered together. Before conducting tests with
users and gathering data, a clear and well-defined process for the analysis of the resulting
data and the way it is going to be used for decision making should be established. This
includes a process to address feedback on interaction problems, as these should receive
priority in getting resolved.

7.5 Reflection and Future Work

Guidance technique are media elements that are not present in reality, but added as artificial
extensions or modifications in an XR application. The requirement for user guidance arises
from the great amount of freedom and control that users of XR applications enjoy. While
the possibility to freely explore can improve the user experience, this freedom can also be a
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Fig. 7.9 Supporting tools for individual development activities (in dark bubbles)

major usability problem if users don’t recognize interaction possibilities or have no clear
idea of what to look for. The solution to this problem is to guide users by providing explicit
cues in the XR environment that recommend future actions. Guidance in 2D user interfaces
is typically provided by standardized interaction components (widgets) that rely on the
user’s ability to recognize and use familiar elements. Virtual environments in the entertain-
ment and narration domains often use scoring feedback, storytelling techniques and virtual
characters to provide guidance, but these techniques are difficult to apply in the industrial
domain. In this chapter we have focused on a more general approach that augments XR
environments with explicit techniques that serve to guide the viewer.

As reported a significant body of literature exists that describes such explicit guidance
techniques, with some publications including an evaluation or comparison to other
techniques. However, not all existing guidance techniques are described in publications
and it would be useful to provide support in order to simplify the activities in the “mid-
level” design activities, such as “Research and review”, “Match and adapt” and “Remix
and design®. In this chapter we have described some techniques and tools that can be used
to integrate the necessary design and evaluation activities into established development
processes. Figure 7.9 illustrates which design activities can be addressed by which tech-
nique or tool. While these techniques help to make the integration of customized user
guidance into XR applications more viable there is still a large opportunity to further
improve the process through additional support.

Possible ways to provide such support at the “Research and review” level in the future
could include the creation of standardized description formats for common properties of
guidance techniques and simplified ways to both “publish” and “search” guidance
techniques, e.g. by means of a public repository or database. Similar to the publication of
graphics “gems” [49] or Ul “pattern” libraries, e.g. [50], such repositories could provide a
platform to publish and share designs and experiences with guidance techniques that might
not warrant the publication of a scientific publication.



7 Designing User-Guidance for eXtendend Reality Interfaces in Industrial . . . 195

At the “Match and adapt” level a growing body of techniques are becoming available in
open source repositories, however their reuse is often complicated by the use of rapidly
changing and platform specific APIs. Just like XR in general, the design, development and
distribution of XR guidance techniques would thus benefit from standardized, platform
independent content description formats.

Finally, at the “Remix and design” level libraries of common elements in combination
with specialized tools for their combination and extension are required. 3D game engines
like Unity and Unreal provide not only a useful basis for the implementation of XR
systems, but can also be extended with custom elements and user interfaces that allow to
create such high-level tools (as in our 3D navigation testbed) without the need to
reimplement the functionality already available.

Concluding, based on recent and ongoing technological improvements in XR base
technologies like displays, tracking and rendering the key challenges in industrial XR
applications increasingly move from the technological challenges of making XR systems
work in an industrial environment to designing industrial XR applications that effectively
support users in their work tasks. The design and implementation of guidance techniques
forms an essential part of such systems. In this chapter we have described approaches that
help to make the design and implementations of such techniques effective and efficient and
have identified some open challenges to further optimize the design, reuse and evaluation
of XR guidance techniques.
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Abstract

Managing the knowledge of assembly workers is crucial due to the valuable personal
expertise of collected information over time that is hard to articulate. Unfortunately, the
accumulated knowledge disappears when workers leave the company. Methods to
record and transfer assembly knowledge between workers rarely exist due to the time-
consuming documentation of assembly steps. This paper presents Lenssembly, a mobile
augmented reality system utilizing programming-by-demonstration to record, detect,
and generate assembly instruction sequences using a head-mounted display. The assem-
bly instructions are automatically detected using a neural network, preventing the need
for manual documentation and time-intensive content creation for each assembly step.
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In a user study (N = 12) with two different assembly tasks, participants favored the
recording functionality of Lenssembly while conducting fewer errors and perceiving
less task load than traditional paper instructions. We discuss the implications of our
results and conclude how technologies create repositories for storing and transferring
expert worker knowledge.

Keywords

Augmented reality - Artificial Intelligence - Programming-by-demonstration - Industry
4.0

8.1 Introduction

Assembly knowledge preservation has become a relevant factor in manual production
lines. Lot sizes become smaller, which is attributed to a decrease in mass production and an
increase in personalized production for individual customer needs [1]. Despite an increas-
ing degree of automation, manual assembly workers are the driving force to maintain the
trend of individual mass production [2]. Gone are the times where pure rote learning of
instruction steps was sufficient to perform the manual assembly. Instead, individual
production at assembly lines which are expected to rise [3]. Current practices require
workers to memorize assembly instructions on-demand, requesting junior and senior
workers to adapt their assembly procedures frequently to fulfill the unique product assem-
bly requirements. The assembly knowledge is passed from a senior worker to a junior
worker in verbal or written form. Common instruction modalities include verbal commu-
nication or printed instructions [4]. Such instruction modalities do not scale well with small
sizes and frequently require senior workers to teach new instructions.

However, the senior workers’ time is precious, and they may leave the company,
effectively taking their accumulated expert knowledge with them. The current practice is
to reverse engineer the assembly process since no documentation standards for assembly
procedures exist. Here, junior workers are confronted with constant variations of assembly
instructions that may lead to an increase in working memory demand and error rates [5—
7]. The issues above are counterproductive towards an effective knowledge transfer
between junior and senior workers.

Assistive systems at workplaces have been researched to ameliorate this effect [8]. Such
assistive systems may use external displays [9], pick-by-light systems [10], or Augmented
Reality (AR) systems, such as projections or Head-Mounted Displays (HMDs) [11] to
support workers during their assembly. The feasibility of these systems has been the subject
of various evaluations [12, 13] attesting to the positive effects of interactive worker
assistance. However, one reason preventing assistive assembly systems from entering the
production lines of enterprises is the extended complexity of recording and assembly
instructions generation. Here, the initial configuration and the authoring of assembly
instructions are time-consuming. Moreover, it requires senior workers proficient with the
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assembly procedure to prepare them alongside their working function in a company. Those
requirements might result in an early decline of assistive assembly systems, although these
systems offer promising solutions to convey assembly knowledge and optimize knowledge
management.

This paper presents Lenssembly, an HMD-based prototype recording, generating, and
displaying assembly instructions using a programming-by-demonstrating approach.
Workers can record assembly instructions during assembly procedures through image
data received from the integrated cameras. The assembly steps and associated objects are
detected using a neural network translating the assembly instruction sequence into a spatial
holographic representation. Lenssembly supports the modular recording of assembly steps,
which can be stored to create an assembly instruction repository. Junior workers can then
utilize this repository to view and assemble manufacturing procedures. We evaluate
Lenssembly in a user study with two assembly tasks and 12 participants, comparing the
usability of the teaching procedure and the assembly performance between Lenssembly
and traditional paper instructions. We find that all participants could create assembly
instructions and perform all assembly tasks successfully using Lenssembly. Furthermore,
our results revealed that using Lenssembly contributes to a lower error rate and perceived
task load compared to paper instructions. Finally, interviews revealed that Lenssembly is a
suitable tool to preserve the assembly procedures of senior workers, which junior workers
can use to learn new assembly procedures.

8.2 Contribution Statement

The contribution of our work is threefold: We (1) present Lenssembly, an AR-based
assistive system that records and replays assembly instructions using a neural network
through a user-driven programming-by-demonstration approach. We (2) conduct a user
study (N = 12) with two different assembly tasks to evaluate the efficiency and usability of
Lenssembly compared to traditional paper instructions. Finally, we (3) discuss how
ubiquitous technologies benefit from our approach to populate knowledge repositories
hosting assembly procedures for effective knowledge transfer between workers. We are
confident that our work paves the way for pervasive knowledge documentation passed to
other users utilizing ubiquitous technologies.

8.3 Related Work

In the following section, we first introduce related research regarding AR-supported
assembly guidance, followed by an outline of assembly authoring and different object
and action.
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8.3.1 Augmented Reality Supported Assembly Guidance

The use of AR for assembly guidance instead of other assembly instruction modalities was
already the subject of previous research. Boud et al. [14] presented the idea of using AR for
manual assembly tasks. Specifically for the effectiveness of assembly task guidance, Boud
et al. [14] compared five guidance methods, including conventional engineering drawings,
immersive VR, and context-free AR. In a user study where participants had to conduct an
assembly task using one of the different methods, they showed that VR and AR were
outperforming the traditional 2D engineering drawings. The AR system was further rated
as the most effective method. Interestingly, the assembly tasks were up to three times faster
using AR compared to the VR methods and more than eight times faster than the traditional
engineering drawings.

A series of studies showed the positive effects of augmented worker assistance.
Henderson et al. [15], and Tang et al. [16] studied the advantages of AR compared to
traditional knowledge and assembly instruction transfer methods, finding that AR-based
guidance significantly reduced the task completion times, number of errors, and cognitive
workload. Nilsson and Johansson [17] investigated the acceptance of AR instructions and
confirmed the users’ preference for AR supported instructions over traditional learning
methods.

Researchers began to evaluate functional prototypes to evaluate augmented assembly
instructions. A hand-held assembly system was presented by Billinghurst et al. [18]. A
mobile phone is used as a see-through display to view complex models and detailed
assembly instructions. Their study shows that AR with overlayed animations resulted in
the lowest task completion time than static AR. Westerfield et al. [19] translated this
concept to HMDs in a motherboard assembly scenario. Their research concludes that AR
assembly guidance can significantly improve learning success. This hints towards a
learning effect when lessons are frequently repeated in an interactive learning environment
[20, 21].

Bannat et al. [22] presented how projection-based systems can support assembly
workers. A camera and a projector mounted above the table displays the assembly
instruction sequence. A camera is used to track the user’s actions and verify the assembly.
Inspired by the approach from Bannat et al., several projection-based systems were
presented that improve the assembly performance at stationary and mobile workplaces
for workers [12, 23-25] and workers with cognitive impairments [9, 26]. Furthermore,
Kosch et al. [6, 27, 28] showed through the use of electroencephalography how the
worker’s cognitive workload is effectively reduced using in-situ AR. Hence, assistive
assembly systems can be implicitly benchmarked in addition to already established assem-
bly system performance metrics [29, 30]. Biittner et al. [31] investigated training duration
and learning effects of AR-driven assembly support systems. Their findings conclude that
participants show a faster assembly performance when using AR-based assistive
technologies in the first 24 h. Their results imply that, while assistive technologies improve
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the assembly performance during initial training, there may be no improvements for long-
term use.

8.3.2 Assembly Authoring, Object, and Action Recognition

The construction and order of assembly steps require a worker (i.e., the author) to
demonstrate those steps while a system recognizes these actions. Marker-based approaches
were initially used to accomplish object detection and tracking. Molineros et al. [32]
addressed the sensing problem for object tracking and connection detection with the help
of encoded markers. Each assembly object had a marker that was uniquely recognized and
tracked. A previously computed assembly graph is used as a basis for the representation of
all possible states of parts and feature descriptors. Computer vision algorithms are used to
identify, track, and verify the assemblies and attachments in real-time using the marker.
Gupta et al. [33] demonstrated an assembly authoring and guiding system for Lego Duplo
bricks. The system uses color and depth information from a Kinect camera for object
tracking and action inference. The functionality of the system is restricted to a table surface
with four marked regions. The user can freely move the assembly object within the play
area during the guidance and authoring task, where the object is tracked. A virtual replica is
displayed on a monitor showing the assembly object in the same pose as the in-hand
physical model. Before a new Lego Duplo brick is added to the physical model, it must first
be placed in the “add box”, where the size and color of the model are matched against a
virtual model. If the attachment is not correctly recognized, the user can restart the
detection process by placing his hand in a recheck box. Finally, objects can be removed
from the physical model by placing the detached object in the remove box. For the
alignment of the digital replica with the physical model, a transformation between the
camera point cloud and the virtual point cloud is calculated with an iterative closest point
algorithm. New attachments and detachments are detected by calculating a belief distribu-
tion value over several frames, describing addition and removal candidates, since single
poses (i.e., single frames) contain insufficient information. This approach can be combined
with recent studies that utilize eye tracking to understand how assembly instruction
information is accessed by the individual user [34].

Neural networks have become a popular method to estimate object and their states for
further processing in AR. Su et al. [35] proposed a method to estimate the pose of objects
for AR applications. They use a neural network to detect the pose and state of objects for
further use in AR applications. Roitberg et al. [36] presented a vision-based approach for
recognizing human activities in industrial environments using deep learning. The system
enables the recognition of hand activities like selecting points and objects grasping and
coarser activities such as assembly and processing of workpieces. Multimodality is used to
create a single output by combining multiple sensors. For this, data from a Kinect v2 for
human skeleton tracking, an Asus Xtion Pro for object recognition, and a Leap Motion for
detailed hand skeleton tracking are fused with a self-developed control framework for data
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synchronizing. Activities are classified in multiple abstraction levels using hierarchical
hidden Markov models after feature selection and dimensionality reduction. Agrawala et al.
[37] proposed design principles on how to display assembly instruction sequences for
users. Consequently, Biittner et al. presented a system that records assembly instructions of
Lego Duplo bricks using an RGB and depth sensor [38, 39]. The prototype records the
user’s actions and visualizes the assembly instructions to the user. However, the assembly
instruction reconstruction is limited to a stationary setting and relies on complementary
object colors to enable a robust recognition. While the added depth sensor provides a more
robust detection based on the objects’ 3D constitution, it may not work reliably for similar
objects with similar colors.

Neural networks have gained an increase in popularity for object and action detection
recently. Shinde et al. [40] present an approach where human actions are recognized using
the YOLO object detection framework. Therefore, they trained the object detector with
images consisting of appropriate labeled actions. When an action label is detected with a
given threshold over multiple frames, the associated action is classified for this period. An
object detection algorithm for action classification allowed the classification of activities
with a small number of images. It showed that even single images could be sufficient to
recognize the action. The work of Bhattacharya et al. [41] introduced an approach for
generating AR work instructions by expert demonstration. The execution of the procedure
is first recorded and then processed to create the learning environment. For this purpose, the
system consists of two parts: the demonstration and refinement phases. In the demonstra-
tion phase, a static near-range 3D sensor captures a predefined surface. New steps are
detected by continuously checking whether a hand is in the image. The current point cloud
is compared with a previous one and checked for a new object when the hand disappears
from the image. Subsequently, an algorithm tries to identify the movement of the newly
detected object to create an accurate animation. Finally, the refinement phase allows us to
modify the recorded steps and add additional text, images, and videos. However, this
approach is limited to stationary settings as a near-range sensor must be placed in a fixed
position. Recently, Kong et al. [42] presented TutorialLens, an AR authoring and demon-
stration system to create instructions for the operation of user interfaces. Users can author
interface tutorials using a computer vision-based demonstration recording the 3D
coordinates of finger positions. TutorialLens reproduces these finger movements for
users who are not proficient with the user interface through a see-through device. Users
are then hinted at the correct interaction via AR.

Previous research showed how interactive worker assistance could be used to increase
assembly efficiency and productivity. However, at the same time, assembly instructions for
those assistive systems need to be created, which is a laborious task. Here, past research
looked into activity and action recognition to ease the authoring of the assembly
instructions. However, previous work required manual interaction with an assistive system
to teach assembly instruction procedures or was functional under controlled conditions. We
close this gap by presenting Lenssembly. This mobile assembly instruction authoring
system ubiquitously records the worker’s interaction with workpieces to automatically
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Fig. 8.1 Application structure of Lenssembly. An Authoring Mode enables to create and author new
assembly instruction procedures. The learning procedure uses the recorded instructions to transfer this
knowledge to new workers via AR. A Playback Mode displays the assembly instructions in AR and
verifies if the assembly is conducted correctly

generate assembly instruction sequences, where objects are detected using a neural
network.

8.4 Lenssembly: An Assembly Authoring and Playback System

Lenssembly runs as a mobile setup on a Microsoft HoloLens as HMD. Here, Lenssembly
features an Authoring Mode and Playback Mode to capture assembly steps of a senior
worker and replay them to trainees or junior workers. Figure 8.1 depicts the concept of
Lenssembly. Both, the Authoring Mode and Playback Mode use the front-facing camera of
an HMD (i.e., a HoloLens) to capture changes on the workplace to learn the order of new
assembly steps (i.e., in the Authoring Mode) or show a digital representation of the next
assembly step (i.e., in the Playback Mode). Objects and the worker’s hands are detected
using a trained neural network. We use the YOLOv3 [43] algorithm to detect and track
objects. YOLOV3 applies a single neural network to the full image, making it suitable for
the efficient real-time detection of objects. Objects must be annotated beforehand in
pictures fed into the neural network, resulting in a model embedded into applications.
The following section describe the details of the Authoring Mode and Playback Mode.

8.4.1 Authoring Mode: Expert Authoring and Recording Systems

The Authoring Mode allows expert and senior workers to record the order of assembly
steps using an automatically “programming-by-demonstration” approach. The recording
system allows workers to author new assembly task workflows and store them persistently
in a data model by demonstrating the assembly steps in a workplace. This includes
assembly steps and hands, tools, and actions that require attachments between several
components. The Authoring Mode system utilizes a neural network to detect the sequence
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Fig. 8.2 Procedure step suggestion process for a detected connected object in the Authoring Mode.
Left: A connection between the yellow and green object was detected and is added to the assembly
procedure after the decision timer expires. Right: Conflict resolution menu models two detected
actions for the same objects. The user must choose one of the two actions by clicking on the
corresponding model

of the assembly steps and worker actions. The user can manually proceed or wait until a
decision countdown expires, upon which the current assembly instruction step is saved.
The worker receives continuous feedback about the learned assembly procedure and
displayed digital representation. The previously prepared digital twin is saved into the
app and displayed upon detecting the associated real-world object. All objects are captured
using the point-of-view camera of the HoloLens. Figure 8.2 depicts an illustration of the
Authoring Mode view.

The worker can choose an existing assembly task or create a new one upon starting
Lenssembly. A virtual keyboard or voice commands are used throughout the whole
training procedure to provide text input. The worker can create a new work procedure
for each step and perform the respective assembly. Lenssembly provides constant feedback
on how the final representation will look like for the trainee. The process enables experts to
see what the system detected and to intervene if necessary. First, the procedure step is
always described as a triplet in the upper right corner of the HMD. In the case of an
attachment action, a digital twin is created next to the associated physical objects of the
action. To create a digital twin, we use pre-generated 3D models of the individual captured
objects utilizing the CAD models to create a 3D representation in AR. The 3D
representations of the digital twins are prepared beforehand and displayed when the
associated objects’ constellations are detected. A five-second timer is started upon
detecting an object. The assembly procedure is saved when the timer expires, and subse-
quently, the next step can be performed—the timer restarts when corrections to the
assembly are made. The current assembly step training procedure is canceled when the
front-facing camera loses the tracking of the objects. If multiple actions are detected during
the same assembly step, the expert worker can review and correct the assembly steps using
a conflict resolution menu (see Fig. 8.2).
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Fig. 8.3 Lenssembly checks the available parts prior the assembly. Left: A checklist is displayed
and an arrow with a description denotes the part. The assembly begins when all parts are available.
Right: Lenssembly displays (1) the current procedure step, (2) the pre-trained result, (3) potential
wrong actions, and (4) textual information messages that support the assembly

8.4.2 Playback Mode: Trainee Replay and Learning System

Previously trained assembly instructions can be replayed using a Playback Mode function-
ality. Lenssembly displays all authored assembly procedures for selection to the user. A
feedback location (i.e., the worktable) has to be selected by the user to begin with the
assembly process using a drag and drop gesture. Then, a part list appears that visually
checks if the assembly parts are available in the workplace (see Fig. 8.3). The assembly
starts afterward. A previously prepared 3D rendering of a CAD model is rendered next to
the physical assembly object. A description above the object provides additional details
about how to perform the assembly. Generated animations are played to display how
attachments must be performed (e.g., through a predefined blinking arrow displayed
above the detected object). Also, arrows depict which objects have to be attached. The
assembled objects turn green, and the application continues with the next assembly step
when a correct assembly is detected. Wrong actions are displayed on the left side of the
workplace to inform the user about potential corrections of their assembly. Again, all
objects are tracked using the integrated point-of-view camera of the HoloLens. Figure 8.3)
displays how the Playback Mode is displayed to the user.

8.5 Evaluation of Lenssembly Through a User Study

We conduct an evaluation of the Authoring Mode and Playback Mode system of
Lenssembly. We explain the used assembly tasks, provide details about the trained
model to detect workpieces and describe the methodology.
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Fig. 8.4 The signaling column (left) and PLC task (right) that were used to evaluate Lenssembly.
Both assembly tasks require a screwdriver

8.5.1 Assembly Tasks

We selected two assembly scenarios to evaluate Lenssembly in a user-centric study. First,
we use YoloV3 to train a neural network that detects the assembly components, tools, and
worker’s hands. Second, we utilize the assembly of a signaling column and programmable
logic controller for the user study.

Signaling Column Assembly The signaling column assembly task consists of seven
components that are stacked on top of each other (see Fig. 8.4). At the lower end is a
bracket, and the upper back is closed by a lid. Every component, except the screwdriver,
has one or two attachment points located on the top or bottom of the object where other
fitting parts can be attached. The bracket can be screwed on to fasten the signaling column.
This assembly task was chosen because of the various possible results and procedures that
can lead to the same goal. Actions, such as the connections between the components, the
worker's hand, and the screwdriver, need to be detected by Lenssembly. We have selected
the signaling column assembly task since it can be varied through the order of the
attachments without changing the assembly task itself.

Programmable Logic Controller Assembly The programmable logic controller (PLC)
task contains five hardware components (see Fig. 8.4) that require the worker to mount
several components on a mounting rail. The components are placed next to each other. The
PLC task is more complex than the signaling column task since the modules placed next to
each other and on the components cannot be exchanged. In addition, it requires the frequent
use of the screwdriver since all modules need to be fastened.
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8.5.2 Data Set Collection and Model Training

We recorded videos of all assembly workpieces in the first step to acquiring image data of
the objects. Videos were made from different angles and directions to retrieve a diverse set
of images. Furthermore, all videos were taken against diverse backgrounds and under other
lighting conditions. We recorded the videos with 30 frames per second. We extracted every
fifth frame of the videos for the labeling process to get a good distribution of multi-angled
images. We manually removed blurred images and replaced them with adjacent frames
from the video. We ensured that all objects in the data set were represented approximately
equally often during the data collection. In total, we extracted over 5600 frames from the
recorded videos. Each captured frame contained one or multiple objects. The data set
included 17 classes from the two previously introduced assembly tasks. A list of all classes
with their associated assembly task can be found in Table 8.1. Tools (i.e., a screwdriver)
and hands are listed extra since they are part of both tasks.

Data annotation and labeling is the process of labeling data for supervised learning
machine learning methods. This involves the object localization inside a frame and their
respective manual labeling. We manually labeled the objects with bounding boxes in the
image using the open-source tool OpenLabeling. OpenLabeling generates the annotation
and associated labels in the appropriate YOLOV3 textfile format. Darknet2 is used as an
open-source implementation for YOLOv3. Each file stores information about all
bounding boxes of the corresponding image, describing their respective class id and
position (i.e., xCenter, yCenter, width, and height), and uses normalized pixel
coordinates between 0 and 1. Finally, we achieved a good distribution with only the
Hand class having significantly more pictures~ (see Table 8.1). After generating the basic
truth data, the annotated data set was split into a train and a test data set. We divided the
data into 85-15 splits using a random-based approach. YOLOV3 resized the input images
to 608x608 pixels. We used the previous labeled images for training, resulting in 11,467
training instances. The number of filters was set to 66 in the YOLOv3 configuration file.
The final model was trained for 176k iterations until a training loss of less than 0.1 was
reached, resulting in a loss of 0.06.

8.5.3 Methodology

We evaluate Lenssembly using a mixed-method study design opting for a within-between-
subject design. We divided the participants into two groups. The first group (N = 6) was
asked to assemble the signaling column and PLC unit using the Playback Mode of
Lenssembly. Afterward, the participants filled a NASA-TLX questionnaire and custom
Likert scales accompanied by a semi-structured interview. The second group (N = 6) was
asked to assemble the signaling column and PLC unit using paper instructions. The
participants were asked to fill a NASA-TLX questionnaire and custom Likert scales similar
to the first group. In addition to the assembly, the second group was asked to build the
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Table 8.1 Final label distribution of the workpieces, tools, and hands

Class Instances Assembly task
Yellow light 659 Signaling column
Red light 684 Signaling column
Green light 693 Signaling column
White light 663 Signaling column
Blue light 663 Signaling column
Lid 686 Signaling column
Bracket 674 Signaling column
Load current supply (lid closed) 689 PLC

CPU (lid closed) 660 PLC

Digital input/output module (lid closed) 655 PLC

Mounting rail 580 PLC

Load current supply (lid opened) 641 PLC

CPU (lid opened) 650 PLC

Digital input/output module (lid opened) 665 PLC
U-connector 632 PLC

Screwdriver 667 Tool

Hand 906 Tool

Total 11,467

signaling column using the Playback Mode to gain additional qualitative feedback about
the mode. Finally, we conducted a semi-structured interview. We counterbalanced the
assembly conditions (i.e., assembly of signaling column and PLC unit) according to the
balanced Latin square. After the assembly, all participants of both groups were invited to
train and test a new assembling procedure of a signaling column using the Authoring Mode
to gain additional qualitative feedback.

We compare the assembly efficiency of Lenssembly using paper instructions during the
participant’s assembly using the Playback Mode. Printed paper instructions are a
standardized modality to convey assembly instructions that have been used in research to
compare novel assembly instruction modalities [44]. The paper instructions included one
instruction step per page. The page has to be flipped to continue with the following
assembly instruction. Pictures were generated using available CAD models of the
corresponding workpieces. Also, both the recorded assembly procedures in AR and the
paper instructions contained written text to support the assembly. We used the Microsoft
HoloLens as HMD. Figure 8.5) the study workplace. We outline the independent and
dependent variables in the following.

Independent Variables We employ the assembly instruction modalities as a factor with
two levels (i.e., AR with Lenssembly and paper instructions). Participants were either
assembling the signaling column task or PLC task using Lenssembly or using paper
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Fig. 8.5 Left: Study setup with the signaling column and PLC assembly task. Printed paper
instructions were used as baseline. The finally assembled (middle) signaling column and (right)
PLC unit

instructions depending on the group. In addition, all participants were teaching the signal-
ing column using the Authoring Mode of Lenssembly after their assembly.

Dependent Variables We measure the task completion time for every single assembly
step during assembly with the paper instructions and Playback Mode of Lenssembly. We
measured the number of errors made for each assembly task. An error is always counted
when the assembly step itself or the mounting of parts was conducted erroneously (e.g.,
wrong order of attachments). Here, we subdivide the errors between independent and
dependent errors. We specify independent errors as wrong attachment steps or missing
assembly objects. For example, independent errors are subsequently performed without the
user's dependent error being recognized by the user. Each participant was asked to fill in a
NASA Task Load Index (NASA-TLX) [45] questionnaire after each assembly procedure.
Afterward, we conducted semi-structured interviews to gain additional feedback about the
Playback Mode and Authoring Mode.

8.5.4 Procedure

We greeted the participants and provided them with a written description of the study to
ground each participant regarding their intention. The participants were familiarized with
the study setup after they provided their informed consent. Furthermore, our participants
provided their demographic data, previous AR experience, and knowledge about manual
assembly. A 1-min video an introduction of the Playback Mode of Lenssembly. It
demonstrated the basic UI elements, controls, and the execution of hand tool actions.
The study started afterward with the assembly using either Lenssembly or paper
instructions according to the counterbalanced order.

In the first part of the study, our participants started with assembling the first workpiece
after putting on the HoloLens or viewing the printed paper instruction. Here, the participant
was either asked to assemble the workpiece (see Fig. 8.5 for the fully assembled result). For
the signaling column, the participants were attaching the subparts of the signaling column
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Fig. 8.6 Illustrated study procedure. We use mixed within-between-subject design where both
groups experience the assembly using either Lenssembly or paper instructions. All participants author
a signaling column after the assembly using the Authoring Mode. Interviews were held between the
sessions

until it resulted in the whole signaling column that consisted of seven objects and six
assembly steps. On the other hand, the PLC task consists of five objects and fifteen
procedure steps that frequently involve tool actions. In addition, participants filled a
NASA-TLX questionnaire after each assembly. Finally, all participants were authoring a
signaling column using the Authoring Mode.

The second part of the study focused on the Authoring Mode feature of Lenssembly.
First, the participants were asked to train an assembly procedure of the signaling column.
Again, an introductory video explained how the Authoring Mode works, how it suggests
detected actions, and how they can intervene to correct the system if necessary. Next, the
participants were invited to build the signaling column in their fashion due to the modular
components. The participants were asked to test their training procedures afterward.
Finally, a semi-structured interview was conducted that examined the usability and user
acceptance of the Authoring Mode. Figure 8.6 depicts the study procedure.

8.5.5 Participants

We recruited 12 volunteers (three female, nine male) to participate in the user study via
mailing lists. The participants’ age ranged between 18 and 55 years. Four participants had
no previous experience with AR, where six participants reported rare experience with
AR. Two participants were using AR frequently. Six participants had prior experience with
the HoloLens. None of the participants had previous experience with manual assembly.

8.6 Results

In the following, we report the results of the task completion time, the number of errors, and
subjectively perceived task load.
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instructions require less time for complex assembly procedures. The error bars depict the standard
error

8.6.1 Task Completion Time

Paper instructions required less time compared to instructions displayed in the Playback
Mode when assembling the signaling column (paper instructions: M = 140.00s,
SD = 37.80s, AR-based instructions: M = 145.55s, SD = 44.49s). For the PLC task,
participants require less time using paper instructions (M = 170.00s, SD = 46.84s)
compared to the Playback Mode (M = 247.00s, SD = 98.33s). Potential reasons for longer
task completion times using the AR-based instructions can be that participants were unused
to the HMD itself and the potential waiting times between the assembly steps to display the
next instruction. Figure 8.7 illustrates the mean task completion times.

8.6.2 Number of Errors and Task Load

We counted the number of errors conducted with paper and the employed AR-based
instructions during the Playback Mode. We describe the number of independent and
dependent errors. The documentation method for the signaling column task had 0.83 errors
and 1.00 independent errors on average, resulting in 1.83 errors. No error was recorded
from participants using the Playback Mode. For the PLC assembly task, we measured an
averaged independent error rate of 0.33, with no independent error occurring during
Playback Mode (overall error rate: M = 0.33). However, the documentation manual had
an independent error rate of 1.83 and a dependent error rate of 0.33 (overall error rate:
M = 2.16). Figure 8.8 shows the averaged number of errors. Furthermore, we analyze the
NASA-TLX questionnaire to quantify the participants’ subjectively perceived task load.
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We find a higher level of workload for paper instructions (M = 40.84, SD = 1.44)
compared to instructions displayed in the Playback Mode (M = 29, SD = 1.42). Figure 8.8
shows the TLX scores between the Playback Mode and paper instructions.

8.6.3 Qualitative Results

The following section examines the findings of the semi-structured interviews. Most
participants liked that they had their hands free during the assembly and did not have to
occupy their hands with physical instructions. However, one participant (P9) stated that it is
hard to do the actual assembly when handling the AR application and the assembly task.
The participant referred to the tool actions, where the search for tools “[...] leads to
abnormal head movements.” (P9). This is mainly attributed to the narrow field of view
of the HoloLens. However, we see this as a technical limitation that will be resolved in the
future. Asking about potential helpful features that are present in the application, eight
participants stated that they liked the arrow feedback (P1, P2, P5-P7, P10-P12). Two
participants added that it helped them to identify the objects even if you do not know what
they look like (P7, P12). This was useful in the PLC assembly task. However, one
participant found there was sometimes “[...] too much information with the arrows”
(P3) which led to confusion. P7 liked that you can look at the rendered 3D models from
all perspectives and that you can even look into them, providing an experience which
would not be possible with documentation or videos. The participants also liked the fact
that the application tells you when a task is completed. One participant stated that “It makes
you feel good. You can tick off the task, continue, and know that the previous step was
correct.” (P10). Some participants were disturbed that certain information was often not in
the field of view of the assembly environment. We asked what worked well and what



8 Lenssembly: Authoring Assembly Instructions in Augmented Reality Using . .. 215

caused problems during the learning process. Four participants stated that they had
problems carrying out the screwing action because their hands were not recognized (P2,
P3, P9, P10). Two participants explained that they often did not see the visual feedback
when the system successfully recognized an object. Thus, they missed the next step in the
process (P3, P9), resulting in higher task completion times. One participant stated that this
is probably the case because the confirmation text on the HMD lies on a different level than
the physical objects (P3). The participant also stated that “[...] if you concentrate on the
assembly and your eyes are focused on it, you simply overlook information on the HMD.”
(P3). We asked if they liked that the system checks for the correctly assembled objects
before proceeding to the next step. The participants liked the concept since it detects and
catches errors early on. One participant thought it is essential for work where a certain level
of safety must be maintained (P11). We continued to ask technical questions about the
HMD. First, we asked what features of the HoloLens would need to be improved to
increase the application’s usability. Ten participants stated that the narrow field of view
is one of the main limitations (P1-P8, P11, P12). Five participants had problems with the
resolution as well as the contrast and found it hard to distinguish between certain colors.

Finally, we were asking questions about the perceived utility and usefulness of the
Authoring Mode. Most of the participants perceived the recording process as intuitive. One
participant stated that “[...] this is the next step in learning assembly tasks after
documentations and video instructions.” (P3). All participants stated that they either
wanted to set the time for the recording countdown manually or use a dedicated gesture,
button, or voice command. One participant would like to disassemble objects later in the
recording to undo previously recorded procedure steps (P9). Overall, all participants could
imagine using an HMD application similar to the developed one in the future to store their
assembly knowledge persistently.

8.7 Discussion

Can we use ubiquitous technologies to store and preserve assembly knowledge? The
presented user study results show that our participants could learn the recorded assembly
tasks and train new assembly procedures using our system. This section discusses the
results, addresses the remaining challenges, and lays out the vision of user-generated
knowledge repositories.

8.7.1 Lenssembly Requires More Time than Paper Instructions

While the signaling column assembly task did not differ in completion times between the
AR application and the documentation, the PLC task showed a descriptive difference.
However, paper instructions outperformed AR-based instructions in terms of task comple-
tion times during the PLC task. One reason was the tool actions, where the tool has to be
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registered by the HMD, hence taking more time than using the tool right away. Further-
more, some users intuitively grabbed the screwdriver without looking at the tool to perform
the pickup action, ignoring the previous demonstration of handling these actions that led to
the need to register the tool again. This is consistent with the collected qualitative
statements, where participants stated thfat the special performance of tool actions could
lead to unusual head movements. Also, some participants had problems performing hand
tool actions since their hands were not reliably detected. One reason could be that the data
set contained hand images from people with a similar handshape. A more diverse set of
hand images can lead to a more robust model. The additional actions that should be
performed with the tools were partially forgotten and led to problems during execution,
contributing to longer execution times.

Although the overall assembly with AR took longer than paper instructions, participants
were faster going through the checklist for the available parts. The participants stated that
the arrows and named labels at the location of physical objects are more convenient than
searching for objects using images in the paper instructions. Verifying the availability of
the required assembly parts was favored by the participants. However, another issue that
arose during the assembly was the narrow field of view of the camera, preventing a
successful detection of the performed assembly. We believe this can be circumvented by
adding additional wearable cameras around the HMD or improvements to the existing
camera. Participants also complained that the field of view is limited. We see this as a
technical limitation that is likely to be resolved with future releases of HMDs (e.g., the
HoloLens 2).

8.7.2 Lenssembly Elicits Fewer Errors and Less Task Load

We observed that text written in the paper instructions was more likely to be ignored than
visually represented in AR. We attribute the higher number of errors for paper instructions
compared to AR-based instructions to these observations. The participants confirmed this,
who either did not read textual representations of assembly instructions or missed them.
Our results imply that if time is not a critical factor, AR-based instructions lead to fewer
errors, hence maintaining a quality level of the assembled product compared to paper-based
instructions. Contrary to this, paper-based instructions can be used if time is a critical
component. An analogy can be drawn toward the perceived task load. It is advisable to use
AR-based instructions when the user’s perceived workload should be kept minimal. For
example, safety-critical assembly scenarios benefit from the Playback Mode used by junior
workers.

Finally, we believe Lenssembly is successful in conveying assembly instructions to
junior workers. Overall, the results show that the learning environment with automatic
object detection and feedback generation led to successful assembly procedures for all
participants. It reduces the error rate compared to printed documentation by providing
feedback and preventing dependent errors. The current restrictions lead to the same or
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slower completion times compared to documentation. However, most participants stated
that learning with Lenssembly was more engaging and that after the assembly, instruction
was known. The HMD is not needed anymore after completing several assembly trials. We
believe that Lenssembly provides an entry into the assembly of complex workpieces, which
is not needed anymore after the worker gets used to the assembly procedures.

8.7.3 Recording Assembly Instructions

The evaluation of the recording subsystem showed that the participants were able to record
a custom signaling column assembly procedure. All participants were able to record their
assembly procedures after a short introduction. Similarities between colors, such as red and
yellow, were challenging to distinguish for the deployed classifier. However, since the
error only occurred in one room, the problem could have been different lighting conditions.
Most participants built the signaling column with all available components and wanted to
see their automatically generated learning environment afterward.

8.7.4 Limitations

The presented implementation and the study design are prone to certain limitations. The
neural network can only detect an object that has been trained before. This requires
laborious labeling of data which was performed manually during this study. Furthermore,
this could have caused some noise in the training data since the bounding boxes do not
cover the exact shape of the assembly workpieces. However, 3D representations of
workpieces are usually available as a CAD model. We believe that these models can be
exploited to generate a neural network for the parts and the respective assembly order,
hence obviating the need for manual labeling. Another limitation affecting the study is the
limited field of view of the HoloLens itself. However, this is a technical limitation that will
be improved through future developments. A final fundamental limitation is the manual
preparation and association of the digital twins towards the detected objects. The arrange-
ment of the different hologram parts has to be stored into Lenssembly directly to be
displayed upon detection of the assembled object. However, we are confident that future
work can use the detected object model to generate the digital twin on the fly. Finally, we
acknowledge that our sample partly represents persons who have experience with the
HoloLens. This experience can skew our results in favor of the HoloLens. However, we
are confident workers will achieve a similar performance after a brief settling-in period.
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8.7.5 Future Work

Our research provides the first step of creating a knowledge repository that is not limited to
the interactive representation of assembly instructions alone. In the first step, we want to
utilize existing 3D CAD models to automatically generate a neural network that can detect
single workpieces in an assembly procedure to create assembly instructions automatically.
Furthermore, we envision creating a user-generated repository that conveys assembly
instructions enriched by individual assembly styles that optimize previously known assem-
bly procedures. Also, we will investigate potential learning effects that emerge during the
use of AR-based instructions. Here, we are interested in differences in using assembly
instruction in different modalities, including the required length of use and assembly
performance. Finally, we will incorporate the suggestions made by the participants with
a subsequent evaluation of learning effects for various assembly scenarios.

8.8 Conclusion

This paper presents Lenssembly, an AR-based system that enables the knowledge transfer
of assembly instructions between senior and junior workers. We developed an AR appli-
cation for an HMD that enables the flexible authoring of assembly instructions. Workers
can record their assembly procedure using a programming-by-demonstration approach,
reducing the complexity of recording assembly instructions while generating instructions
simultaneously. As a result, the laborious content creation of assembly instructions is no
longer required. In a user study with 12 participants that evaluates the Authoring Mode and
Playback Mode, we find a reduced number of assembly errors and self-reported task load
when using Lenssembly compared to paper instructions. However, Lenssembly elicited a
higher task completion time compared to paper instructions. Interviews revealed that
training new assembly procedures was a pleasant experience that all participants have
successfully conducted. We conclude that Lenssembly eases the authoring of further
assembly instructions for assistive systems and supports junior workers to learn new
assembly instruction procedures. Our work describes how recent advances in artificial
intelligence can be used to preserve assembly knowledge by creating user-generated
assembly sequences that others can retrieve for learning purposes. We are confident that
our work paves the way for future usable assembly systems that automatically generate
assembly instructions.
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Abstract

The dominate narrative surrounding Industry 4.0 encourages manufacturing companies
to adopt and adapt new forms of smart technologies which include purpose-built sensor
platforms, advanced data capture and analytic capabilities, and Augmented Reality
(AR) and Virtual Reality (VR). Recognizing that technology fundamentally changes
the nature of work, we need to understand how these kinds of tools are affecting
organizational structures and skill requirements in order to design technologies that
work at work. We conducted a mixed methods VR study which facilitated access to
participant observation and interviews (n = 21) on a commercially available VR toolset
at a US-based global aviation manufacturer. The VR environment was deeply integrated
into the manufacturer’s existing enterprise stack which introduced a whole set of new
utility and usability constraints beyond the environment itself that need to be considered
when developing useful VR. Our findings provide insights into the impact of VR on
human performance augmentation and skill acquisition revealing larger infrastructural
challenges and design characteristics which need to be addressed during the develop-
ment and implementation stages of new digital technologies in industrial workplace
settings.
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9.1 Introduction

The discipline of human computer interaction has a well-established history of studying
technologies at work. Early contributions to the field illustrated the impact of groupware
technologies like email on office practices which eliminated entire job fields and upset
power dynamics [1]. In decades since that initial research, we have experienced the
consequences of mobile devices, increasing communication expectations, and further
erosion of the boundaries around traditional office place settings. Recognizing that
applications like Lotus Notes resulted in organizational change, we need to understand
how VR will alter organizational structures and workplace practices to create technology
that supports and extends worker abilities [2—4]. Without an understanding of the organi-
zational structure and divisions of labor, Industry 4.0 technologies stand to reinforce
structures of control and increase the complexity of organizational processes, missing the
opportunity to reimagine a future of work that is more worker centric. This is especially
important with the proliferation of new, lower-cost consumer grade devices in industrial
settings which have not been developed within the backdrop of office environments.

Consumer grade VR is no longer just an avenue of entertainment; it is being used to
replicate the real world in professional fields changing the nature of work. Unlike prior
forms of VR—CAVES or Powerwalls—which were permanent, expensive installations,
consumer head-mounted VR—Iike products from Oculus and HTC—offer an easier-to-set-
up, low-cost alternative. These devices are more accessible and create new inroads into
industrial workplaces where bearing the cost and disruption of a CAVE or Powerwall was
previously prohibitive. However, in these industrial settings, these kinds of VR devices are
no longer relegated to single individual users or white-collar professionals. They affect the
entire organization and supply chain, requiring changes in workforce talent and skills, and
the establishment of new processes and procedures [35, 6].

Manufacturing is one industry experimenting with these new forms of consumer
technologies in industrial settings offering an inroad to the complexities of VR design
and use for precision-oriented work. While VR in manufacturing has long established
roots, applied work in this area often occurs on purpose-built platforms meant to demon-
strate a specific capability, or in short-term observations and pilot studies where the extent
of use within regular work routines is implicit [7-9]. Contrary to the growing outlook that
VR works at work, costly issues of integration with existing enterprise systems and a lack
of translation between the virtual and established routines of work prevent the full adoption
and use of VR in enterprise organizations. To realize the benefits of VR in these kinds of
settings it is critical that we understand how to design immersive environments that enable
real work to actually get done in a more immersive way.

Current VR interfaces and techniques allow for embodied interaction, but these
techniques do not necessarily offer the same precision and detailed sophistication as their
2D counterparts. There is a gap between new forms of interaction with controllers and
headsets and the long-established workarounds and routines based on stationary desktop
and mouse practices that necessitate reevaluating how we design virtual environments to
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make VR not only usable but also useful in the real world. The kind of embodiment and
immersion emphasized in the current VR user experiences are tailored for entertainment
[10, 11], but overlook the complexities of integration and technology change required to
achieve the adoption and use of these kinds of new technologies in organizations [12]. Yet
these are key for an industrial use-case that involve precision-oriented work. To ease the
adoption of new tech like VR in enterprise organizations, we need to design experiences
that extend and support workers’ skills, and that build on the specific and unique
affordances of immersive environments.

Issues facing consumer grade VR are not limited to usability design characteristics
within the virtual environment, but also how the virtual integrates into workplaces altering
decision-making practices and workforce skills [9]. Taken together, these areas demon-
strate the need to understand and address usability concerns to design technologies that
support and extend workers abilities. Otherwise, we risk engendering the future workforce
with the same notions of power and authority that result in one group taking on more work
when it does not benefit them [13, 14].

To better comprehend the technical, usability, and organizational constraints of VR in
the workplace, we conducted a qualitative VR study at a US-based aerospace manufacturer.
The VR environment in our study was deeply integrated into the manufacturer’s existing
enterprise stack which introduced a whole set of new utility and usability constraints
beyond the VR environment itself that need to be considered when developing useful
VR for organizations. Our findings begin to unpack the kinds of support and expectations
that employees have for VR at work, moving beyond just usability requirements. The
virtual introduces a whole new kind of immersion to an already immersive workplace
environment, resulting in an entirely new type of work product that needs to be integrated
into routines and structures. We need to address how this category of smart technologies
moves between development and consumer applications into real organizations that require
transitioning into and out of the Holodeck.

The main contributions of our work draw attention to the incongruities between how the
virtual is made, created, and used for precision-oriented work common to organizational
settings. The lack of well known “good VR UI design” practices for industry contributed to
VR development that was based on assumptions of intuitiveness in the virtual world. This
led to the absence of adequate VR onboarding practices and discounted the complexity of
transitioning work into the virtual. Further, participants had improper initial beliefs of what
the VR environment was capable of simulating (e.g. haptics, virtual object collisions).
Mismatches in expectations transcended to the inability to present and disseminate infor-
mation from users in VR to other non-VR stakeholders. Adopting these kinds of platforms
changes the way data is produced and disseminated across the organization effecting job
roles and processes and procedures. To enable organizational problem solving these sorts
of tools have to be flexible enough to adapt to the complexities of workplace practices and
support and preserve tacit knowledge. We need to reconsider the affordances and
interactions necessary for precision-oriented work to be accomplished in VR if these
tools to be adopted in organizational settings.
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9.2 Related Work

The history of VR in manufacturing provides a backdrop to understand the limitations and
opportunities for VR development and use. These kinds of technologies have been built
under the guise of streamlining work to deliver cost savings [15]. With the uptake of
consumer grade VR more ad hoc use cases are being developed by third party software
providers outside of the context of use which could have serious consequences for the
future of work[ers]. To design technology for manufacturing entails a deep understanding
of workplace practices that enables flexibility to respond to the subtle and ongoing change
vital for long term integration [12]. Accounting for all the complexities of organizations
requires taking a more holistic approach to the design of virtual systems for industrial use
[16]. In a previous study we looked specifically at how VR implementation and use in
manufacturing necessitate changes in routines of work, decision making, and job skills for
adoption to occur within large organizations [6]. By recognizing the influence of context
and organizational studies on the adoption and use of VR, we can begin to identify how
these shape the design considerations of virtual environments for the workplace.

9.2.1 Immersive Environments in Manufacturing

Manufacturing industries have explored the use of VR for well over two decades [7, 9]. It
has been viewed as the next logical step away from the complexities of desktop-based
computer-aided design (CAD) tools which “impair collaboration and direct interaction”
[17, 18]. In manufacturing, design tools are detail-oriented tools used to digitally represent
a future product. This level of precision has made these kinds of tools hard to learn
requiring intensive training with steep learning curves making it extremely difficult for
non-expert users [17]. Virtual reality presents the opportunity to improve the human
computer interface for complex product modeling and expand access to novice users, but
it has to contend with being both detail oriented and interactive [17].

Cave Automatic Virtual Environments (CAVESs) were some of the first forms of VR in
manufacturing organizations [19, 20]. These projector-based systems were geared towards
increasing collaboration and embracing ideas of ubiquitous computing, moving away from
work being tied to a desktop. CAVE environments provided a higher image resolution and
a larger viewing area for detail-oriented design work. However, the inability to share or
describe the experience to others presented difficulty for adoption in the workplace and was
counter intuitive to increasing collaboration. These kinds of VR systems were limited by
the same constraints as traditional desktops, relegated to a single user in control, a finite
location, and a select group of expert users plus exorbitant setup costs and physical
accessibility requirements.

The affordability of consumer-grade devices has led to the revival of VR in
manufacturing along with the promise of delivering operational efficiencies. Studies have
shown the potential of consumer head-mounted VR to deliver savings by helping users spot
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design errors sooner and manipulate objects easier than traditional desktop applications
[21]. Being immersed is also a way to encourage collaboration across teams and reduce
training time required to use 3D modeling systems [22-24]. However, these are the results
from controlled lab environments and custom-built VR applications that are siloed self-
enclosed systems meant to demonstrate a VR capability. It remains unclear if these
outcomes can be realized long-term for consumer-grade hardware when implemented in
real organizations with the complexities of enterprise system integration.

In the context of manufacturing, there are two main approaches to developing VR
solutions. First, companies which were already deploying industrial-level modeling tools
like Siemens and Dassault Systémes have introduced VR-as-a-plugin for their existing
applications [25, 26]. This type of VR arrangement relies on user familiarity with previous
desktop versions of the software. In these situations, design guidelines are already
predefined by existing software which can constrain the immersive experience. Legacy
system adaptations already place the designer at a disadvantage because they are “under
more constraints of compatibility in that changes have to be minimized to avoid disrupting
users. . .making fresh substantially different approaches impossible” [27]. An area of
research that needs more attention is the creation of VR tools for developers to overcome
technical barriers for coding complex immersive environments.

The alternative approach put forth by new applications such as Gravity Sketch [28] and
Mindesk [29] are standalone VR-only tools. These kinds of applications tend to focus more
on simplifying the CAD toolset, making them more suited to create immersive experiences
from the onset. When compared to the VR-as-a-plugin approach, these tools suffer from the
lack of compatibility with long established legacy software and standards which are often
integral to daily operations at large enterprises. These solutions are designed to replace
existing systems putting a huge cost burden on the manufacturer let alone reskilling the
workforce. Due to the changes required to integrate such standalone tools into
organizations, these kinds of new technologies are often poorly adopted and can lead to
increased negative perceptions of technology in the workplace [1, 2].

On the one hand there are tabla rasa systems that are focused on ease of use and on the
other, bolt-on additions that are rooted in integration and compatibility. Standalone VR
really takes advantage of the affordances of the virtual to deliver an immersive experience.
All users are treated as novices and changes to processes and procedures for CAD
modeling are built into how the user interacts with the environment. Whereas VR as a
plugin assumes that transitioning existing 2D interface elements into the 3D with minimal
modifications will still result in a ‘better’ experience. VR is treated as if it is endowed with
natural affordances that do not have to be carefully articulated. Both overlook how existing
practices are shaped and informed by routines and physical office spaces outside of the 2D
interface. Creating useful VR requires identifying what needs to be brought over from the
ease-of-use approach to orient and [re]skill professionals as they move from their familiar
environments into VR. At work the product of VR is not just about the experience it needs
to enable a whole set of interactions finetuned to the work being completed and
communicated across the organization.
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9.2.2 Designing for Context of Use

There are different goals when using VR to accomplish certain kinds of work like precision
engineering that demand different kinds of interactions. Early work in VR recognized that
synthetic virtual worlds needed to be comprised of key elements including immersion,
interaction, and presence to facilitate an effective virtual experience [10, 11]. These
parameters helped propel the development of VR and orient the field around the in-VR
user experience. As VR continued to progress design parameters expanded to include:
interaction usability, engagement usability, multimodal system output usability, and side
effects usability [10]. These considerations emphasize requirements like wayfinding,
navigation, and object manipulation, as well as visual, auditory and haptic outputs needed
to increase presence and immersion [10]. All of these features are geared towards reducing
system intricacies through natural interaction during the in-VR experience. This approach
to VR differs significantly from the engineering product design process for manufacturing
which entails detailed information be displayed about the product and components like
material composition and load factors.

A key part of performing engineering analysis for manufacturing is the ability to
replicate the real world to evaluate human posture and positioning for ergonomic
assessments. In the desktop platforms this has been approached by creating models of
the human body that can be manipulated. In VR, this has been attempted through whole
body participation, wearing a body suit to become your own avatar—giving an entirely
new meaning to suiting-up for work [30]. While this does demonstrate the capability of VR
to offer a full body visceral experience, it produces a large amount of new data that now
needs to be understood and manipulated. Despite the fact that the system maybe usable that
does not mean it is useful in the context of work. Fundamentally, this kind of system
requires a high level of trust in the virtual and results in new skill requirements and job roles
affecting the organizational structure and changing the nature of work. Trying to directly
replicate the real world and human body in VR demonstrates technical strides at the
sacrifice of professional standards of practice and communication.

Looking at VR specifically geared towards workplace design reviews and product
development shows how the affordances of VR are being adapted to deliver an experience.
Interactivity work in VR for product design is exploring the benefits of combining 2D and
3D virtual sketching to support creativity during the design process [31]. Simplifying the
virtual environment to produce seamless shape rendering does not address the kinds of
detailed information and precision controls necessary for engineering analysis. Other areas
of focus are attempting to address collaboration with projection-based CAVE systems by
creating multi-viewpoint interaction to enable multiple users to control the virtual environ-
ment while coexisting in the same space for design reviews [32]. But as work is being
pushed into more remote settings, relying on colocation seems implausible. It remains
unclear if these kinds of advanced tools are flexible enough to adapt to the complexities of
workplace practices and support and preserve tacit knowledge.
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Even studies of the effect of VR on task performance remain focused on the ease of
execution and system design neglecting the complexities of workplace integration that we
know to be critical for technology adoption and use [10, 33]. One study has drawn attention
to the mental effort of VR on task performance illustrating that walking in VR increased
mental effort and decreased task performance [34]. While this was a simple lab experiment,
we can imagine how mental effort may increase when the demands of meeting a production
schedule are introduced to the context of using VR. Unlike 2D displays, VR allows for
different ways of interacting that are context dependent and require reconsidering the kinds
of affordances and development practices driving workplace VR technologies.

9.2.3 Designing Immersive Environments for Organizations

The implementation and use of VR in manufacturing has thus far revolved around
technology offering solutions to problems of inefficiency in people and processes to
make products faster and cheaper resulting in more profitable organizations. This framing
emphasizes that the people performing the work are not fully capable and are a problem
that needs to be fixed. Adopting this problem-solution model enables designers to develop
tools in a vacuum because they have been given a specific problem definition. The paradox
of this perspective is that the solution doesn’t actually fix the problem but can engender
new ones. With the pervasiveness of consumer-grade VR, users and workplaces now have
to confront issues of privacy based on VR data that can reveal underlying cognitive or
mobility issues [35]. It is no longer just about the objects being worked on but about the
people doing the work. We also do not know the lasting safety and health impacts on long
term VR users [36, 37]. Even Oculus does not recommend long duration use of more than
30-minute intervals without taking a break [38]. We can conceive the tradeoff for VR use
resulting in more outsourced labor who cannot refuse the job or the creation of new
physical and mental requirements for workers as stringent as becoming an astronaut. The
flow of data through VR for work dispels the idea of an alternate reality and reminds us of
the consequences these experiences can have in the real world.

To begin to grapple with the “dynamic relationships between people, products, social
activities, and the context that surrounds a system” we need to take a systems-based
approach to the design of technology in organizations [16]. If we apply the lens of serving,
one of the critical constructs of product service ecologies, then VR should serve the people
and the organization allowing us to contend with multiple user groups [16]. Central to this
approach is the recognition that the designer should also be internal to the system being
developed [16]. It is from this systems-based vantage point that we can draw on the field of
organizational studies to see the influence that design and technology have on corporations.
The relevance of this work is growing especially as we see an increase in remote work that
is creating new grounds for technology development.

Approaching the design of VR from the organizational studies perspective recognizes
the implications of technology on the distribution of work and the dynamics of power and
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control [1, 14]. We know from extensive field studies in this area that for technology
adoption to occur change is required from either the people, the processes, or the technol-
ogy [4]. To account for the complexities of technology in organizations design must occur
within the context of use; the realities of change occur simultaneously and subtly over long
periods of time [39]. This is especially true in large organizations where work occurs across
distributed teams and multiple user groups rely on the same technology to accomplish
different kinds of tasks [40]. To extend the applicability of VR in organizations, it needs to
act as a common platform for communication across different user groups this relies on
identifying and designing for the particularities of each user group [6].

Usability concerns for VR in industry go beyond the basic design parameters that are
unique to virtual environments. One of the particularities of VR in manufacturing is the
level of detail and precision required to perform work. Consumer VR comes with the
expectation of entertainment, a fluid visual experience, but this conflicts with the function-
ality of performing engineering analysis tasks. The “expectation is that products will
automatically have usability ‘engineered in’” [41]. To make the virtual environment
visually engaging requires specialized skills and significant time investment. In the work-
place these kinds of development skills have not been part of traditional job requirements.
Additionally, this type of behind-the-scenes work is not prioritized in manufacturing which
is fundamentally geared towards delivering a tangible product or outcome [6]. By centering
the design of VR within practice, we can begin to understand how to create both usable and
useful virtual environments.

9.3 Context and Research Methods

Our study of the use of VR for engineering analysis was conducted at a global aviation
manufacturing company headquartered in the United States. We worked directly with the
human factors and maintainability team at the manufacturer to explore the capabilities of a
new VR toolset. The VR capabilities were available on a standard industry-wide software
platform used for viewing and analyzing 3D product models. The department’s interest in
using VR was to reduce the time spent conducting engineering assessments and to identify
design errors earlier in the product development cycle as a path toward cost savings and
process efficiency. Realizing these goals relied on understanding and transferring of a very
complex set of tasks into the virtual environment. Traditionally, these tasks were executed
on the desktop version of the software by human factors engineers who had established
routines and deep expertise.

The role of the human factors and maintainability team was to represent the mechanic
throughout the product design process to prevent human error during assembly and repair,
and to protect employee health and safety. During new product development, the team was
responsible for ensuring that mechanics would be able to physically access components
with their hands and tools in the field or on the manufacturing shop floor. It was essential to
make certain that the product can actually be assembled in the real world by real people.



9 Escaping the Holodeck: Designing Virtual Environments for Real Organizations 231

The software platform used in our study was how these types of ergonomic and line-of-
sight assessments were evaluated with 3D CAD models prior to the production of a
physical product.

Working with the human factors team, we selected a single line removable unit as the
main focus of the VR study. This particular line removable unit was a simple 3D model
attached to a larger product assembly in the virtual environment. Only a tool sweep and
path removal analysis were required to complete a full human factors and maintainability
assessment on the part. A tool sweep analysis ensures there is enough room between parts
for the movement of the hand tools that mechanics use. Similarly, a removal path analysis
creates a designated “keep-out zone” so that each part had enough clearance to be removed
and replaced. These analyses were critical to guaranteeing that products could actually be
assembled and serviced by mechanics in the field. We used this guiding principle ‘thinking
like a mechanic’ to inform our design decisions when customizing the VR toolset because
that was the ultimate role the human factors and maintainability team played during the
product design lifecycle.

9.3.1 Customizing the VR Environment

Translating existing work tasks into the virtual environment required significant customi-
zation of the VR toolset. Out-of-the-box, the VR environment was barren—imported part
files were left floating in a gridded space. Navigation relied on only one controller and the
VR navigation menu which was comprised of multiple ‘pages’ of icons displayed in a
circle. The menu was hierarchical, i.e., icon selections would reveal sub-menus. The
feature set was derived from earlier versions of the software that had been developed for
CAVE environments and brought with them assumptions about how a person would
interact with that environment (e.g. single mouse, menu driven). The software developers
of the VR toolkit made explicit decisions to bring over these elements from the 2D
environment partly because of limitations of the software but expressively to help partici-
pant transition to the 3D environment. It is possible that starting from scratch we would
have designed something entirely different, but we wanted to work clearly within the
system that was already being used by the human factors team and accessible across the
organization and supply chain. The adaptation of VR to engineering analysis allowed us to
better understand how to take existing processes and procedures embedded in a large
organization and morph them into the virtual environment.

We tailored the layout of the environment by creating five workstations, akin to the
manufacturing shop floor embodying our “think like a mechanic” design principle (see
Fig. 9.1). We added a floor, enabled shadows and reflections, color coded part files and
material types to create a more realistic setting for the analysis. We also imported realistic
objects including a workbench, pegboard and tools such as hammers and wrenches. These
additions were necessary to perform tool sweeps using the Attach/Release mode because
users needed access to hand tools to attach them to the line removable unit in a way that a
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Fig. 9.1 (Top) Test environment customized for our study; (Bottom) Detailed screenshot from
usability testing
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mechanic would actually use the tool in the field. For example, a user might Attach/Release
a virtual wrench to a bolt on an engine model to see if enough space was provided for a
mechanic to unscrew the bolt and maneuver tools freely. Finally, we included work
instructions billboards at each station shown in Fig. 9.2 to help guide participants since
there were no directions provided in the VR environment. The work instructions were
stationary items in the environment requiring users to move between the workbench, the
product model, and the work instructions similar to the shop floor. Each of the five
workstations corresponded to one task that needed to be completed by users. Each task
was paired with one icon on the modified VR navigation menu. The tasks included:

— TASK 1: Get familiar with the Immersive Menu

— TASK 2: Navigate the space and using Teleport Mode

— TASK 3: Perform a tool sweep with Attach/Release Mode
— TASK 4: Annotate the part with Markup Mode

— TASK 5: Perform part removal with Path Planning Model

We customized the navigation menu for the human factors team by removing icons that
were unrelated to their work tasks informed by field observations and interviews. We
mapped existing processes—tool sweep and removal path analyses—to the preset

“Path Planning” and “Attach/Release” modes available on the VR navigation menu. We
also included “Teleport” and “Markup” modes because they were affordances specific to
the VR environment. Teleportation was the main way to navigate the space. Markup
allowed users to create 3D annotations on parts for design reviews. Additionally, to create
a more visual trail that users could follow to navigate through the immersive menu, we
color coded the trail of icons. For example, all the icons that needed to be selected to
perform path planning had a yellow background and when they were selected the back-
ground would turn a darker shade of yellow.

To match the kinds of emersion needed for a compelling and functional VR experience,
we customized the VR toolset based on existing workplace practices identified through our
fieldwork. By contextualizing the setting for VR use, we were able to explore how VR
would change the nature of work, as discussed in our previous publication [6], and inform
design considerations that need to be addressed for the use of VR in large organizations.

9.3.2 Data Analysis and Procedures

To gain an understanding of the impact of VR on workplace practices, we conducted a
mixed methods qualitative study relying on multiple modes of inquiry—surveys,
interviews, field observations—over the course of 6 months. We used a grounded approach
to analyze all interview transcripts (n = 21) and field notes. The transcripts were coded
iteratively applying Charmaz’s method of open coding which allowed us to build our
themes over each stage of the project from kickoff to VR development and final usage [42].
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An initial week-long technology assessment trip was crucial to documenting existing
work practices. We interviewed the core team members (n = 5) during this time to detail
expectations and gain an understanding of how the human factors team used the 3D
modeling software to perform engineering analysis tasks. We also established relationships
with the external VR developers and internal IT professionals during this trip to the
manufacturer’s headquarters. Key requirements like note taking, exporting/sharing files,
snapshots, personalized toolbars were all features routinely used by the human factors and
maintainability group to accomplish their work tasks. We also identified organizational
themes related to flexibility, technical lag, communication, expertise, workforce skills.
These initial interviews and field observations served as the basis for the customization of
VR environment.

We customized the VR environment at our university research lab using an HTC Vive
headset and dedicated VR desktop. To facilitate the customization process, we had screen
share sessions and ongoing conversations with the third party VR developers and IT
professionals at the manufacturer. As a research team, we met weekly to track and review
our design customization progress leading up the to the deployment of the VR environ-
ment. Through this process we became expert users of the VR toolset in order to customize
it for the human factors team. All field notes were compiled and coded iteratively during the
development phase as a part of our fieldwork.

The final stage of the VR study included testing the customized VR toolset with the
human factors and maintainability team at the manufacturer. All participants (n = 16)
successfully completed the experience consisting of a demographic survey, a Steam VR
tutorial, and the custom VR experience, followed by a 45-60 min semi-structured debrief
interview. Each participant session lasted approximately 2 h per person and occurred in
March 2019 at the manufacturer’s headquarters. All VR sessions were screen recorded
using OBS Studio. A research team member actively monitored each session using a
mirrored screen view displayed on an external monitor. Participants—15 male,
1 female—were recruited for the VR study by the human factors team and were all
employed by the aviation manufacturer. VR experience ranged from one person being
very experienced to a majority of participants having no experience. All participants self-
reported previous knowledge conducting engineering analysis tasks. The focus of the VR
experience was to have participants reflect on how the VR application emulated existing
work tasks.

9.4  Findings

VR has a long history of development and testing within manufacturing that has continued
to build off of the same ideas of technology delivering time and cost savings often at the
expense of the workforce [14]. To create usable and useful technologies in the context of
work we need to design technologies that support workers while still meeting organiza-
tional goals. We begin to unpack these opportunities by drawing attention to how
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knowledge transfer occurs and the particularities of context of use along with the
complexities of organizational and technical system integration that is critical for adoption
to occur within large organizations [2, 43]. More broadly our work highlights the need for
VR interface guidelines specifically for organizations where work is geared towards
precision.

Our approach to understanding VR in the workplace was not to conduct a traditional
usability study but examine how to transition existing practices into VR in ways that
support embodied expertise of trained staff, complex workflows, and organizational
structures—all required to successfully get work done. These kinds of infrastructures
present really challenging sets of constraints for an already difficult task involving a
complicated software environment. Our findings demonstrate what it means to design
and deploy VR in this setting. Pointing out the affordances of a task-based tool and
identifying pathways for how to transition VR into organizational settings. From the
individual user experience to new environmental expectations, disruptions in embodiment
point to the kinds of support needed apart from entertainment driven virtual experiences.
These include making design trade-offs for VR in organizations, balancing user needs with
organizational priorities and the technical capabilities of the hardware and software.
Decisions that are all highly dependent on context and require evaluating existing IT
systems and processes. Ultimately, VR necessitates confronting larger issues of communi-
cation and information dissemination across the organization. This suggests the need to
create VR design practices for industry that address not only usability constraints but also
support knowledge translation both into and back out of the Holodeck.

9.4.1 Disrupting Workplace Norms

Creating an embodied experience in VR is critical to leveraging the affordances of the
virtual environment like interactivity but workplace VR necessitates reexamining how
embodiment is upheld when transitioning from 2D to 3D environments. The use of VR at
work revealed breakdowns in embodiment based on design assumptions about the user
interface. The developers mapped the 2D software onto the 3D environment viewing this
level of consistency as a way to encourage users to engage with VR. This approach to
adapting VR for work, ignored the fact that work was already embodied especially
considering a specialized software program had been learned and workarounds established
to perform engineering analysis tasks in 2D. We built strategies into the VR environment to
try and support the transition between 2D and 3D based on existing workplace practices.
However, disruptions in embodiment still occurred because the underlying icons and menu
structure did not provide enough cues to participants.

The VR developers assumed that familiarity with the desktop software would result in
smooth transitions to the 3D environment requiring less user interface support. Yet, by
taking the hierarchical menu structure and icons out of context, users didn’t recognize
them, putting the VR environment in direct conflict with established norms and
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expectations of use. When participants were asked if they recognized the navigation menu
icons most stated that they did not. According P10, “I’m so used to seeing the buttons at
this size, right? I guess I got use to seeing them and maybe I don’t even know what they
look like.” As an expert user, P10 was so used to performing these kinds of engineering
analysis tasks that he was doing it by rote memory. Even though we reduced the number of
icons available on the navigation menu, it was still overly complicated for users and
familiarity with the menu ribbons on the desktop software did not help users assimilate.
As emphasized by P5, “You saw me fiddling around with those menus. They [engineers
and mechanics] would do that for 5 s and be like, this is like a waste of time. I’'m going to
throw this headset in the garbage.” PS5 volunteered to participate in the study but could not
imagine his peers voluntarily incorporating VR into their work routines. The pressure of
getting work done and learning new tools was at odds with one another. Adopting VR for
work requires careful articulation and tradeoffs between existing practices and features that
is not as straight forward as mapping information architectures from 2D to 3D.

Difficulties with the navigation menu interface were also compounded with trouble
locating the menu. When participants tried to make the navigation menu appear they
pushed the menu button on the controller with their arms down by their sides, resulting
in the menu appearing outside their field of view. The habit of holding the controller at the
side of your body was compared by P6 to using a mouse at a computer station. It was
extremely difficult to get users to understand that wherever the controller was pointed was
where the menu would appear—depth matters in 3D. The action of holding the controller in
front of the VR headset to see the navigation menu is a simplistic illustration of the kinds of
assumptions about physicality that did not transition to the workplace. Spatial awareness is
an affordance assumed to be one of the benefits motivating VR use especially at an
individual consumption level but, at an organizational level, users are also faced with
learning a new set of practices (that they may not have even opted into) requiring even
more support in the virtual environment.

The work instructions and layout were meant to bridge the gap between virtual reality
and the real-world engineering analysis tasks. We selected the five workstation layout
based on discussions with the human factors team to replicate the manufacturing assembly
environment where final product testing would occur. However, users were hesitant to
walk between the stations, the workbench, and the product model. When trying to recall
what action to take next, P11 sighed and said, “Remembering all the instructions on these
sheets is a little bit difficult.” Yet, without the work instructions and additional objects users
would have been left in the dark without any cues as to what to do in the virtual
environment. When standing in front of the 3D model, P11 continued by saying “But
right now I'm probably relying a lot on what you’re telling me to select.” Verbal guidance
increased significantly because the layout and work instructions relied on ease of move-
ment in the virtual space that was not natural for users irrespective of their experience level
in VR. Nevertheless, VR goes against office practices where work occurs sitting down and
stationary. These are learned customs and VR introduces new ones that require both
transitioning existing and developing new rituals. Longer term in-vivo studies of the use
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Fig. 9.3 Screenshot from Steam VR Tutorial. Image: CC-BY Jeffrey Grubb

of VR are needed to further understand how learning curves effect adoption and contribute
to changes in workplace practices.

9.4.2 Conflicting Realities

Maintaining embodiment in VR moves beyond just visual sign posting by adding another
kind of immersion to an already immersive workplace environment. VR introduces a whole
new layer of interaction that comes with expectations about physical space, mobility, and
manipulation. Participants thought they were going to be able to step into a whole new
world that was not only easier to navigate but also more compelling than the existing
desktop software which would result in immediate time and cost savings as emphasized by
management and reiterated by participants. However, ideas of entertainment and intuitive-
ness, commonly associated with VR, conflicted with the kinds of detail-oriented work that
the human factors and maintainability team needed to perform.

The stark contrast between the Steam VR tutorial and the engineering analysis VR
experience highlighted the different performance expectations for using VR at work.
During the tutorial experience it was common that participants would interact directly
with the robot instructor (see Fig. 9.3). Talking and commenting on the action requests out
loud, participants made statements like “come on buddy” and “what’s next I’'m ready for
ya.” Users were rapidly mashing the buttons and by the end of the lesson and many made
statements expressing their excitement and desire to stay in the tutorial longer. The
entertainment-focused training wizard produced by Steam underscored the gap in produc-
tion quality and interaction between the more bare-bones environment rolled out with the
industry VR toolset.
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The VR tasks selected for the study were chosen because they replicated the kinds of
work the human factors team performed regularly on the desktop software. Transitioning
this work into virtual reality engaged entirely different sensibilities than those needed to
perform the same operations using the desktop software. Participants expected that the laws
of physics would be upheld when performing precision-oriented tasks like part manipula-
tion and path planning. As P14 expressed, “I’m picking up a part, but am I in the part? Am I
holding onto the part? I’m putting on the wrench on. Oops, now I just busted right through
the other side.” P2 stressed that “When we’re doing the grabbing the wrench or [moving]
the parts, people aren’t going to like that because everything we do is tactile. You’ve got to
be able to touch it.” Participants even discussed that not only should VR provide feedback
for both grabbing parts and part collisions, but it should also be able to replicate the solid
material properties of the components. While the desktop modeling software does not have
tactile or haptic feedback, these were viewed as requirements for VR to be useful.
Expectations of practicality and accuracy in engineering needed to be built into the
environment.

Additionally, for analysis tasks that required moving parts around, participants found
the lack of precision to be a cause for concern. P7 stated “When I was trying to put that one
[part] together, it was perfect, and it wasn’t getting close. What does it need?”” Coordinate
data that reinforced part placement in the desktop software was not available in the virtual
world. P16 resolved “If you don’t have a perfectly steady hand, you can’t really just snap to
the part.” P16 felt embarrassed that he wasn’t able to pick up these features of VR as
quickly as he wanted. He blamed this on his age and inability to have “steady hands”. In
contrast, P14 highlighted the more natural method of direct 3D manipulation by stating,
“‘Oh, I don’t like that part there, let’s put it here.” It’s a three second move. Not file,
transition, select part, X axis, scroll, scroll, alt, reopen [application], load part. Right?”
However, this ease of movement is at the sacrifice of precision and it remains unclear how
these actions would be saved or accessed by engineers, once the VR headset is
removed [44].

Part of the virtual experience is that you can push the boundaries of what is real but
engineering demands exacting real-world scenarios. In many VR use cases, the fact that
physics is allowed to work differently is viewed as a benefit because problems can be
approached more creatively. In engineering that is not always the desired case. The more
detail-oriented work tasks required a level of precision that demanded more information
and control. The realities of completing engineering analysis tasks in the virtual exposed
the difficulties of transitioning entertainment focused tools—consumer grade VR—into
structured workplace organizations as a result of clashing design values.

9.4.3 Getting Lost in Translation

The adoption and use of VR tools in the workplace relies heavily on how well these kinds
of experiences represent and convey the work that users are trying to accomplish. This
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includes supporting embodiment through the design of user interface elements based on
workplace practices and addressing affordances of VR like physicality while also ensuring
that the in- and out- put of VR can speak to the organization. How information and models
were shared between users and across the larger organization was imperative to executing
the work of human factors and maintainability engineers. There was a clear tension
between the VR experience which was focused on the individual compared to the actual
workplace practices which were collaborative. The software developers did not consider
how knowledge work needed to escape the holodeck for consideration and decision
making.

The software developers kept emphasizing that they were creating the VR tool for an
“ideal customer” to use during design reviews. However, our observations revealed that the
software platform at the aerospace manufacturer was primarily used by individual
engineers and designers. Whereas design reviews happened at a managerial level.
PowerPoint was used to facilitate decision making in these types of meetings typically
held in conference room settings with multiple stakeholders. It was a rare occurrence to use
the existing desktop software platform “live” because conference rooms were not equipped
with the necessary hardware to run the program. Many participants also reported that the
desktop version was unreliable often crashing and freezing during use. According to P5
introducing VR into these review meetings, “would be way harder to do than just put it in a
PowerPoint that they can print out.” This perspective was support by PS5 who stated, “I
don’t know how to deliver that type of content to customers.” The single-player nature of
the VR headset made it hard for users to communicate their experience with people outside
of the virtual environment which was a key feature of how the existing platform was being
used to make design decisions. Using VR at work means that these kinds of systems need to
be able to communicate outwards to coworkers and colleagues because decision making in
organizations does not happen individually. VR must serve as a nexus for communication.

To bridge the gap between stakeholders and the work that would happen in the VR
environment, the human factors and maintainability engineers saw themselves performing
this knowledge translation role for others across the organization. They discussed this in
terms of creating a centralized VR team to be able to own the process and disseminate best
practices. P15 expressed, “I think a lot of that VR hardware and software would have to
become centralized that may start pulling it back towards the maintainability organization.”
When envisioning how VR would be taught P6 shared that “As soon as you’re asking for
someone who isn’t as familiar with it to set it up and spend their time to do that and maybe
they’re having an issue and trying to solve that, I think you run into even more of the
pushback.” However, a centralized VR team and dedicated space constrain the affordances
of consumer-grade VR like its ability to be mobile. Also, recall that the stationary nature of
CAVE environments was one of the factors that contributed to their decline. VR risks
centralizing work that was previously easily distributed.

The manufacturer recognized that our study was the first step to integrating VR into the
workplace. After our testing concluded, it took the human factors team another 6 months to
acquire VR capable hardware and the appropriate software permissions to be able to load
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the immersive environment on company owned equipment. We coached them up to the
point where they were able to successfully launch the VR plugin to an empty gridded
environment. After accomplishing such large organizational hurdles, the user experience
was not conducive to accomplishing real work. Not only did the usability of the application
need to be improved, but the ability to communicate results and pathways for learning were
missing component critical to ensuring the acceptance and use of VR within the
organization.

9.5 Discussion

From the manufacturer’s perspective the goal of our study was to understand the use cases
of VR that could deliver organizational efficiencies. The first step towards this goal
required understanding what it would take to transition current workplace practices into
the virtual. Management initially viewed the VR plugin as a direct translation of the
existing desktop software which was supported by the developers who described the toolkit
as having the same features and icons as the 2D version. However, direct translation of
desktop tooling and interactions actually disrupted the virtual experience illustrating was
actually a series of different kinds of translations that needed to occur for VR to be effective
at getting work done and circulating the product of work across the organization. A
collection of translations are necessary not only for incorporating VR into existing
workflows but also for transitioning that work back out from the 3D environment to the
office environment. This relies on designing VR in the context of existing and legacy
enterprise IT infrastructures that acknowledge the constraints and design tradeoffs neces-
sary to support the transition of knowledge and professional [re]skilling developed in other
tool sets or environments. The advantage of the VR-as-a-plugin is that new capabilities can
be added atop legacy systems and offer an inroad for large-scale roll out of new capabilities
rather than be contained as one-off point solutions. The challenge presented here is
combining the benefits of VR with tacit knowledge of legacy software users to create
immersive systems that work for workers and the organization.

9.5.1 Translating from 2D to 3D

There is an adage in user interface design that, when supporting users who have developed
expertise in a given tool, “consistency is better than better.” Which is to say maintaining
expectations and functionality is crucial to enabling productivity in new versions of
software. The consistency of the visual presentation of tools in our VR experience through
familiar icons, menu structures and the shopfloor environment was meant to provide that
bridge; however, the shift to the virtual environment was enough to disrupt the context
altogether and so the larger set of cues that would help the participants orient and complete
tasks were missing. The research team’s verbal feedback provided during user testing
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became much more important for supporting both task-based instruction and creating any
kind of immersive experience for participants.

Traditionally, immersion is about constructing a whole-body sensory experience that
transports users to a new reality [45]. This often comes in the form of visual graphics that
capture imagination and draw users into the experience even deeper [45]. Escapism is
bound up with immersion and is part of the narrative experience but at work we need to be
aware of the boundaries that have been carefully crafted between different disciplines and
professional roles. Immersion for workplace VR is one that maintains transparency and
creates consistency by mimicking reality like the laws of physics. While VR captured the
imagination of participants like P the nature of the device isolated them from the rest of
their job responsibilities. VR was less about the traditional immersive experience and more
a way to provide visibility and detailed information. These discrepancies led to disruptions
in embodiment demonstrating the mismatch between precision work and the way VR had
been authored and created.

The assumption made by the VR developers was that immersive was interchangeable
with intuitive. The developers assumed the transition to VR would be easy because the
icons and menus remained the same as in the desktop version. They were just transitioning
existing capabilities into the 3-D environment. These decisions ultimately impacted the
user experience and limited the effect of the virtual toolset. As previously stated by
P10“T’'m so used to seeing the buttons at this size, right? I guess I got used to seeing
them and maybe I don’t even know what they look like.” Removing the icons from their
usual context disrupted the translation of information from the 2D interface to the 3D
environment. Participants did not recognize the icons and the hierarchical menu structure
convoluted the experience. Working within these parameters came with its own set of
constraints when customizing the virtual environment but it reflects real world experience
deploying and using VR-as-a-plugin solutions.

Further, participants were lost in the environment because they were used to orienting
themselves based on a whole set of interrelated people, platforms, and objects. We typically
use a variety of artefacts when doing work: we have a whole workspace with notes, perhaps
multiple screens, post-its, manuals, a whole mix of digital and physical reference material
that get used and referenced even when working on one task. VR puts a hard wall between
that larger environment and the task at hand. The virtual instruction billboards were
developed to help provide context for the work tasks but were confusing because we
tried to recreate a standardized work environment when in reality everyone has individual
ways of reminding themselves about what they do. This implies that all of these individual
cues need to be re-created in the VR space for it to be a productive place to work—again,
shifting away from entertainment experiences where removing reminders of the real world
is what enables suspension of disbelief and emersion. Part of being productive comes from
all the ways we offload cognition into artifacts and people in our environment giving us the
ability to take action and make decisions [46, 47].

In the virtual action comes through our ability to explore and navigate the environment
key to creating a sense of agency. In immersive experiences agency is about creating
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autonomy by giving participants the ability to choose whether or not they act [45]. The
verbal guidance provided by the research team exemplified a lack of agency drawing
attention to the need for additional forms of navigational support. This is especially
important for VR use in organizations because unlike VR for recreation, users may not
have the time or the desire to go and learn VR best practices. We know from prior studies
that the often-invisible work of learning and making VR work is not viewed as a high
priority by management [omitted for review]. As previously stated by P6 “you run into
even more of the pushback” when asking people to figure out how to use new tools on
company time. VR creates completely new ways of organizing and doing work—we are
reminded of P14 who talked about how easy it was to manipulate objects. But, in order to
capitalize on the full potential of VR, we need to support agency by incorporating more
guidance and learning mechanisms into workplace VR platforms. What became clear
through running our study is that people need to be taught how to take advantage of the
unique capacities of 3D space in workplace settings.

There are multiple possible channels to use within a VR space that go beyond what
we’re accustomed to on the desktop. One of the benefits of VR is the different methods of
instruction that can be provided in an immersive world [48-50]. Applying this to engineer-
ing analysis tasks, we can imagine that the viewpoint of the human factors engineers is
different from the design engineers and the maintenance technicians who all use the same
software to perform different tasks. Each person maybe looking at the same virtual product
model, but the experience reveals different kinds of information based on the users
professional role. Users could select between multiple forms of instruction (auditory,
visual, haptic) and be able to learn and adapt to the environment on their own. However,
developing transformative experiences requires understanding the particularities of work,
the kinds of artifacts relied upon in the larger environment, and figuring out which of those
need to be reproduced (and how to reproduce them).

It is not enough to have a 3D model and a VR headset, these kinds of experiences need a
variety of support to both make a convincing environment (object collision, physics,
navigation) and one that facilitates the detail work being done. As we experienced, people
had higher expectations for VR to uphold the laws of physics and present more information
about components that was not offered in the desktop computer platform. P14 expected that
components would act like solid objects and restrict user movement so that you could not
“bust through the other side.” In practice making those objects “solid” requires a lot of
behind-the-scenes development. Further, this kind of development is different from enter-
tainment environments that are not focused on supporting precision interactions or whose
precision is tuned to be entertaining and not high tolerance engineered parts. As industrial
applications of VR expand it is our responsibility as designers and developers to create
convincing environments that can be adapted by industry and support workers through the
accurate translation of tasks into VR pointing to the need to reevaluating the kinds of
authoring tools available for workplace VR.
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9.5.2 Translating from 3D Back to 2D

Addressing usability and the in-VR experience to support the transition of work into the
virtual is only one piece of integrating these kinds of tools into organizational settings. A
key component missing from the VR toolset was the ability to share information with other
people and other systems—even when built atop those other systems as the plug-in was in
the case of our study. While learning how to navigate and manipulate the VR environment
for participants was the first hurdle, translating that work back out of the environment
proved to be even more critical for successfully using VR at work. It is just as important to
understand how work needs to escape the immersive as it is to understand how to enter and
orient to complete that same work within the virtual environment.

Currently, this problem space has primarily been discussed from the technical vantage
point of data exchange between systems not considering the organizational procedures or
processes that would need to change as a result [9]. Translating data encompasses more
than just figuring out how tessellation information can be shared between CAD systems
and the VR environment. We know the way data is produced shapes social practices and
influences how data sharing happens in organizations [51]. This is directly tied to people’s
job roles which affect their relationships with data [51]. Vertesi and Dourish argue that this
is a part of the larger data economy that needs to be investigated more if we are to design
collaborative infrastructures that support people and established norms and values assigned
to data [51]. Moving from manipulating data in the 2D desktop, with coordinate controls
and finetuned keystrokes, into the VR space where you are manipulating objects results in a
substantial difference in how data is both created and disseminated, and we see this chasm
in our work.

As we worked with the software developers to build out support for the study, we
realized there was a substantial gap between what they imagined as the core output of the
tool and how the tool needed to perform within the context of the full organization. There
was not a shared technological framing of VR that we know is key to the adoption and use
of new technologies in organizations [2]. This was made clear in how results from the
human-factors assessment would need to come out of the immersive environment and
circulate within the engineering and design organizations. While problems might be
identified by individuals in the VR environment, design reviews happened at a managerial
level as problems were escalated. The mode of communication within these reviews was
through PowerPoint slide decks that documented and facilitated decision making during
the review. As previously stated by P5, PowerPoint was an easier alternative to VR in
conference room settings with multiple stakeholders. We would point out this is more
broadly the case when collaborative decision making is not always in-person or co-located.
Immersive environments have to reconcile the fact that so much work happens collabora-
tively via platforms like PowerPoint.

The outcome of work in VR must be a product that can travel between disciplines and
established organizational routines and structures. Additionally, the kind of immersion one
might want for analyzing and working with 3D CAD models is different from the kind of
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immersion one might need to support collaboration. Here immersion is less about separa-
tion and more about permeability because information needs to flow into and out of the
virtual environment. VR acts not only as a producer of data but as a kind of data filter
determining what stays behind and what moves on to the larger enterprise system. Form
factor matters both in-vr and out of VR. Moving representations across these different
environments, whether conceived in VR or not, is an important problem for VR as a tool
that enables individual and organizational problem solving.

The translation work that needs to occur between the organization and machine presents
an opportunity to consider VR as a boundary object when designing immersive experiences
for work. Boundary objects perform the translation between multiple social groups in
manufacturing [40, 52], and framing the issue as a boundary object provides a way to link
the individual VR experience to a group-level experience where knowledge and insight
carry across distinct representations. By treating VR as a boundary object, we can incorpo-
rate tacit knowledge and work towards creating a communication language across all
stakeholders. This would enable VR to become the true nexus of communication and an
integral part of how work gets actually gets accomplished.

9.6 Conclusion

As more consumer-grade technologies like VR become pervasive in workplace settings, it
is essential that we design experiences that both are productive and meaningful for workers.
The use of VR for engineering analysis is only one example of the expanding impact of
these types of new technologies on workplace practices. Taken outside of their intended
use, these consumer devices deserve more attention when implemented in industrial
settings. Our study of one such setting yielded information about designing for complex
work tasks and the often-undervalued work of translation essential for VR to be adopted in
organizations. One approach to designing these immersive environments is treating these
tools as boundary objects to develop a communication language between the undoubtedly
multiple end users across an organization. VR has the potential to open up new work
domains and enable unskilled labor to fill existing jobs but to realize these capabilities
designers must recognize the importance of understanding workplace practices.

In the field of HCI this is particularly relevant work as we see technology permeate into
new workplaces and create entirely new kinds of jobs in a gig economy. A vehicle can now
be your office and your boss can be a smart phone equipped with an algorithm [53]. A far
cry from traditional workplaces yet these devices mediate the ways in which work is
organized and accomplished similar to early organizational studies. Machine learning and
artificial intelligence are already recognized as being sources of bias outcomes that affect
hiring practices and influence decision making [54, 55]. We need to design technologies
with a deep understanding of how work gets accomplished in practice rooted within the
structure of the organization or risk reinforcing hierarchies of control or worse, creating
new ones. This demands that we revitalize organizational studies as a critical component of
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design ecologies to deal with the mounting complexities of technology implementation
and use.
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An Overview, Best Practices, and Design
Recommendations

Oliver Korn

Abstract

This work describes gamification as a path to increase both productivity and motivation
of persons working in industrial production. While gamification has been established in
pedagogy or health more than two decades ago, its transgression to the industrial
domain started around the year 2010. A discussion of production-specific requirements
and the psychological background provide an overview on production-oriented
gamified solutions in recent years. We look at how gamification designs evolved to
minimize distraction while maximizing acceptance. Based on three best practices, we
describe ways to neatly integrate gamification into workflows, use context-awareness to
augment work and adapt the challenge-level to keep users in a state of flow. Further-
more, we investigate ways to further increase acceptance by creating user-specific
“bottom-up” gamification designs, like custom agents and branded gamification. The
overview concludes with design recommendations tailored for the production domain.
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10.1 Introduction

Gamification is an “umbrella term for the use of video game elements in non-gaming
systems to improve user experience (UX) and user engagement” [1]. Of course,
gamification is not new—there are several predecessors in the education domain, like
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“edutainment” or “serious games”. Also, gamification is increasingly used in the health
domain [2]. This history is discussed in Sect. 10.2.

The question is, why gamification should be introduced in industrial production at all?
With the domain’s notorious obsession for quality, would gamification not be perceived as
an inadequate distraction? Ten years ago, I would have agreed—gamification was consid-
ered inadequate for production environments by most stakeholders. However, with the
success of mobile devices, intuitive and “playful” interaction became common in society
and spread to other platforms and domains. Playful interaction and attractive design are no
longer considered “nice to have”—instead, their absence is noted even in applications in
the production domain. Especially members of “Generation Y [3] and “Generation Z” [4]
are skeptic and reluctant towards applications which do not reflect current design standards
and aesthetics. This leads to a continuous spread of attractive and often also “gameful”
design attributes into various work contexts. While at first primarily areas with social
components like call centers [5] or human resource management [6] were covered, soon
other domains were explored.

For a long time, industrial applications in production were resistant to such
developments: classic systems for production assistance were purely functional (see
Fig. 10.1). Human Machine Interaction (HMI) regularly does not live up to the solutions
developed in the broader field of Human Computer Interaction (HCI). A Fraunhofer study
on HMI from 2011 states that “from the variety of modern interaction techniques only
touch screens found their way to machine interfaces in production environments” [7]—and
even a recent article still states that “daily work routines in manufacturing companies are
rarely considered [for gamification] resulting in underutilized potential in production
environments” [8]. While there sure is potential, at least the scientific community’s interest
has improved considerably in both gamification of production and gamification of logistics,
as a review paper shows [9].

To summarize, making industrial work more attractive or introducing fun has not been a
development goal for decades and even today such elements are considered unusual—
instead, quality, safety, and consistency are paradigm. The industrial domain’s gradual
consideration of soft factors like motivation and user experience started around the year
2010: in 2011 the technology research agency Gartner rather optimistically predicted that
70% of the global 2000 businesses will manage at least one “gamified” application or
system already by 2014 [10]. Moreover, several studies (see Sect. 10.3) showed that
gamification not only heightens motivation but also increases work speed—which makes
it profitable for manual production.

The combination of changing societal expectations, an increased interest in the potential
benefits of gamification, and the technological advances in motion recognition (see Sect.
10.2.1) resulted in a series of work on gamification of production environments which will
be discussed in this article. Starting with the background, we describe the special
requirements of the production domain (Sect. 10.2.1), advances in motion recognition, as
well as developments in the concept of gamification and emotion recognition (Sect.
10.2.2). In Sect. 10.3, we describe the development of gamified assistive systems for
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industrial production starting with the first concepts 2012 until recent developments in
2020. We then describe three best practices (Sect. 10.4) and close with a section on design
recommendations.

10.2 The Background
10.2.1 The Production Domain

As explained in the introduction, for decades industrial applications in production lacked
behind the “cool stuff” developed in the broader field of human computer interaction
(HCI). These discrepancies may partly be a result of the traditional distance between
mechanical engineering and information technology, two disciplines which even today
struggle to move closer together. Another hindrance is the paradigm of production
companies to produce “zero errors” or “total quality”. This goal is reflected in the concept
of “Poka-Yoke”, where systems are designed to be “fail-safe” or “mistake-proof”. This is
mostly realized by organizational methods or physical appliances, like a machine that can
only hold a part if it is assembled correctly.

Indeed, while in HCI users typically consciously interact with an interface, in industrial
production the main target of a user’s interaction is not an interface but rather the current
work component or the machine. While human machine interaction (HMI) plays an
important role when steering advanced machines by computerized numerical control
(CNC), processes requiring human interaction like assembly are less digitized. According
to the authoritative guideline VDI 2860 Technology for Assembly and Handling [11] the
central assembly activities are joining, handling, fitting, controlling and auxiliary functions
like labeling. Interacting with assistive systems is not one of them, although it might be
considered an “auxiliary function”. Although elements like instructions or even technical
details can be shown on screens close to the working area, the typical view is that these
must be used with caution as they might distract the user’s focus from the “actual” work.

Accordingly, computer-based assistive systems in production focused on instructional
guidance and the control of work results rather than motivational support. Typical systems
described or controlled the steps in the work process, often by using images or videos
illustrating how to place or assemble a specific part (see Fig. 10.1).

Nevertheless, given the comparatively good measurability of work in production both
on the process level and on the results level, it is surprising that gamified assistive systems
have been dormant for so long. Indeed, recognizing states, for example in order to inform
Enterprise Resource Planning Systems (ERP) or Manufacturing Execution Systems
(MES), has long been a goal in the production domain [12].

Probably, this reluctance roots in the production domain’s demand for “total quality”: as
long as there was no way to make sure that the process (for example assembly) was not
compromised by adding gamification elements, or even by changing to new interaction
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Fig. 10.1 Due to the total quality paradigm, assistive systems in production have been focusing on
ensuring that work steps are correct rather than fun during the work process

methods, the industry preferred to stay on the safe side. Thus, for the production industry to
accept innovations in interaction, there were several special requirements [13]:

1. implicit interaction, resulting in the sub-requirement motion recognition
2. (augmented reality, for example by) projection of information
3. error detection, resulting in the sub-requirement of recognizing fingers or objects

While the projection of information had already been established in the year 2000 [14] and
adapted for production environments [15], real-time recognition of human motion was new
for this domain. Accordingly, the industry started to become interested as soon as the first
technologies were introduced which allowed a continuous analysis of work processes. One
of these early systems called “QualityAssist” by the company Sarissa was based on
ultrasonic waves emitted by “trackers” on gloves the assembly worker had to wear and
received by sensors mounted above the assembly unit. It compared workers’ motions with
pre-stored motion sequences in real-time (Fig. 10.2).

However, this way of tracking was rather expensive and at the same time cumbersome
as the workers had to wear gloves. While the form of interaction was new to production
environments, the feedback was still presented traditionally by a small touch screen
indicating the next steps and highlighting detected errors.
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L
Fig. 10.2 The system “QualityAssist” by Sarissa was based on ultrasonic waves. It was one of the
first systems allowing continuous process tracking

This changed in late 2010 with the launch of Microsoft Kinect: the first low-price
solution allowing real-time interactions on consumer hardware while being able to handle a
full range of human body shapes and sizes undergoing motions [16]. The sensor drew these
capabilities from the 3D-depth-of-field-sensor and the IR-technology developed by the
Israeli company PrimeSense, which was bought by Apple in 2013. Already in 2012, a
system using the Kinect for natural interaction was introduced [17]. The same article
describes both the use of projection to minimize distraction as well as gamification to
increase motivation, especially during repetitive work tasks.

10.2.2 Gamification and Flow

The idea to use games to promote “serious” purposes came up in pedagogy where
motivating pupils to learn has always been a key challenge. There are several attempts to
integrate gamification into work processes, especially in the service sector. Reeves & Read
describe “ingredients” to gamify work and meticulously map existing game elements like
avatars, leaderboards, leveling and reputation to general business processes [18]. Another
approach is the Playful Experiences framework (PLEX) which lists ways to improve the
playful aspects of user experience [19] by looking at 22 experience types like “humor” or
“subversion”. Based on these types, certain “design patterns” are recommended.

Beyond frameworks, there is much work on how gamification is to be put into practice.
Generic design elements to do that include “points, badges, leaderboards, progress bars,
performance graphs, quests, meaningful stories, avatars and profile development” [20]. In
an article on “Designing a System for Playful Coached Learning in the STEM Curriculum”
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[21] gamification methods for technology-oriented activities are described in more detail.
The authors explain ways to integrate some of the elements mentioned above as well as the
concept of “extra lives” and the pyramid design developed specifically for production-
oriented tasks (described in Sect. 10.3). Furthermore, they point out that it is important to
re-establish a real-world connection to further motivation in the long-term, for example by
rewarding the first place of the leader board or every person who achieved level ten with a
gift, for example voucher for a book. The special importance of incentives and “tangible”
rewards for gamification mechanisms is well described in a chapter by Richter et al. [22].

In the context of this work, gamification is primarily seen as a means to achieve
“flow”—a mental state in which a person is fully immersed in an activity, experiencing
energized focus and believes in the success. It is an area where high skill and adequate
challenge converge, first proposed by Csikszentmihalyi in 1975. There are four conditions
to achieve this state [23]:

* One must be involved in an activity with a clear set of goals. This adds direction and
structure to the task.

* One must have a good balance between the perceived challenges of the task and the own
perceived skills. One must have confidence to be capable to do the task.

e The task at hand must have clear and immediate feedback. This helps negotiate
changing demands and allows adjusting performance to maintain the flow state.

» The activity is intrinsically rewarding, so there is a perceived effortlessness of action.

Figure 10.3 illustrates the spectrum of mental states and links them to ability and skill.
Thus the concept of flow inherently integrates Bailey’s human performance model [24]:
high skill results in high performance. In addition to Bailey, Csikszentmihalyi highlighted
the concept of challenge, the idea that flow results from high skill and high challenge level.

However, for achieving flow, there is no balanced position: the challenge has to be
regularly adjusted to meet the user’s current skill level. This adaptation requires a high

Fig. 10.3 Mental states
resulting from the interaction
between level of challenge and
skill

High

Control

Challenge level

Relaxation

Boredom
Low

Low Skill level High
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Fig. 10.4 The concept of flow curves expects users to hover between different positions within the
areas “Control”, “Flow”, and ‘““Arousal”

frequency of both input (regarding the user’s state) and feedback to the user. To be
permanently motivating, an activity must be designed in phases that partly arouse the
user and partly give him or her the feeling of control, so that flow comes in waves [25]. The
same applies to the gamification of production processes: to maintain flow, the challenge
level must hover above and below the “perfect fit” which would be the user’s current
performance level.

The modeling of the user is simplified in production environments as there is primarily
one activity and a worker’s skill can be characterized to a high amount by the output.
Accordingly, frequency and amplitude of the “flow curve” will be hovering between the
two poles of arousal and control. Figure 10.4 illustrates this concept: The two exemplary
curves represent two users with different characteristics: User A (blue) needs frequent
longer phases of lower challenge level (control or even relaxation) whereas User B needs
frequent arousal to maintain flow.

A major challenge of this approach is interpreting the user’s actions correctly: a decrease
in performance could be the result of either boredom or resignation due to overextension.
Thus, an ideal implementation for gamification needs to recognize a user’s stress level and
emotional state.

10.2.3 Recognizing Emotions to Sustain Flow

We can recognize a users’ stress level and emotional state by analyzing physiological
features. Examples are facial expressions, the heart rate (which both can be extracted from a
high-resolution video), the skin conductance (also called galvanic skin response, GSR, or
electrodermal activity, EDA), as well as the eye movements.

A first approach to measure emotions in a production-oriented gamification scenario
was described in a 2015 article [26]. However, the only modality used there was facial
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Fig. 10.5 Setup for an emotion-aware assistive system in production, using pyramids in various
colors with identical geometry to simulate redundant work tasks

recognition, based on SHORE (Sophisticated High-speed Object Recognition Engine)
[27]. While facial recognition is helpful to determine the mood (for example happy or
angry), the emotional intensity or arousal is best analyzed using heartrate or skin conduc-
tance which have not been used in this early and explorative work.

A much more intricate approach on integrating emotion recognition is described in the
article “Affective Effects of Gamification: Using Biosignals to Measure the Effects on
Working and Learning Users” [28]. The authors describe an experiment where redundant
production work is simulated by constructing intricate pyramids out of Lego-bricks—with
bricks in varying color patterns but with the same geometry (see Fig. 10.5).

While one group was performing the task with both instructions and gamified
interventions, the control group just received regular instructions a traditional assistive
system in the production would have provided (see Sect. 10.2.1).

The study confirmed previous findings that gamification highly significantly increases
work speed but can also increase in the number of errors. Moreover, the biosignals created
a clear picture of the emotional effects of gamification: joy was detected highly signifi-
cantly more often in the gamification group than in the control group. This finding was
reinforced by data on the skin conductivity: while the initial level of arousal was the same,
users in the gamification group stayed in a state of consistent arousal, whereas the control
group users drifted towards boredom. This difference again was highly significant. An
analysis of the emotion anger created additional results: in the gamification group, anger
was detected highly significantly more often than in the control group. This suggests that
gamification increases not only positive emotions but raises emotionality altogether.
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10.3 Designing Gamification in Production from 2012 to 2021
10.3.1 First Steps Towards Gamified Production

Already in early work in 2012, there were specific requirements mentioned for assistive
systems in production [17]:

1. Scalability on the competence and process level
2. Small chunks of information at the right time
3. Increasing motivation and fun while working

These requirements were then extended [13], looking especially at how gamification could
be applied in the production domain:

1. adaptation to the user’s competence level
2. detection of excitement level and type

3. integration of motivating elements

4. protection of the users’ personal data

From 2012 to today, these requirements were subsequently addressed, although there are
some inherent challenges, like measuring emotions (“excitement”) while protecting the
users’ personal data.

The first design applying gamification to production environments (see Fig. 10.6) was
presented in the article “Industrial Playgrounds: How Gamification Helps to Enrich Work
for Elderly or Impaired Persons in Production” [29]. Interestingly, this work focuses on
persons with impairments who differ from “regular” workers regarding age or health. At
that time, gamification was primarily seen as a way to motivate such special groups. This
changed in the last years, as games and gamification became a more integral part of society
and the lifestyle of both younger and older generations.

Already this first design relies on motion recognition to make work processes transpar-
ent, analyzing and visualizing them in real-time (see Sect. 10.2.1). Thus, it is no surprise the
concept was presented in 2012, as in 2011 the Microsoft Kinect was launched—the first
solution allowing movement analysis with a single affordable device (rather than multi-
camera tracking). This shift from a result-oriented perspective (is the assembled part error-
free?) to a process-oriented perspective was essential for employing gamification. In the
design, each work process is represented by a brick in a puzzle game resembling Alexey
Pajitnov’s 1984 classic Tetris. After a sequence is completed, the build-up brick rows
disintegrate.
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Fig. 10.6 First scribble and a design prototype of a gamification for production environments from
[29], inspired by the classic game Tetris

10.3.2 Evaluating Design Variations and Branding

Next to the Tetris design, from 2012 to 2015 two more designs for the gamification of
production (and other technology-oriented areas) were proposed (see Fig. 10.7): the circle
design [30], and the pyramid design [31]. Regarding the effects of gamification, all studies
confirmed the established effects: increased work speed and motivation, while quality
decreased if no counter measures were taken: a speed-accuracy tradeoff.

In 2015, a comparative study on designing the gamification of production identified the
version with the highest acceptance rate [30]: an improved form of the pyramid design (see
Fig. 10.8). In this design, each pyramid step represents a work step, with steps colored
according to the required time and error rate. The steps are climbed by a user avatar which
can be individualized with a user photo. At the top of the pyramid there is a trophy which
dissolves as soon as an error is detected. Thus, the importance of producing high quality
with (almost) no errors is highlighted by the design. The users in the comparative study
preferred this pyramid design to the alternatives with high significance.
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Fig. 10.7 Three gamification designs for production (from left to right): Tetris design (2012), Circle
design (2014), and first version of the Pyramid design (2014)

Fig. 10.8 A worker assembling metals shears. The pyramid gamification is projected directly in
front of the workspace

These results on gamification design were complemented by a study with instructors of
a large automotive manufacturer [32] who also preferred the pyramid design with high
significance and recommended it for inclusion in corporate education. It was during the
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discussions with these instructors that the idea of a gamification design adapted to the
automotive brand and thus the concept of “branded gamification” came up.

10.3.3 Exploring Feedback Modalities

The repeated finding that gamification increases both positive and negative emotions
required a more thorough investigation. This was pursued in the article with the telling
title “Wow, You Are Terrible at This! An Intercultural Study on Virtual Agents Giving
Mixed Feedback™” [33], where the University of Florida and the German Offenburg
University looked at the emotional effects of positive and negative feedback during work
tasks. Furthermore, the study introduced a new element: the feedback was not provided as
text but contextualized and “embodied” by virtual agents. There already is considerable
research regarding agents’ likeability, for example regarding their application in aug-
mented reality settings [34]. The process of finding the right agent for a specific work
environment is described as a best practice (see Sect. 10.4.2).

Similar to the repetitive construction tasks described in Sect. 10.2.3, the task in this
study was deliberately designed to be frustrating. 120 participants from Germany and from
the United States had to search for a specific item, which was hidden beneath others.
However, some levels hid the item so well that it was almost impossible to find. Thus,
negative feedback was inevitable, no matter the user’s competence. In the study, the
participants were randomly assigned to one of the three agents: a human, a mouse, or a
robot. To assess the affective reactions, the study used the International Positive and
Negative Affect Schedule Short-Form (I-PANAS-SF).

An analysis of variance revealed that the agents’ appearance did neither have a signifi-
cant effect on the users’ perception of the feedback nor on their affective reactions. Also,
for the encouraging feedback no significant effect of the agent’s appearance on the affective
reactions was found. However, criticism from a human agent significantly increased
negative affective reactions. This confirms the finding that increased engagement—
whether by gamification, branded gamification or human-like agents—increases emotion-
ality altogether. It also indicates that human-like agents can be a wrong design choice (see
Sect. 10.4.2).

When investigating cultural differences in agent perception and the affective responses,
participants from the United States had higher affective responses for the attentive and
determined dimensions and lower responses for the inspired and nervous dimensions when
receiving criticism. These participants stated a desire to prove the agent wrong, possibly
explaining a heightened sense of attentiveness and determination. These results indicate
that we cannot assume an agent’s feedback to be appropriate for all cultures. This finding
might well extend to over aspect of gamification—like the importance of a real-world
connection. However, this is to be determined by future research.
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10.4 Best Practices for Designing Gamification in Production

Integrating gamification into a specific work setting works best if it is “tailored” to the
specific needs of the workplace and users. This process is well described by Lessel et al.
who argue against applying standard gamification in a “top-down” fashion, and towards a
“bottom-up” approach [35]. This section provides three examples of how gamification can
be tailored to fit the work context.

10.4.1 Designing a Neat Integration into the Workplace

For gamification to be successfully integrated into production work, it needs to be close to
the place of action or “in situ”. In a factory setting, a remote monitor with a leaderboard is
not a good solution, as it does not amplify and enrich the work process itself but rather
displays results in a more playful way. Projection or displays integrated directly into the
workspace allow the neat process integration required. The projects motionEAP and
KoBeLU both aimed for this close integration (Fig. 10.9).

This neat integration is a requirement for gamification to be an integral and accepted part
of the perceived work experience. As pointed out in Sects. 10.2.1 and 10.3.1, production
work requires a very high level of focus. Information provided outside of the workspace is
either ignored or it forces users to frequently switch the focus, loosing concentration and
increasing task completion times and the likeliness of errors.

In production environments, projection has considerable advantages over monitors: oil
and dirt which accompany several production activities can be cleaned much easier from a
regular worktable than from a monitor. This allows implementing projected feedback even
in environments with very high demands for sterility like the cleaning of surgical
instruments [36].

A further advantage is the possibility to project information and feedback (Fig. 10.10)
directly on work parts and even on the user’s hand [37]. Thus, grabbing the wrong of two
similar-looking parts in a production sequence can immediately result in a red projection on
the user’s hand, minimizing distraction from the task at hand while conveying the required
information. This way, gamification elements like points can also be integrated without
creating distraction.

10.4.2 Designing Branded Gamification for Specific Companies

Existing research has established that brand identification is intertwined with commitment
to an enterprise [38]. Accordingly, the identification with a specific brand also has the
potential to shape individuals’ attitudes, performance and commitment within work
contexts and thus increase the benefits from gamification.
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Fig. 10.10 Projecting information and feedback right into the workspace and even directly on a
user’s hand reduces the distraction from the work task

These effects were explored in a study with 44 workers performing a soldering task
[39]. Elements of branded identification were incorporated in a gamified assistive system.
The study investigated task performance and emotions. Instead of the established pyramid-
design, the branded version visualized progress through the image of a compressor
representative for the company Mahle. This compressor gradually builds while the
participants work on the soldering task. With each completed step, a new part of the
compressor appears (Fig. 10.11).

The results show that brand identification impacts the users’ attitude towards the task
at hand: while activating positive emotions, aversion and reactance did also rise. On one
hand, this points towards a dual nature of branded gamification: while instigating positive
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Fig. 10.11 Regular gamification layout with pyramid (left) and branded version with a compressor
(right) as projected into the workspace

emotions, aversion and reactance also arise. Such increased emotion al involvement at
work is not a bad thing: previous research has highlighted the benefits [40], arguing that
emotionality and rationality are an integral part of work life—and organizational effective-
ness can be improved by promoting, rather than attempting to suppress emotional variance.

10.4.3 Designing Gamified Agents for Specific User Groups

While the projects motionEAP and KoBeLU mentioned above allowed optimizing both the
design and the integration of gamification in production workflows, the information was
communicated in an abstract way, for example by the pyramid. It has already been shown
that in production environments, the identification of workers can be raised by choosing a
well-known product as a visual representation (see “branded gamification” as described in
Sect. 10.3). However, a product is still an abstract entity—adding an agent can further
improve the gamified work scenario.

Especially in the education domain, there is considerable evidence that communicating
by agents or “companions” yields better results [41—43]. Indeed, the topic of agents or
virtual assistants—combined with gamification—has gained importance in the recent
years. Young researchers like Stefan Werrlich from the BMW group investigated new
playful agents—in this case the little robot “Embly”, using an augmented reality scenario
with a head-mounted display [44]. However, Werrlich does not elaborate on why “Embly”
was designed as a robot rather than a human or an animal. Similarly, in the study on virtual
agents discussed in Sect. 10.3, there are three different versions of agents, ranging from a
robot to a mouse. However, how was the “right agent” selected or designed? Indeed, the
creation of such “individualized gamification” for specific user groups or “bottom-up
gamification” has recently gained more attention [35]. In the following, we describe a
best practice for this approach.

In the project incluMOVE, the suitable agent was realized in a comprehensive partici-
patory design process—in this case with users with impairments are were being prepared
for re-entry into the first job market [45]. In focus group discussions these users and their
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Fig. 10.12 Design variation of a virtual agent created in the project incluMOVE

caregivers were asked how they would imagine a virtual character, supporting their work
tasks. Interestingly, caregivers seemed to have different opinions on adequate character
representations than the users—which shows the importance of user-centered design
processes.

After defining the underlying traits of the characters, an iterative design process started,
where a designer created numerous drafts shown in Fig. 10.12. The resulting character
designs were then presented to the users and the most agreeable design was selected.

Clearly, creating many design variations is a laborious and time-consuming process
which will not always meet the time and budget restrictions of a project. However, the
process of discussing alternatives and selecting the most agreeable one with the users in a
participatory process will greatly increase the acceptance of the final gamified solution.
Thus, a bottom-up gamification design is preferrable and ideally integrated in the planning
phase of a gamification project.

10.5 Design Recommendations

Gamification is only one aspect of assistance in production. An overview paper by Funkt
et al. [46] provides eight general recommendations when providing context-aware feed-
back in production environments:

. Keep the shown feedback simple

. Display direct feedback

. Design for hands-free usage

. Equip the environment rather than the user
. Strive for intuitive natural interaction

. Design for personalized feedback

. Enable users to control the speed

. Add motivating quantified-self information

0 NN LW =



10 Gamification in Industrial Production: An Overview, Best Practices, and . .. 267

While only the eighth recommendation explicitly addresses gamification, most of the
others can be applied to gamified production scenarios. Given this domain’s necessary
obsession with quality (see Sect. 10.2.1), recommendations 1 to 5 mostly address the need
to not distract users by additional information—no matter if it is a visualization like the
pyramid (see Sect. 10.3), or information on the work procedure itself. How such a “neat”
integration of information can be achieved has been described as a best practice (see
Sect. 10.4.1).

A key element surely is the personalization or individualization reflected in the
recommendations 6 and 7: as described in Sect. 10.2.2, successful gamification needs to
put the user’s abilities and mood into the equation to create the right interventions.
Otherwise, an ambiguous behavior (for example slower than usual assembly) could trigger
the wrong reaction (for example a faster sequence based on the assumption the user was
bored while in fact he or she was stressed). Obviously, the tracking of emotions or mood is
difficult to achieve in company settings with high demands for personal data protection. On
the other hand, a system designed primarily to make work more engaging and avoid
boredom, frustration and corresponding illnesses like burnout should be looked at more
favorably in the coming years.

Based on the work presented in this chapter and the existing general recommendations
described above, I want to conclude with a set of more specific recommendations for the
gamification in production environments. These should be designed according to the
following guidelines:

1. Keep it simple: Use simple static designs to avoid distraction from the production
work task.

2. Keep it close: Use monitors or even better projection integrated in the workspace to
avoid distraction and provide information directly on top of the work product.

3. User control: Always allow users to switch off gamification elements to avoid distrac-
tion in challenging situations like small lot sizes.

4. Mind the quality paradigm: Ensure that the gamification design does not only incorpo-
rate feedback on speed but also on quality (like the dissolving trophy in case of an error).

5. Challenge matching: Integrate basic emotion tracking to avoid wrong adaptations of the
challenge level.

6. Challenge variation: Within the user-specifically adapted corridor of performance,
provide fluctuations and variety to avoid boredom.

7. Anonymity: Personal data like the history of user emotions and performance must only
be used to create suitable gamified interventions and not be stored or communicated to
other systems.

8. Adequate gamification design: In a “bottom-up” design process, evaluate with users
what kind of gamification elements (specific agents, achievements etc.) work best in a
specific production setting. While abstract solutions are feasible, many users prefer
gamification designs with a connection to the brand or the product.
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New Industrial Work: Personalised Job Roles, 1 1
Smooth Human-Machine Teamwork
and Support for Well-Being at Work

Eija Kaasinen, Anu-Hanna Anttila, and Paivi Heikkila

Abstract

Industry 4.0 is changing factory floor work towards knowledge work and novel digital
tools provide new opportunities for factory operators, as illustrated in Operator 4.0
visions. We have studied worker expectations towards the change in large-scale surveys
with factory floor workers in Finland. Based on the results of the surveys, Operator 4.0
literature and our earlier studies, we analyse how factory operators’ work is changing
and how well-being at work can be supported in the Industry 4.0 transformation. We
present a vision of future industrial work with personalised job roles, smooth teamwork
in human-machine teams, and support for well-being at work. We conclude the results
by giving recommendations on how the new industrial work should be considered when
designing and introducing Industry 4.0 solutions for the factory floor. The focus of the
design should be human-machine teams and collaboration in them. The work commu-
nity should be engaged in designing the new solutions, as well as related new job roles,
training and on-the-job support. Impacts on well-being at work should be considered in
the design and monitored during the transformation. Future factories are dynamic and
resilient, and that is why new industrial work should be designed for continuous change.
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11.1 Introduction

Industry 4.0 is changing industrial work, the jobs available and the required skills. People
are dealing less and less with actual physical artefacts but increasingly with their digital
counterparts in the virtual world. In the Industry 4.0 vision this change has been named
‘cyber-physical systems’, highlighting the trend of seamless integration of physical and
virtual in work environments and in work tools. The impacts of Industry 4.0 on industrial
jobs have been described in Operator 4.0 visions [e.g. 1, 2]. Despite the Operator 4.0
research, Neumann et al. [3] claim that human factors are still underrepresented in the
Industry 4.0 research stream, resulting in a substantial research and application gap. In this
chapter, we will present survey results (2019, 2020) of Finnish blue-collar worker
experiences and expectations towards new industrial work. Based on these results, Opera-
tor 4.0 visions and our earlier studies, we analyse how factory operators’ work is changing
and how well-being at work can be supported in the Industry 4.0 transformation. The focus
is on factory floor workers in the manufacturing industry.

We present a vision of future industrial work where each worker can utilise and develop
their personal skills and where well-being at work is at the core. We also highlight
teamwork, where the specific skills of each worker are recognised, and machine intelli-
gence complements practical human knowledge and intuition. The vision includes
personalised job roles, smooth teamwork in human-machine teams and support for well-
being at work. We start in Sect. 11.2 with an overview of related research regarding
Industry 4.0 from the worker’s point of view, well-being at work, Operator 4.0 visions
and human-centred design of industrial systems. In Sect. 11.3 we present the results of
three member surveys conducted by the Finnish Industrial Union. Section 11.4 presents our
vision of new industrial work with personalised job roles, human-machine teamwork as
well as well-being considerations. We conclude the chapter in Sect. 11.5 by providing
recommendations for how the new industrial work should be considered when designing
and introducing Industry 4.0 solutions to the factory floor.

11.2 Related Work

In this section we give an overview of related work regarding Industry 4.0 transformation.
We start by describing studies on Industry 4.0 from factory workers’ point of view. We also
discuss well-being at work in industry, and the factors that influence it. The change in
factory floor work has been termed ‘Operator 4.0’ and we describe what kinds of Operator
4.0 visions have been presented in the literature. We also describe approaches to the
human-centred design of industrial systems. We conclude this section by summarising
the research gap that we have identified and that we have been responding to in our study.
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11.2.1 Industry 4.0 from Workers’ Point of View

By utilising advanced digitalisation, the industrial internet and smart technologies, Industry
4.0 is expected to result in shorter development periods, individualisation in demand for
customers, flexibility, decentralisation and resource efficiency [4, 5]. These changes will
also radically influence industrial work. Digitalisation is changing factory floor operators’
work increasingly towards knowledge work, blurring the traditional division between blue-
and white-collar jobs. There will be significantly greater demands on the workforce in
terms of managing complexity, abstraction and problem-solving [6]. Subsequently, factory
workers are likely to act much more on their own initiative, to possess excellent communi-
cation skills and to organise their personal workflow; i.e. in future industrial environments,
they are expected to act as strategic decision-makers and flexible problem-solvers
[7, 8]. Taylor et al. [9] emphasise the creative role of future operators. With their
knowledge of customer needs, the production process, the machinery and the tooling,
they can create product innovations, especially at small-scale manufacturers. Industry 4.0 is
expected to provide opportunities for factory workers through the qualitative enrichment of
their work: a more interesting working environment, greater autonomy and opportunities
for self-development [5].

Asik-Dizdar and Esen [10] describe how sensemaking both at the individual worker and
organisational level can create meaningful work experience in a dynamic work environ-
ment. On an individual level, sensemaking is supported by job crafting, i.e. empowering
workers to influence the contents of their job. On an organisational level, sensemaking is
supported by organisational learning that further allows all members of the work commu-
nity to participate in crafting the dynamic strategy. Involving workers in designing both the
digital solutions and the related new work system supports ensuring work well-being and
performance during the transformation [11, 12]. Kaasinen et al. [11] propose digital tools,
with which workers can participate in designing their work and training and can share their
knowledge with each other. These tools support adopting Industry 4.0 solutions smoothly.
Kaasinen et al. [11] also suggest that the future factory environment should adapt to the
skills, capabilities and needs of the worker and should support the worker to understand
and to develop his/her personal skills. Workers can have individually defined work roles,
which empowers them and increases well-being at work. Holm [13] carried out a survey
with over 200 high school students focused on technical programmes, who are thus seen as
future shop floor operators. The respondents’ views on future shop floor work were
predominantly positive, and they highlighted development and teamwork as the two
most popular characteristics of future work. This provides evidence that future factory
workers are expecting to take a participatory role in future factories.

Recently, in their policy brief [14], the European Commission has presented a vision for
the future of European industry, coined ‘Industry 5.0°. Industry 5.0 complements the
techno-economic vision of the Industry 4.0 paradigm by emphasising the societal role of
industry. The policy brief calls for a transition in European industry to become sustainable,
human-centric and resilient. The focus in industry should move from sole shareholder
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value to stakeholder value for all concerned. Industry 5.0 calls for human-centric solutions
that adapt the production process to the needs of the workers and guide and train them. New
technologies should not impinge on workers’ fundamental rights such as privacy, auton-
omy and human dignity. Romero and Stahre [15] describe how resilient Industry 5.0
systems will require smart and resilient capabilities both in next-generation manufacturing
systems and with human operators.

11.2.2 Well-Being at Work

The disruption of industrial work alters the workers’ tools, working environment, work
roles and familiar ways of working. As the changes require learning new skills and
tolerating insecurity, they have a considerable effect on workers’ well-being. Future factory
work is expected to become more autonomous and require problem-solving skills and the
managing of complexity [8], which may induce stress but also provide opportunities for
self-development.

Well-being at work can be defined broadly to concern all aspects of working life, from
the quality and safety of the working environment to workers’ feelings about their work
[16]. Schaufeli and Bakker [17] define the concept more precisely as a psychological state
consisting of job satisfaction and work engagement. Job satisfaction refers to a positive
emotional state resulting from the appraisal of one’s job or job experiences [18]. It
incorporates various work-related aspects, such as the nature of work, salary, colleagues
and working conditions [19]. Work engagement refers to a more intrinsic construct, a
fulfilling work-related state of mind, which makes workers energetic, willing to invest
efforts into their work and be persistent when facing challenges [20]. In addition, it has
been argued that job motivation, especially high intrinsic motivation, can positively affect
well-being at work [21].

As the transition to Industry 4.0 is ongoing, most of the related research has been
theoretically driven [e.g. 22, 23] and empirical studies of actual impacts on well-being are
still scarce. Kadir and Broberg [12] studied the effects of introducing new Industry 4.0
enabling technologies on workers’ perceived well-being through ten industrial case studies.
In their study, when the workers were informed about the upcoming implementation of
new technologies, they expressed both excitement about learning new skills and
competencies as well as concerns about working with the new solutions, learning new
skills, demands to work faster, safety of the new tools, and even losing their job. Involving
the workers in the design and implementation of the new solutions increased their motiva-
tion, while in some cases, lack of participation and information and introducing partially
developed solutions resulted in frustration and a reluctance to work with new tools, as well
as cautiousness and nervousness towards them. While in general the workers’ perceived
well-being improved after the solutions had been fully implemented, limited training and
lack of standard operation procedures still caused errors and frustration.

The results of Kadir and Broberg [12] emphasise the benefits of informing and involving
workers early in the design and implementation process of new technologies. Kaasinen
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etal. [11] came to the same finding in a study where 44 factory workers were interviewed to
explore their expectations and concerns related to proposed Operator 4.0 concepts. The
interviewed workers were willing to be involved in the design of manufacturing processes
and their workplace, and they thought that involvement would decrease the number of
work problems that they currently have. Early involvement and a participatory design
approach were also found to be beneficial in a study where an idea about a worker feedback
tool that tracks workers’ well-being and work performance metrics was introduced to
factory workers [24]. The idea initially aroused rather negative feedback, but when the
workers were able to see an early prototype and give their ideas for improving it, the
attitudes became more positive. Later, when ten factory workers used the application for
2 or 3 months, they perceived several benefits of its use related to their well-being at work,
such as recognising their own accomplishments at work, which provided motivation to
make efforts to improve one’s performance [25].

Worker involvement and more generally a worker-centric design process of new digital
technologies can be guided by utilising relevant design frameworks. Kaasinen et al. [26]
created a framework for the Operator 4.0 context to guide the design and evaluation of new
solutions so that they would have a positive impact on well-being at work. The framework
is modified from a more general framework by Danna and Griffin [27] to include five
design and evaluation perspectives: usability, user experience, user acceptance, safety and
ethics. Focusing on these aspects facilitates creating safe and ethically sound solutions that
support smooth work practices, evoke positive experiences, and are accepted by workers.
Eventually, the targeted impacts include job satisfaction, work engagement and job
motivation as well as company benefits, such as productivity, quality and optimised
processes.

Besides changing the nature of industrial work and thus affecting workers’ well-being,
advances in digital technologies have enabled new ways to measure physiological
indicators related to well-being at work. In future factory work, wearable trackers are
expected to become more widely used in supporting workers’ occupational health, safety
and productivity [28]. Despite the potential benefits, tracking well-being also involves
ethical issues, such as concerns related to privacy, data security and voluntariness of
tracking [29-32], and thus ethics need to be considered both when designing the new
solutions as well as when implementing them at workplaces.

11.2.3 Operator 4.0 Visions

Visions of future factory work have been created to analyse and illustrate the Industry 4.0
transition from a factory floor worker’s point of view. Romero et al. [2] first coined the term
‘Operator 4.0’ to describe the industrial transformation of factory floor work. Operator 4.0
is a smart and skilled operator who cooperates with robots and whose work is aided by
smart machines and digital tools. The Operator 4.0 concept refers to human-cyber-physical
production systems that improve the abilities of the operators [33]. Romero et al. [2] have
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Table 11.1 Operator types by

Romero et al. [2] ACE Factories Cluster [1]
Romero et al. [2] and ACE Augmented operator Augmented and virtual operator
Factories Cluster [1] - £ P g : P
Virtual operator Social and collaborative operator
Social operator Super-strong operator
Collaborative operator Healthy and happy operator
Super-strength operator One-of-a-kind operator

Healthy operator
Smarter operator
Analytical operator

proposed seven operator types, and the ACE Factories Project Cluster [1] has further
modified them to five operator types based on the results of the cluster projects
(Table 11.1). These operator types illustrate how Industry 4.0 technologies [34] can
show in operators’ work and support them:

1. The augmented operator can utilise augmented reality solutions to get contextual
guidance and information, e.g., by overlaying real-time information on their field of
view [1, 2].

2. The virtual operator can use virtual reality solutions for example to train safety-critical
work tasks beforehand or remotely operate the system [1, 2].

3. The social operator utilises mobile and social network services to interact and share
(tacit) knowledge between other operators [1, 2]. Romero et al. [35] propose a social
factory architecture, which is based on an adaptive, collaborative and intelligent multi-
agent system for enabling cooperation between social operators, social machines and
social software systems.

4. The collaborative operator smoothly collaborates with robots and smart machines in
co-working spaces without the need for safety barriers [1, 2].

5. The super-strength/strong operator can utilise robots and exoskeletons to ease physi-
cally demanding tasks [1, 2].

6. The smart operator utilises artificial intelligence (AI) to support work tasks and
interaction with smart factory machines [2].

7. The analytical operator uses large sets of data to find useful information, to make
better decisions and to take better actions [2].

8. The healthy operator concept addresses concerns regarding increasing workforce
stress levels, the state of psycho-social health and the new potential physical risks in
emerging cyber-physical production environments being ‘disrupted’ by the introduction
of new Industry 4.0 technologies [1, 28, 36].

9. The one-of-a-kind operator reminds us that each operator’s individual skills,
capabilities and preferences should be considered [1].
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Beyond these technology mediated operator types that illustrate how new technologies
could support operators in their work, there are also other aspects of how to approach the
Operator 4.0 concept via operators’ skills, capabilities and preferences [11] or human
values [37]. Similar to the one-of-a-kind operator type by the ACE Factories Cluster [1],
Kaasinen et al. [11] emphasise that each operator has individual capabilities, skills and
preferences to which future smart factories should adapt. Furthermore, they suggest that
future operators should be empowered to understand their own skills and to take responsi-
bility for how they want to develop their skills. Gazzaneo et al. [37] propose that human
values should be embedded in the Operator 4.0 concept. Their Operator 4.0 Compass
describes how the Industry 4.0 key enabling technologies match and extend human
cognitive, physical, sensorial and interaction capabilities.

11.2.4 Human-Centred Design of Industrial Systems

Human-centred design is quite an established practice when designing work tools. How-
ever, the focus has been mainly on usability in a setting of one user and one tool. Some
researchers have highlighted the need to extend the focus of the design to the whole
sociotechnical system [3, 20, 22, 38]. Cagliano et al. [22] suggest studying the link between
technology and work organisation both at the micro level (work design) and the macro
level (organisational structure) for a successful implementation of smart manufacturing
systems. Neumann et al. [3] propose a framework to systematically consider human factors
in Industry 4.0 designs and implementations, integrating technical and social foci in the
multidisciplinary design process. Stern and Becker [38] propose that the design should
focus on the cyber-physical production systems. The design of the sociotechnical system
should focus at the micro level on sensory, cognitive and physical demands for the workers
[3, 22], human needs and abilities [38], change of work [3, 22, 38], number of tasks [22],
job autonomy [22], supervising [3], co-worker support [3] and interfaces to semi-
automated systems [38]. The design of the sociotechnical system should focus at the
macro level on work organisation [22], decision-making [22], social environment at the
workplace [3] and division of labour [38].

Pacaux-Lemoine et al. [39] claim that in the techno-centred design of intelligent
manufacturing systems, the human operator is often considered a ‘magic human’, who
can handle any unexpected situations efficiently. Sgarbossa et al. [40] describe how design
teams determine the perceptual, cognitive, emotional and motoric demands on the user. If
these demands exceed an individual’s capacity, negative consequences both on system
performance and worker well-being can be expected. For better design outcomes, designers
should understand employee diversity and human factors demands of new technologies
[40]. Pacaux-Lemoine et al. [39] suggest that human-machine collaboration should be
designed so that situational view can be shared at a plan level, a plan application level
(triggering tasks) and at the level of directly controlling the process.
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Kadir and Broberg [12] recommend involving workers early in designing the new
solutions as well as (re)designing the work systems. Virtual reality-based environments
provide good tools for participatory design [41-43]. Each team member can see the
production process entity and their foreseen tasks illustrated in a realistic environment
and can even try the proposed new tasks. In the virtual environment it is easy to test
alternative options to organise the work.

The necessary competencies and training needs should also be evaluated before
introducing the change [12]. When starting to use the new solutions, the workers should
be well trained but there should also be room for exploration and adaptation [12].

11.2.5 Research Gap

Despite the Operator 4.0 research, the research into sociotechnical systems and human
factors in industry is still underrepresented in Industry 4.0 research, as pointed out by
Neumann et al. [3]. Human factors are crucial to industrial transformation, as pointed out in
the vision for the future of European industry presented by the European Commission,
referred to as ‘Industry 5.0’ [14].

Operator 4.0 visions illustrate well how Industry 4.0 technologies influence factory floor
work. Even if the visions introduce the healthy operator as one dimension of the change,
empirical studies of actual impacts of the industrial transformation on well-being are still
scarce. More attention should be paid to well-being at work and operators’ increasingly
active roles in future factories [9-13]. Future operators should be provided with
opportunities to participate in designing their own work [10, 11, 13] and use their creative
potential [9, 12], and their tacit knowledge should be better utilised [10, 11]. Operators’
personal skills, capabilities and preferences should be better considered [10, 11].

In the design of Industry 4.0 solutions, the focus should be extended to the
sociotechnical system at the factory, including both the micro level (individual worker)
and the macro level (work community) [3, 22, 38]. Designers should better understand and
support the diversity of the factory workers as users of technical solutions [39, 40]. Partici-
patory design is a promising approach to involving employees and extend the design focus
to new work processes and work organisation. Well before introducing new solutions at the
workplace, the necessary competencies and training needs should be evaluated [12]. When
introducing new solutions to the factory floor, there should be room for exploration,
adaptation and creativeness [9, 12].

Operator 4.0 visions constitute a good starting point for understanding future industrial
work. In this study we wanted to focus on worker experiences and expectations towards the
Industry 4.0 transformation. We also wanted to understand the new skills required, and
how the change should influence the design of Industry 4.0 solutions.
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11.3  Surveys of Finnish Industry Workers
11.3.1 Industrial Work in EU and in Finland

In Europe, the polarisation between south and north becomes visible when analysing
digitalisation and automation. In southern European countries, production is merely labour
intensive: machine investments are low and production processes require large amounts of
human work [44]. In northern European countries, on the contrary, digitalisation has been
adopted on a large scale [44]. There, industrial production is quite capital intensive.
Capital-intensive techniques mean machine-intensive production processes and fewer
humans to operate the machines.

It is understandable that highly skilled workers will benefit most from Industry 4.0 or
5.0 solutions. If the investments in digitalised, sophisticated and automated machines are
high, the expected skills of blue-collar operators are also high.

According to Fernandez-Macias and Hurley [45], routine tasks are concentrated in
low-skilled jobs in Europe. As Zehn [46] has argued, there is a growing concern about
the extent to which workplace automation affects employment patterns in western
European countries. Investments in automation and digital solutions will increase the risk
of low-skilled workers of becoming unemployed. The most automation- and digitalisation-
vulnerable workers are those who are low-skilled and who work with routine tasks.

According to the European Union Labour Force Survey [47], there were 32.5 million
manufacturing workers in EU countries. Every sixth worker (14.2%) was a metal and
machinery worker, and approximately every tenth worker was a machinery or plant
operator (12.3%) or was in another manufacturing job (9.1%). The share of electro-
engineering workers (2.8%) and handicraft and printing workers (2.3%) was low in the EU.

The European Working Condition Survey Eurofound [44] asked about working use of
digital devices when analysing labour skills, discretion and other cognitive factors. This
survey showed that only a minority of industrial and agricultural workers in southern
Europe utilise digital devices in their work. The share of the option ‘almost never’ was
highest in Portugal (59%), Greece (58%), Italy (54%) and Spain (49%). In these southern
countries the polarisation between high-skilled digital technology users and non-users was
also strongest.

According to Eurofound [44], industrial and agricultural workers in northern Europe
said their work involved working with computers, laptops, smartphones etc. ‘almost all the
time’ or 25-75% of the time’. The top five countries were: Denmark (78%), Norway
(76%), Sweden (75%), UK (69%) and Finland (66%). When focused on ‘almost all the
time’ results, France came to the fore beside the above-mentioned countries. Finland was
one of the countries where the results were sharply divided into three: Finnish workers used
digital devices ‘almost all the time’ (30%), 25-75% of time’ (33%), and ‘almost never’
(35%).

The figures presented above show that Finland represents the average European country
quite well in terms of Industry 4.0 transformation. The Ministry of Economic Affairs and
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Employment in Finland has published results in their Working Life Barometer [48]. Based
on their recent results, 44% of industrial workers used an electronic workspace and new
communication technology in their daily work in 2020. The share is growing each year; in
2019 it was less than one third (30%).

11.3.2 Survey Methods

In the following sub section, we will analyse and present results from three specific surveys
executed by the Finnish Industrial Union. According to Statistics Finland [49], in 2019
there were 323,000 manufacturing workers employed in the Finnish industry sectors. One
third of them were members of the biggest trade union of manufacture workers, the Finnish
Industrial Union.

The member panel of the Industrial Union consists of more than 3000 voluntary union
members who provide responses to electronic questionnaires concerning, for example,
work life, education, work health and digitalisation issues. The response rate has been
typically high. We refer to the surveys as MPS2019, MPS2020 and GMS2020. MPS2019
was executed in October 2019 (N = 2565) and MPS2020 in January 2020 (N = 2047). The
third survey is the grand member survey GMS2020. This was emailed in February 2020 to
all union members with a registered email address. The response rate was 16%
(N = 13,500), which is high for electronic questionnaires. GMS2020 was closed just
before the COVID-19 pandemic caused the declaration of a state of emergency in Finland
entering into force on 18 March 2020. Thus, the possible influence of the pandemic is not
shown in the results.

All three survey questionnaires comprise multiple choice, Likert scale and open-ended
questions. The research unit of the Industrial Union conducted the surveys taking care of
research ethics. All respondents are asked for their consent to use the data as part of
research. Beneficence is the focus at every step of analysis and reporting the results. No
individual or any of their workplaces could be identified from any of the responses.

Respect for anonymity, confidentiality and privacy has been taken seriously. The
qualitative data collected was anonymised and coded by the research unit of Industrial
Union, using randomised numbering. Quantitative data analysis was conducted using SPSS
software.

The descriptions quoted here have been selected from among the thousands of answers
to the open-ended questions. The respondents have written ‘in their own words’ quite
widely and have added detail to their answers. These descriptions were coded with
randomised numbers and background information on the respondent’s occupation, age,
gender and industry was added. Most of the respondents worked in the metal, chemical or
wood industries, which are the biggest industries in Finland. Other respondents worked in
other manufacturing or service sectors that the Industrial Union represents. These industries
include the printing industry, distribution, the mining industry, and servicing and
maintenance.



11 New Industrial Work: Personalised Job Roles, Smooth Human-Machine. .. 281

Digi-investments and changes in work are still moderate in Finland. The majority of all
industrial companies have invested in new technology to some or a moderate extent, with
the remaining one third having not invested at all. Only one in every tent are so-called
digital forerunners. Typically, these forerunners are major export companies.

Digitalised manufacturing companies have utilised different innovations—and devel-
oped and produced new smart ones. They will also have a broad vision of the future.
Investments are necessary when the manufacturing of goods is increasing. Smarter and
more effective machines are needed to respond to the growth in demand. Companies also
try to respond to the demands of the workforce by reorganising tasks.

In the last decade, investments in robotics and automation have been made in the wood
industry. In the metal and chemical industries, smart technology investments, such as
new-generation robots, have become reality in recent years.

11.3.3 Many Decades of Experience

The member panel survey (MPS2020) conducted by the Finnish Industrial Union studied
the use of digital equipment. The respondents typically worked in the metal, chemical,
wood and graphics industries. Some of them worked in services and maintenance and in
primary production. At the maximum there were more than a hundred robots in one big
workplace, and some of them were smart and mobile with several Al solutions. We can say
the experiences of manufacturing workers with Industry 4.0 solutions have been growing
for decades.

Almost one half (47%) of the respondents said that robots are used at their workplace.
However, only some of them (13%) have worked with or alongside collaborative robots,
and every tenth (10%) of them oversaw and controlled robots’ work tasks. Most of those
who have experience of robots do not believe that their use has freed up their working time
for more interesting and varied tasks.

The robots that were used were without exception industrial robots. Industrial robots are
used to execute certain types of tasks, especially in mass production. MPS2020
respondents stated how the robots helped the human actors: ‘Robots assist in tasks
containing tiresome, repetitive and continual stages of work tasks’ and ‘the automation
concerns mainly heavy and monotonous work tasks’. In some factories ‘equipment robots
will execute product testing and welding’ by using artificial intelligence.

Traditional industrial robots are fixed machines with automation, such as sanders and
stacking and warehouse robots. Some of them resemble a human torso with robot arms, and
they work side by side with humans on a production line. Many of them are just robot
hands and arms with turning joints programmed to carry out precise tasks. Some of the
robots are mobile, such as transport robots and automatic forklifts, which move and store
items according to Al manoeuvring.
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Robots can work completely alone according to computer programming. One of the
respondents describes the robots in their workplace: ‘One that makes the product from the
start up to the packing pallet. About fifty that need a human by their side.” They need
people for the programming. The simplest robots carry out repetitive tasks while the more
complex robots have “machine intelligence”” (MPS2020).

Collaboration and working with robots and automated machines themselves is not
common to all. The member survey (MPS2020) shows that respondents have commonly
worked with reprogrammed self-acting robots that are controlled by humans (8%) and
simple automated machines (5%). The smarter robots are not so familiar in their
workplaces and tasks. Blue-collar workers do not often collaborate with remote robots
controlled by humans (2%) or self-acting, mobile and reacting robots (2%).

The work use of mobile phones, tablets and computers is familiar. The majority (70%)
of all MPS2020 respondents work with those digital work tools daily. This was not a
surprising result. According to Statistics Finland (2018), almost every 16—55-year-old Finn
owns a smartphone and uses the internet daily. This so-called Nokia effect can be seen in
the survey results when asked about mobile technology.

11.3.4 Investments in Human Capital

At best, the investment in new technology and labour education will grow concurrently on
the shop floor. One of the respondents (MPS2020) defines his needs: ‘Everyday use. Just
needed continuous training to keep skills in good shape in the digital evolution’. The
change of manufacture work into more computerised work is releasing, but on the other
hand, it can be a bit disturbing. Another craftsman described this ambivalent situation
interestingly:

‘As a machinist, I have worked with multifunction lathe and industrial automation
robots for almost 15 years. I have noticed that in problematic situations there is lots of
work to do. The need to improve your skills has also grown. When those digital workmates
work normally, they really lighten my job. Sometimes even too much, which makes me
passive, so, there you sit and wait for the upcoming problems. And when they show up, you
just fix them. I think that all this waiting and controlling will make me passive. Moreover, I
have done many extra tasks with a computer besides my “normal” work. For example, I
write different reports, minutes, starting and ending acknowledgements, and I also do
programming, etc. Nowadays, I think that most of my working hours are full of all kinds of
keyboarding.” (MPS2020).

Blue-collar workers are producing, analysing, using and sharing data on industrial
production every day. For example, one of the metalworkers describes his work quite
concisely: ‘My job is to send samples to a specific robot via pneumatic mail. The robot
handles them completely automatically. As a result, the analyses show up in the system
when ready.” (MPS2020) What he is actually doing is more complicated.
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In a digitalised workplace, individuals are part of a complex network including human
and non-human actors. Digitalised cooperation is combined with interaction between
humans; humans and machines; and humans, computers and mobile devices. And as the
previous quotation shows, pneumatic mail, analysing robots, computers and data-
producing software constitute what is termed an actor network (cf. [50]). There the digital
interaction happens between machines and computers.

One respondent’s description (MPS2020) of his work is laconic: ‘I monitor a chemicals
factory, which is operating completely automatically.” Here is a black box to open. When
human-non-human collaboration works fine, there are no problems. The reality, however,
is more often like another respondent wisely said: ‘Humans create machines to help their
lives, but they should just serve humans a little bit more reliably. Nowadays many things
and situations will become almost impossible to solve if the systems collapse.” (MPS2020).

It is quite common for manufacturing workers to cooperate with their novel digital
workmates on the shop floor and in their personal digital workspaces. Quite a lot of them
have been trained to operate with production processes with their smartphones, tablets and
laptops. Despite this, many industrial workers do not realise that they are actors in
digitalised networks when they are utilising digital services like sensor data, clouds and
big data. However, some of them are aware and can see the real value of cooperation. One
of these workers with forethought says that “collecting data is The Thing in the future.”
(MPS2020).

If manufacturing workers have a special interest in coding and they understand software
as well as their superiors, their job role can transform. An encouraging management will
allow those experts to participate more actively in a digitalised co-operative network. For
them, the possibilities to exercise with augmented reality, digital twins, and other Al
solutions can open up.

On the other hand, digitalisation may bring about a shortage of an expert workforce.
This has a lot to do with those who have applied to work in the industry. In other words, the
educational level of some workers is low, or their vocational education was in a completely
different field. Quite often these workers’ language skills are not good enough: ‘English
operating directions are too difficult for me.” (MPS2020). Some of them have dyslexia or
learning difficulties. Moreover, some people underestimate their digital skills at work, even
though they happily use smartphones and other home electronics in their leisure time.

The more there is workmanship, information and communication technology (ICT)
knowledge and other work-life skills needed in the workplace, the easier it is to receive new
information. In any case, without good supervising and continuous training, workers will
face real difficulties:

For me the use of the workplace computer and software is like trying to control a Russian moon
rocket. I really do not understand how the software works. I have to say that the computer or
mobile phone solutions are really not user-driven. (MPS2020)
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11.3.5 Attitudes and Expectations Are Mainly Positive

The grand member survey (N = 13,500) conducted by the Finnish Industrial Union
(GMS2020) studied the attitudes of manufacturing workers towards Industry 4.0 solutions.
Attitudes especially among male and younger industrial workers towards the technical
revolution and digitalisation are more supportive.

In the reference population of the GMS2020 survey, 80% are male. However, the share
of female respondents in GMS2020 is a bit higher: they account for one quarter (25%) of all
respondents. The average age of union members is 45. One fifth (21%) of all respondents
are under 35, and most of these young digital natives are male.

The survey (GMS2020) showed that the attitudes and expectations towards
digitalisation and Al solutions are quite positive (Fig. 11.1). In the survey, this question
was presented: ‘“What do you think about new technology? How will robots, automation,
Al, and other digital devices affect your work? Choose only those options in which you
could answer “Yes, I agree’”. The respondents could choose all options that they
agreed with.

More than half the respondents (60%) thought that new technology will decrease the
physical strain of work. Quite a lot of these blue-collar workers (44%) believe that
digitalisation will improve productivity and almost as many (37%) think that it will
improve work safety and well-being.

Divisive attitudes towards digitalisation became visible when the results were compared
between gender and age variables. The experiences and expectations on the shop floor were
quite divided. Differences between gender are understandable, because in Finland sectoral
gender segregation is one of the strongest in Europe. Roughly speaking, blue-collar work in

How will robots, automation, Al and other digital devices affect your work?

Reduce physical strain of work o
Increase productivity
Improve work safety
Make work more interesting
Slow work down due to failures N
Force employer to organize more training
Speed up pace of work

0 10 20 30 40 50 60 70
% of respondents

Fig. 11.1 Expectations regarding how digital devices will affect work, % (N = 13,337) Source:
GMS2020
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Table 11.2 Expectations of how digital devices will affect work, % by gender and age (N = 13,337)

Age 18-35 years Age 36-65 years

Female | 1. Reduce physical strain of work (66%) 1. Reduce physical strain of work (60%)
2. Increase productivity (44%) 2. Increase productivity (35%)
3. Slow work down due to failures (38%) 3. Slow work down due to failures (31%)
4. Make work more interesting (33%) 4. Improve work safety (27%)
5. Improves work safety (30%) 5. Make work more interesting (25%)
(n=767) (n = 2608)

Male 1. Reduce physical strain of work (63%) 1. Reduce physical strain of work (59%)
2. Increase productivity (52%) 2. Increase productivity (45%)
3. Make work more interesting (45%) 3. Improve work safety (41%)
4. Improve work safety (40%) 4. Make work more interesting (35%)
5. Force employers to organise more 5. Speed up pace of work (26%)
training (26%) (n = 7720)
(n = 2242)

Source: GMS2020

steel mills, machine shops and shipyards is predominantly male, as well as work in service
stations and car repair shops.

Male and younger manual workers are more open to digital solutions in their workplaces
(Table 11.2). Especially workers under age 36 (n = 3009) expect digitalisation will make
their work more interesting: almost a half (45%) of men under 36 and every third (33%)
young woman thought so. However, they also saw that it might increase mental stress and
psycho-social strain.

One quarter of all respondents (24%) are quite critical, expecting that the pace of work
will become faster, and that failures in production processes will become more common.
Older and female workers in particular were suspicious of digitalisation. Here experience
speaks rather than expectations. When asked about possible fears in the future, the most
worrying for blue-collar workers were lower wages (24%) and finding job in their
hometown (17%). The changes to work or adequate competencies did not worry them as
much. The share of those concerned about losing jobs because of automation (5%) and
digitalisation of work (2%) were quite low (GMS2020).

There are several challenges as well. In real life, digitalised and social networks will
become more complex and demanding. Working on the real shop floor and digital
workspace can become a big challenge for manufacturing workers. In any case, they
must improve their skills and competence. Knowledge-intensive manual work requires
improved ICT, communication and professional skills. For older workers, these demands
and changes will be more challenging than for younger ones.

In another survey (MPS2019), members of the Finnish Industrial Union were asked
about their attitudes towards artificial intelligence (AI). In general, the results are
promising, as Fig. 11.2 shows.

Looking more closely by gender and age, the results of this survey (MPS2019) are
parallel with the grand member survey (GMS2020) results.
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Al will help in planning work and in assigning

jobs 11 17 20 40 11
Al will improve productivity 12 20 21 36 11
W Disagree
Al solutions may replace me and take my job 42 23 100 a5 Ul ® Quite disagree
| At il ALkt ® Do not know
need to learn new skills as Al solutions are = ;
taken into use 14 11 17 EE] ) ® Quite agree
W Agree
| could trust the decisions made by Al 17 23 16 37 6
Al can make my job more pleasant 18 21 18 30 13
40 &0 1
%, N=2565

Fig. 11.2 Industrial workers’ attitudes towards Al, % (N = 2565) Source: MPS2019

Half of the respondents (51%) agree that AI will help planning work and assigning
tasks. Blue-collar workers also mostly (58%) understand that the need to improve their
competence will increase. Quite a lot of them trust Al-made decisions (43%) and one third
(33%) believe that Al will make their job more pleasant. There is no big fear of losing jobs
or lack of trust in Al-based decision-making. Approximately every fifth respondent is more
critical of Al

Male respondents (n = 1922) of the member panel (MPS2019) are more open to Al
solutions than females (n = 609). Half of all male respondents (50%) think that AI will
improve productivity, but the share of females is much lower (38%). In general, female
respondents are more unsure of their opinions. One in every five chose the option ‘do not
know’ in every other proposition except ‘Al solutions may replace me and take my job’. To
this question, only 12% do not know.

The youngest respondents in the 18-35-year-old age group are the most optimistic
towards Al They see the propositions ‘I could trust the decisions made by AI’ and ‘Al can
make my job more pleasant’ more agreeable than the older respondents. Older workers
have more fears and suspicions. Along with female respondents, workers over 55 are more
often afraid that Al solutions will take their jobs.

11.3.6 Work Safety and Well-Being

Positive experiences have an impact on attitudes towards new technological solutions as
the results of the analysed surveys—MPS2019, MPS2020 and GMS2020—have shown. In
GMS2020 more than half (60%) of all respondents think that new technology will decrease
physical strain at work and one in every three (37%) think that work safety will increase.
However, a quarter (25%) of blue-collar workers think that the pace of work will increase.
In the written comments, the respondents describe their experiences of mental strain, such
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as boring monitoring tasks or overwhelming problem-solving situations. There are also
positive experiences. Below, two manual workers (MPS2020) describe how digitalisation
has lightened their work and given them extra skills in production processes:

All kinds of smart devices (tablet and smartphone) will speed up the actual working processes.
For example, it is much easier to find pictures and information with them.

I think that with digitalisation we are moving in the right direction. Workers can avoid
unergonomic work tasks, which no one wants to do, and robots will take care of them. With
robotics the repeatability is 100%. Also, the accuracy of computer vision is really unbeatable.

The physical stress and the monotonous nature of the work, as well as ailments and diseases
caused by them, will decrease. Digitalisation is also a question of health and safety, not just
output or effectivity. In many workplaces the health and safety situation has improved
because of automation and digitalisation. In smart factories, multiple work tasks have been
automated and utilise robotics. This will decrease health problems and diminish risks on the
shop floor. For example, before digitalisation, production line workers got Raynaud’s
disease, carpal tunnel syndrome and other serious health problems in the nape and
shoulders.

In metal industry welding and soldering are two of the most dangerous work tasks. For
example, welding lead and silver produces dangerous gases. The digitalised solution is
clever when the welding robot works in a separate enclosure space. Welding robots
engender homogeneous solder results and workers will monitor work tasks and maintain
the robots. There are also serious health risks with wood dust, chemical motes and other
cancer-causing substances. When human-non-human collaboration is clear, there will no
longer be any health risks for humans. That will all reduce work strain and release human
work resources to other tasks.

11.3.7 A Range of Individuals

All three surveys (MPS2019, MPS2020 and GMS2020) show that industrial workers are
not one homogeneous group. The respondents of the union member surveys differ in terms
of age, gender, educational background, ICT and communication skills, occupations,
industry, mental and physical strength as well as stress control.

Those blue-collar workers, who are keyboarding and coding operators producing
artefacts or services with computers are mainly vocationally trained craftspeople. Working
with ICT or alongside robots or Al does not necessarily require highly trained skills or
education. Industrial work with digital resources is also varied. While one manual worker is
employed in a steel mill, another has their job, for example, in a sawmill, a printing house,
an oil refinery, a paint factory, a plywood mill or a car factory. Industrial workers with
relatively similar backgrounds may have very different preferences regarding attitudes to
new digital tools.
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One must also take into consideration that there are quite significant differences when it
comes to the starting levels of employees’ digital skills. Overall, not everyone wants to or
can use digital devices in their work. The GMS2020 results show that approximately one in
every four industrial worker has no interest in or they are about to be left out of digital
skills. Also, tasks in industrial work have continued to be divided into professional tasks
that require a variety of skills and tasks that are less demanding. Industrial work performed
by blue-collar workers can include mainly routine tasks such as working on a production
line. When the tasks are more demanding, creative digital problem-solving and expertise
handcraft skills are needed. The various backgrounds and the multiple new tasks introduce
challenges for training and upskilling. Then, individuals’ starting levels and goals should
be considered on an equal footing as the requirements of the work itself.

11.4 A Vision of New Industrial Work: Personalised Job Roles,
Smooth Human-Machine Teamwork and Support for Well-Being
at Work

Based on existing Industry 4.0 and Operator 4.0 studies, the results of the worker surveys
and our own studies, we have defined a vision of future industrial work on the factory floor.
Future factory floor workers will utilise a range of new technologies that increase their
capabilities but also require new skills. The possibilities of these technologies and the
required new skills are illustrated in Operator 4.0 visions. In our vision we utilise the
Operator 4.0 types to illustrate the increased capabilities and related new skills. In our
vision, well-being and operator’s personal capabilities, skills and preferences are placed at
the centre. Future industrial work should support well-being at work and personal compe-
tence development opportunities. We also highlight teamwork, where the specific skills of
each worker are recognised, and machine intelligence complements practical human
knowledge and intuition. As the worker surveys took place in Finland and our previous
studies were carried out in Europe, our vision reflects how industrial work will change in
the western world. In this section we present this vision, starting with the new capabilities,
skills and related new job roles, then we envision teamwork in human-machine teams, and
finally we analyse how well-being at work can be supported in the new work environment.

11.4.1 Operator 4.0 Skills Dimensions and Personalised Job Roles

Operator 4.0 visions [1, 2] provide good insights into understanding how Industry 4.0
technologies can be seen in factory floor work by assisting operators and increasing their
capabilities. The Operator 4.0 visions highlight the new opportunities, but it is good to
remember that there are still many tasks that will remain unaltered and manual work will
also be carried out in future factories, even if less commonly than today.
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Based on Operator 4.0 visions from the literature [1, 2], we have defined six skills
dimensions in Operator 4.0 work: collaborative, super strong, social, extended, smart and
analytical. These dimensions are based on key Industry 4.0 technologies: collaborative
robots, exoskeletons, virtual and augmented reality, connectivity and artificial intelligence.
Worker skills can be extended by utilising Industry 4.0 technologies and by adopting
related new ways of working. The Operator 4.0 skills dimensions are described in
Table 11.3.

In earlier research, the healthy and happy operator concept [1, 2, 36] and the one-of-a-
kind operator concept [1] emphasise the importance of supporting well-being at work and
taking into account the individual capabilities and preferences of each operator. These
issues should be supported in all skills dimensions, and that is why well-being and
individuality are at the core of our skills dimensions framework, as illustrated in Fig. 11.3.

Previous operator 4.0 typologies describe one person interacting with one enabling
technology [1, 2]. However, in practice the operator works with many different Industry 4.0
technologies and also with traditional manufacturing machines. In actual job roles, the
different operator types are mixed, and the operator can have different skills related to the
different operator types. We describe this variety of skills as skills dimensions. The skills
dimensions from an individual operator’s point of view are illustrated in Fig. 11.3. The
skills dimensions framework illustrates the skills that Operator 4.0 can gain by utilising
Industry 4.0 technologies and by adopting related new ways of wroking. The core of the
change is ensuring well-being at work and considering the personal capabilities, initial
skills and preferences of each operator. By utilising Industry 4.0 technologies and by
learning new ways of working, the operators can develop their skills. In the following we
will focus on supporting the individuality of the operators while we will discuss well-being
aspects in detail in Sect. 11.4.3.

The worker surveys presented in Sect. 11.3 highlight the diversity of the factory
operators. The different starting levels and different attitudes are shown in the results:
some workers see new, interesting career opportunities as experts of different ICT
solutions, while some workers doubt and even underestimate their digital skills. As
operators are different, there should be different development paths in operator skills.
Skills can be developed both by adopting related digital tools and by learning new ways of
working. The skills dimensions framework can be used to describe both current skills and
skills development plans. The operator should be able to choose the development path and
the pace according to his/her individual interests. As an example, Fig. 11.4 illustrates the
skills of one imaginary operator using orange dots: the operator has specialised in utilising
Al solutions and big data, while also having some experience of utilising social media
applications and mixed reality technologies.

Future factories can be connected to each other. In connected factories, everyone has the
opportunity to develop even into a global expert. For instance, a novice augmented
operator can utilise augmented reality tools to get support in daily tasks, while an expert
augmented operator can produce AR-based material to teach good work practices to others,
then also proceeding in the social dimension of the skills framework.
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Table 11.3 The skills dimensions in Operator 4.0 work, illustrated by worker citations from the

surveys
1
——
- o

Collaborative: The operator collaborates with robots and smart machines.
Humans and machines work together, complementing each other in the
different tasks combining workers’ dexterity, flexibility and problem-
solving skills with robots’ repetitiveness, speed and precision.

‘The robot will combine a part of the product and I another part. After my
check, I will pack the product.” (MPS2020)

Super strong: Robots support the operator in physically demanding tasks.
Workers still have manual tasks that cannot be allocated to robots. Some
manual tasks require repetitive movements in non-ergonomic positions.
Exoskeletons support workers in such activities.

‘My job is to input the place in storage and number of items to computer. A
robot will bring the product to the conveyor belt. At the end of the line there
is a grapple which lifts the packed product onto a pallet.” (MPS2020)

Social: Operators possess a lot of tacit knowledge regarding good working
practices and problem-solving, for example. This knowledge can be shared
with mobile and social media-based tools.

‘During my shift, I'm working with conveyor, lift, slitter, bagging machine,
staging robot, decking robot, riming machine, wheel machine, pallet
wrapping machine, and labelling machine. I'm interacting directly with
people at the shipping room, loader and people working with the
longitudial cutters.” (MPS2020)

Extended: In virtual environments, operators can practise working with the
manufacturing systems well before those systems have been installed on the
factory floor. Augmented reality-based solutions can give contextual
guidance and they support remote operation and support.

‘I work in quality control. As a part of my all-around education I have
practised using and handling robots.” (MPS2020)

Analytical: The operator can utilise data from different sources in
managing the production process and in forecasting changes. Artificial
intelligence can support analysing the data.

‘An electronic delivery guide shows how to move along the route. It also
saves working hours and places automatically.” (MPS2020)

Smart: Artificial intelligence-based solutions assist operators in complex
operations, problem-solving and decision-making.

‘We have a controlled production system in the factory. Electronic control
systems, accounting and invoicing. These tasks are increasingly executed
by bots, specific software applications that humans control. These bots
execute simple routine tasks. For example, bots will receive and deal with
work tasks.” (MPS2020)
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Collaborative Social

Extended Smart
Super strong Analytical
Fig. 11.3 Operator 4.0 skills dimensions framework
Co!laboratwe Social
Extended <<Q> Smart

Super strong Analytical

Fig. 11.4 An example of the skills dimensions of an imaginary worker
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Within each skills dimension, both off-the-job and on-the-job training are needed. Off-
the-job training ensures that the operators are well prepared for the change, but continuous
on-the-job learning is also important so that operators can gradually increase their skills
levels.

11.4.2 Smooth Collaboration in Human-Machine Teams

Future factories will combine human and non-human actors with multiple variations. In the
survey results presented in Sect. 11.3, the respondents describe their experiences of
collaboration with automation, robots and smart machines. Quite often the experience is
two-fold: on one hand the workers feel that the work has become passive and boring
monitoring, while on the other hand they describe overwhelming challenges when they
must solve malfunctions of the smart machines. There is clearly a need to develop work
allocation and teamwork in human-machine teams so that human workers feel they are in
the loop and that human jobs remain meaningful and manageable.

The focus in Operator 4.0 visions has been on individual operators. In practice, the
operator is part of one or more work teams that can include both human and machine actors
on site and remotely. As illustrated in Fig. 11.5, the teams can include human actors with
different skills, collaborative robots and Al-based systems for assistance or supervision.
These kinds of human-machine teams should be designed so that they optimally utilise
both human and machine skills and provide meaningful jobs for human operators. New
collaboration and communication skills are required to interact with smart machines and
remote human actors. Human-machine teams also propose changes to labour processes and
work organisation.

Fig. 11.5 Human-machine teams optimally utilise the skills of each team member and the
capabilities of technology
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Smart solutions based on collaborative robots and Al have a lot of potential in easing
physically and mentally demanding tasks. Still, there are many tasks where humans are
superior. Some manual tasks are far too challenging to automate and human practical
knowledge and intuition cannot be replaced with the analytical intelligence of
Al Allocating the tasks that the technology can do to technology and letting human
workers take care of the ‘leftovers’ is a simple and far too often used solution but it does
not result in well-functioning human-technology teams. A better approach is to consider
how to integrate the complementary skills of humans and smart machines. Al is good at
learning from past data while humans can think ‘out of the box’ and provide creative
solutions. Integrating these two complementary viewpoints can bring about an ensemble
that is bigger than the sum of the capabilities of either [51]. The work organisation should
be considered as a whole, and from the viewpoint of providing meaningful jobs to the
human workers. Introducing smart solutions provides an opportunity to consider the roles
of all actors. What are the new tasks that each team member is responsible for? How should
the team members collaborate and communicate? How can the competence development
plans of each team member be supported so that they can utilise and practise their gradually
developing new skills?

As suggested by Cagliano et al. [22], Neumann et al. [3], Kadir and Broberg [12] as well
as Stern and Becker [38], Industry 4.0 systems should be designed as sociotechnical
systems consisting of technical tools and human workers in different roles. Worker roles
and skills demands related to the roles should be considered in the design of these systems.
This is in line with the initial value system in sociotechnical design [52]: while technology
and organisational structures may change in industry, the rights and needs of all employees
must always be given a high priority. These rights and needs include varied and challeng-
ing work, good working conditions, learning opportunities, scope for making decisions,
good training and supervision, and the potential for making progress in the future. Now that
industrial work is changing radically, these original values are still valid in guiding the
design of human-machine systems.

Moreover, in the dynamic Industry 4.0 environment, workers should be able to change
their roles flexibly on the fly, based on learning new skills or just for change. In this kind of
environment, work allocation is becoming a complex task but Al-based solutions have
good potential for supporting dynamic work allocation based on each employee’s personal
skills, capabilities and preferences [11].

11.4.3 Well-Being at the Centre

To ensure a motivated workforce with an open-minded attitude towards new technologies
and changes due to Industry 4.0, well-being at work needs to be considered as a crucial
factor when adopting new tools and work processes in workplaces. Both development
towards personalised job roles and smooth collaboration in human-machine teams have the
potential to foster well-being at work. Personalised job roles incorporate the pursuit of
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well-being by enabling ways to develop at work—based on the worker’s own interests and
learning pace. Developing optimal collaboration in human-machine teams fosters well-
being at work by letting machines to perform repetitive, secondary and unergonomic tasks
while allowing workers to use their skills for creative, value-adding tasks. Removing or
reducing unergonomic tasks is likely to increase job satisfaction, while creative and
suitably challenging tasks may make the workers more engaged. New tech