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SUMMARY

The condition monitoring of multi-component systems utilizes multiple sen-
sors to capture the functional condition of the systems, and allows the sensor infor-
mation to be used to reason about the health information of the systems or compo-
nents. This thesis focuses on modeling the relationship between multi-sensor infor-
mation and component-level degradation, so as to prediction both system-level and
component-level lifetimes. In addition, this thesis also investigates the dynamic con-
trol of component-level degradation so as to control the failure times of individual
components based on real-time degradation monitoring.

The research topic that Chapter 3 focuses on is identifying component degrada-
tion signals from mixed sensor signals in order to predict component-level residual
lives. Specifically, we are interested in modeling the degradation of systems that
consist of two or more identical components operating under similar conditions. The
key challenge here is that a defect in any of the components will excite the same
defective frequency, which prevents an effective separation of the degradation signals
of defective and non-defective components. To the best of our knowledge, no exist-
ing methodologies have investigated this research topic. In Chapter 3, we propose
a two-stage vibration-based prognostic methodology for modeling the degradation
processes of components with identical defective frequencies. The first stage incor-
porates the independent component analysis (ICA) to identify component vibration
signals and reverse their original amplitude. The second stage consists of an adap-
tive prognostics method to predict component residual lives. In the simulated case
study, we investigate the performance of the signal separation stage and that of the

final residual-life prediction under different conditions. The simulation results show
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reasonable robustness of the methodology.

In Chapter 4, we focus on characterizing the interactive relationship between
product quality degradation and tool wear in multistage manufacturing processes
(MMPs), in which machine tools are considered as components and the product
quality measurements are considered as condition monitoring information. Due to
the sequential structure of MMPs, the degradation status of a tool affects the product
quality current stage, which, on the other hand, may affect the degradation of tools
at subsequent stages. To the best of our knowledge, although existing literature
has modeled the impact of product quality on the tooling catastrophic failure, no
published work has targeted on the impact of product quality on the actual process of
tool wear. To address this research topic, we propose an high-dimensional stochastic
differential equation model to capture the interaction relationship between the process
of tool wear and product quality. We then leverage real-time quality measurements
to on-line predict the residual life of the MMP as a system. In the simulation study,
we conclude that our methodology consistently performs better than a benchmark
methodology that does not consider the impact of product quality on the process of
tool wear or utilize real-time quality measurements.

Chapter 5 explores a new research direction, which is the dynamic control of
component-level degradation in the parallel multi-component system, in which each
component operates simultaneously to achieve an engineering objective. This parallel
configuration is usually designed with some level of redundancy, which means when
a small portion of components fails to operate, the remaining components can still
achieve the engineering objective by increasing their workloads up to the designed
capacities. Consequently, if the component degradation can be controlled, we can
achieve better utilization of the redundancy to ensure consistent system performance.
To do this, Chapter 5 assumes that the degradation rate of a component is directly

related to its workload and develops a strategy of dynamic workload adjustment in

xii



order to on-line control the degradation processes of individual components, and thus
to control their failure times. The criterion of selecting the optimal workloads is to
prevent the overlap of component failures. We conduct a simulated case study to

evaluate the performance of our proposed methodology under different conditions.
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CHAPTER 1

INTRODUCTION

1.1 Research Background

Condition monitoring is the process of monitoring the health condition of a func-
tioning system using real-time sensing technology. Based on the observed health
information of the system, the fault or failure of the system may be predictable,
which will reduce economy loss due to unexpected failure and emergencies. In ad-
dition, with system failure time being predictable, maintenance and control strategy
can be determined with respect to the prediction. Due to the development of sensing
technology, sensors become cheaper, more easily to be installed, this allows condition
monitoring to be developed rapidly and applied to various of complicated industrial
systems such as wind farms [3, 46, 75], machining systems [22, 70, 84|, and civil
engineering systems [39, 64, 71], etc.

Particularly, the condition monitoring of complex engineering systems that consist
of multiple components, here after referred to as “multi-component systems”, requires
multiple sensors in order to capture overall information from different individual com-
ponents. For example, in vibration monitoring of an aircraft engine system, multiple
accelerometers are required to monitor the vibration from different components such
as the fan, the motor, and the gearbox [25, 26]. Other examples of condition moni-
toring of multi-component systems can be found in monitoring gearboxes [11, 49, 83]
and monitoring the product quality of manufacturing systems [91, 103, 110]. Con-
sequently, it is very important to incorporate the condition monitoring information
from different sensors to reason about the health condition of a system so as to predict

the future performance (prognostics), such as system-level failure or component-level



failure.

An effective way to utilize condition monitoring is to construct a quantitative
signal that can represent the health condition of the system in the past and provide
information on how the system is likely to propagate in the future. Such a quantitative
signal is referred to as a degradation signal in many literatures [42, 80]. Usually, the
amplitude of a degradation signal may indicate the severity of a defect, and the
increasing trend can capture the propagation of the defect. Therefore, to construct a
mathematical model that can characterize this increasing form will help to predict the
future performance of a system. Such a model is referred to as a degradation model
in the literature [36, 43, 42, 76, 82, 106, 108]. Particularly, the degradation rates of
identical systems may exihbit some variability. Gebraeel et al. [41, 42] proposed to
model this phenomenon using a prior distribution of degradation rate and proposed
a Bayesian approach to update the posterior distribution of the degradation rate
associated with individual component .

In the case of a single-component system, (i.e., the degrading system consists of
only one component), the degradation signal of the system is the same as that of the
component. However, in a multi-component system, the degradation of the system
(system-level degradation) is not necessarily equivalent to the degradation of individ-
ual components (component-level degradation). In fact, the system-level degradation
is usually a consequence of the component-level degradation. For example, in vibra-
tion monitoring of a gearbox, the increasing trend of overall vibration, which can
represent the system-level degradation, is usually due to the degradation of some
specific bearings or gears [84].

Modeling the component-level degradation accurately may achieve confident pre-
diction of system-level failure time (or lifetime). In addition, in some cases, even if
a multi-component system may not encounter complete failure, some of its critical

components may already be failed. For example, in a gearbox system, the vibration



level of a bearing is very small compared to the overall vibration, so the failure of the
bearing may not be detected from system-level degradation monitoring. However, a
failed bearing may cause severe damage in the future [84]. In this case, predicting
component-level failure is also necessary. The objective of Chapter 3 in this thesis
is to construct and model component-level degradation signals from condition mon-
itoring information of a multi-component system, so as to predict component-level
failures.

Compared to predicting component-level failure, predicting system-level failure
from condition monitoring information seems to be a more straightforward approach.
We may consider the entire system as a single “component” and use condition moni-
toring information to construct the degradation signal for prediction. However, this
approach may not yield the prediction as accurate as considering the hidden effect
of component degradation. Particularly, if the underline degradations of individual
components exhibit complicated inter-relationship, simply ignoring this relationship
will not accurately capture the degradation condition of the entire system. Chapter
4 of this thesis considers a scenario in which component degradation are interactive,
i.e. the degradation status of one component may affect the degradation rate of an-
other component. The objective of Chapter 4 is to prediction system-level failure by
modeling this interactive hidden effect.

Another potential research direction is to control the component-level degradation
in order to control their failure times. This is particularly necessary when a multi-
component system does not allow several components to fail closely. For example, in a
manufacturing system, it is common to have several identical workstations operating
in parallel to meet a high demand. The specific workload on an individual workstation
may affect its degradation rate and ultimately its failure time. If several workstations
fail at the same time, the demand may no longer be satisfied. In order to prevent this

unproductive situation, it is necessary to develop a control strategy to dynamically



adjust the workload on different components to control their failure times. Chapter
5 of this thesis considers the dynamic control problem in the application of parallel
multi-component systems. The object of this research is to dynamically adjust the
workloads of individual components to prevent the overlap of component failures.

In the following section, we will introduce each of the three aforementioned re-

search topics in sequence.

1.2 Specific Research Topics

1.2.1 Vibration-Based Prognostics of Multi-Component Systems with Iden-
tical Degrading Components

The condition monitoring of engineering systems involves collecting sensor signals,
such as temperature, vibration, crack propagation, etc., to enable fault detection (di-
agnostics) and facilitate remaining lifetime predictions (prognostics). One of the most
popular condition monitoring techniques is vibration monitoring, which is well-suited
for many applications, such as machine tools [59], power transformers [21], engines
[13], electronic motors [79], wind turbines [25], and even structural systems [38]. De-
pending on the frequency range and other system characteristics, vibration can be
measured in displacement, velocity, or acceleration. Typically, a sensor measures a
mixture of vibration signals generated by the components of the system. This mixture
can be transformed using signal processing techniques, such as the discrete Fourier
transformation (DFT), into a spectrum of individual frequencies that are related to
individual components. Some of these frequencies are generated only when specific
faults or component defects occur. Examples of defects include imbalance, misalign-
ment, bearing defects, gear defects, etc. The frequency associated with a specific
defect is referred to as the “defective frequency” in this thesis.

It is not uncommon to observe a correlation between the amplitude of the defective
frequency and the severity of the defect that is generating that frequency. In fact,

there are several examples in the literature where amplitudes of defective frequencies



have been used to develop degradation signals for predicting failure times [12, 42, 53].
In Chapter 3, we are interested in modeling the degradation of systems that consist
of two or more identical components operating under similar conditions, for example,
two identical bearings mounted on the same shaft. The key challenge here is that a
defect in any of the components will excite the same defective frequency. Without
having dedicated sensors uniquely located near each component, it is not possible
to distinguish between the defective and non-defective components simply from the
spectrum analysis of sensor vibration signals. In this case, sensor vibration signals are
considered as “inseparable” signals under traditional signal processing techniques. In
reality, physical or structural constraints often create strong limitations for installing
sensors close to each component of interest, thus presenting significant challenges in
modeling degradation processes.

Chapter 3 proposes a two-stage vibration-based prognostic methodology for mod-
eling the degradation processes of components with identical defective frequencies.
The first stage uses independent component analysis (ICA) to separate component
vibration signals from sensor vibration signals. ICA is a blind signal separation (BSS)
technique that is used to separate mixtures of signals without necessarily relying on
information about component signals themselves or the process by which the signals
are mixed [23, 24, 57]. In our model, we assume that the signal measured by each
sensor is a mixture of the vibration signals generated by individual components. We
develop a novel approach that relies on signal transformation and ICA to separate the
“inseparable mixtures” of component signals, i.e., vibrations signals with the same
frequency. Once the signals are separated, they are used to construct the degradation

signal for each component.



1.2.2 Interaction Between Tool Wear and Product Quality Degradation
in Multistage Manufacturing Processes

Multistage manufacturing processes (MMPs) are widely known for their high through-
put rates and relative flexibility. MMPs produce parts/products through a sequence
of manufacturing stages that are equipped with tools for performing specific fabrica-
tion tasks. The performance and efficiency of an MMP are usually monitored via the
quality of manufactured products. Typically, quality characteristics may be measured
on the final products and/or at intermediate stages of the MMP. Deviations from the
nominal values of these measurements (hereafter referred to as “quality degradation”)
are used to assess the efficiency of the MMP, which is deemed operational as long as
the quality measurements of the manufactured products are within the engineering
specification limits (i.e., parts are classified as conforming). Once these measure-
ments exceed such pre-specified thresholds, parts are classified as nonconforming and
the MMP is shutdown. Common causes of nonconforming products include errors in
locating, tool wear, fixture errors, and other random factors [29, 34, 35, 51, 61, 116].

Tool wear has traditionally been seen as one of the most important factors that
affect product quality degradation, and has been studied extensively in the literature.
For example, The authors in [61, 73] investigated how the wear of locating pins affects
the product quality in sheet metal forming and assembly processes. Another example
can be found in metal cutting (i.e., machining) processes, in which tool wear was
shown to be a main source of quality variation [51, 52, 116]. However, limited research
efforts have been dedicated to investigate the effect of product quality on tool wear.

In MMPs, products are processed on sequential stages. Thus, in addition to the
effect of tool wear on the product quality degradation, the quality degradation of
outgoing products from a preceding stage also impacts the rate of tool wear in sub-
sequent stages. In other words, there is a two-way interaction between tool wear and

quality degradation. Take the cylinder head machining process [52] as an example.



This process consists of two stages: a drilling stage and a tapping stage. In the first
stage, the tool wear of the drill bit impacts the quality of the hole, such as diameter,
depth, straightness, and orientation, etc., whereas, in the second stage, the quality
characteristics of the drilled hole impacts the wear rate of the tapping tool. Another
example is the doorknob stamping process [60], in which the worn blanking die (tool)
in the second stage generates burr (product quality degradation), which can affect
not only final product quality but also the tool wear in the subsequent stages, as the
burr on the part will accelerate the draw die worn out in the later forming operations.

Although the aforementioned interaction exists widely in MMPs, existing research
has been most geared towards monitoring either tool wear or product quality, sepa-
rately. Very few researchers have addressed the interaction between those two factors.
One example is the QR-chain model proposed in [29], which studied how product
quality degradation from preceding stages affects the probability of tool breakage in
subsequent stages. In this model, the rate of tool wear is assumed to be indepen-
dent from product quality degradation. The same model was implemented in the
automotive body assembly process [31] to investigate how the wear-out of locating
pins affects the assembly quality of outgoing products and how quality degradation
of incoming products increased the probability of locating pin breakage.

In Chapter 4, we generalize the notion of the existing QR-chain model to incor-
porate the impact of quality degradation on the rate of tool wear instead of tool
breakage. According to the literature in tool wear [100], the rate of tool wear tends
to be higher as the “depth of cut” increases and vice versa, and the depth of cut is
correlated to the product quality from preceding stages. For example, in a two-stage
drilling and tapping process, if the diameter of the hole drilled in the first stage is too
small, the tapping tool will cut more material to maintain the final product quality,
which accelerates its tool wear. Our goal is to utilize a stochastic model to predict

the RLD of the MMP by tracking product quality degradation. Within this context,



the failure of the MMP is assumed to be instigated by the occurrence of any non-
conforming product. Consequently, non-conforming products will trigger the system
shut-down and will not be able to enter subsequent stages. To do this, we develop a
two-way interaction model that captures the interaction between tool wear and prod-
uct quality degradation. The novelty of our work is that it allows us to predict the
performance of the MMP, and thus provide ample time to plan for condition-based
maintenance while preventing unexpected shutdown of the entire system. In addi-
tion, our work will also benefit the inventory management of tools. By monitoring
the product quality characteristics and simultaneously accounting for tool wear, we

can perform accurate prognostics on the MMP systems.

1.2.3 Degradation-Based Control Through Workload Adjustment in Par-
allel Multi-Component Systems

Among multi-component systems, one particular configuration is the one with a par-
allel structure, in which multiple components need to operate independently in par-
allel to simultaneously meet the system requirement. For example, the serial-parallel
multistage manufacturing process consists of several stages, each of which contains
several identical workstations arranged in parallel to simultaneously perform a specific
operation to satisfy high production demand [40].

In a parallel multi-component system, when a component failure occurs, the re-
maining functional components have to be assigned with a heavier-than-usual work-
load to maintain system requirements. For example, in manufacturing systems, the
maximum production rate (i.e., capacity) of a machine is usually designed to be higher
than its normally assigned workloads, i.e., the system exhibits some level of natural
redundancy to compensate for unexpected events. The Federal Reserve reported that
the average redundancy in the US manufacturing industries is estimated to be around
20% [8]. While such redundancy structure by design attempts to provide a robust

production scheme, it is not uncommon in practice that a large number of components



may possibly exhibit a similar degradation path, especially when similar workloads
are assigned to those components. If the case happens, it will highly likely lead to an
overlap of component failures and eventually result in loss of productivity.

To address this issue, the objective of Chapter 5 is to provide a dynamic workload
adjustment strategy to prevent the overlap of component failures in parallel multi-
component systems. Specifically, we assume that the degradation rate, which is a
direct cause of the failure time, of a component is directly influenced by its workload.
In other words, a component operating under a higher (lower) workload is assumed
to degrade faster (slower). Based on this assumption, our key idea is to actively
control the components degradation rate as well as the failure time via adjusting the
components workload in real time. If the failure time of individual components can
be accurately predicted and well controlled, then it is possible for us to prevent the
overlap of component failures, which is greatly beneficial to the productivity, logistics,
and maintenance planning.

In Chapter 5, we model the component degradation with a linear stochastic dif-
ferential equation (SDE). To capture the variation in the degradation process due
to material inhomogeneity and manufacturing uncertainty, we further assume that
the degradation rate of an individual component is a random variable that follows
a known prior distribution but the actual value is unknown. Next, at each decision
epoch, we utilize real-time condition monitoring data to obtain an updated posterior
distribution. Based on the updated distribution, we can then calculate the RLD of
each component given a specific workload. With the predicted residual life in hand, an
optimization framework is further proposed to determine the workload for individual

components that prevents the overlap of component failures.



1.3 Thestis Organization

This thesis is organized as follows: Chapter 2 reviews existing literature pertaining to
several research areas: the degradation modeling and prognostics of single-component
systems, the condition monitoring of multi-component systems, signal separation
techniques, research related to tool wear and product quality in MMPs, and the degra-
dation modeling and control of MMPs. Chapter 3 introduces the proposed two-stage
prognostics framework that can identify component degradation signals from identi-
cal components in vibration monitoring and predict component-level failure using an
adaptive prognostics model. Chapter 4 describes the proposed interaction model that
captures the interactive effect between product quality degradation and tool wear in
MMPs in order to predict system-level failure based on the proposed model. Chapter
5 introduces the dynamic workload adjustment using real-time degradation moni-
toring information. Chapter 6 summarizes the thesis and introduces future research

directions.
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CHAPTER 11

LITERATURE REVIEW

2.1 Degradation Modeling and Prognostics of Single - Com-
ponent Systems
The literature on degradation modeling of single-component systems are relatively
rich, and have relied on numerous statistical as well as stochastic models for char-
acterizing degradation. Examples of such work include non-linear random-coefficient
models developed by [76] to model degradation and estimate time-to-failure distribu-
tions. Other papers have modeled degradation using the Wiener process. For exam-
ple, the authors in [36] proposed a time-scale transformation of the Wiener process to
model the accumulated decay under of a component under variable stress levels. A
similar approach was also presented in [108] where the authors considered two types
of time-transformation, an exponential transformation and a power transformation
suitable for different engineering applications. In [82], the authors utilized the Wiener
process for accelerated degradation modeling and proposed a Bayesian approach to
update the drift parameter as subsequent tests were completed. The model was then
used to estimate a lifetime distribution of the component’s population. Moreover,
the authors in [106] incorporated random effects into the Wiener process to represent
unit-to-unit variability among the degradation processes of different individuals.
Most of the above efforts focused primarily on estimating the lifetime distribution
for a population of components. However, In [42], the authors developed two stochas-
tic degradation models where real-time data from components operating in the field
were used to update the model and estimate RLDs for partially degraded components.

Nonetheless, it is important to note that most of the degradation modeling literature

11



have focused uniquely on modeling the degradation of single components. To the
best of our knowledge, there is no existing literature that addresses the degradation
modeling of multi-component systems, especially those with “inseparable” mixtures

of component degradation signals.

2.2 Condition Monitoring of Multi-Component Systems

Literature on the condition monitoring of multi-component systems has addressed
various industrial applications, such as the area of wind farms [3, 46, 75|, machining
systems [22, 70, 84], civil engineering systems [39, 64, 71|, gearbox systems [11, 49, 83],
and product quality of manufacturing systems [91, 103, 110]. Particularly, vibration
monitoring is a very efficient way to capture the health condition of systems with
rotational or reciprocal components. Examples of application areas of vibration mon-
itoring include power transformers [17, 21, 54|, engines [13, 104], electronic motors
[45, 79, 89, 111], steam turbines [15], wind turbines [25, 26|, gearboxes [11, 49, 83],
Machining tools [59, 69, 88|, and even structural systems [10, 38].

Traditionally, vibration monitoring literature has relied on two key assumptions:
(1) sensors can be located on, or very close to, the component that is being moni-
tored [41, 42, 53], and (2) the components of a system are different and thus generate
different defective frequencies that can easily be identified through spectral analysis
[42, 44, 45, 84]. These assumptions do not necessarily hold for many multi-component
engineering systems. In reality, a system may consist of multiple identical compo-
nents, and sensor placement can be constrained by the geometry and/or functionality.
In such systems, a sensor signal may consist of a mixture of multiple vibration signals
with the same defective frequencies. As a result, these signals cannot be separated
using conventional signal processing techniques. Furthermore, the focus of most of
the efforts has primarily been on fault detection and diagnosis. However, they do not

consider the potential degradation of a defect, nor do they consider degradation-based
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lifetime prediction.

2.3 Signal Separation Techniques

In Chapter 3, we focus on developing a prognostic framework that utilizes vibration
monitoring of multi-component systems to predict component-level degradation. Our
modeling approach involves a signal separation stage that is based on ICA, which is
one of a blind signal separation (BSS) techniques. ICA assumes that the signals mea-
sured by a sensor is a linear combination of statistically independent signals unique
to individual signal sources, which in our context are assumed to be the components
of the system. ICA separates the signals by maximizing their independence. Differ-
ent ICA algorithms include FastICA [58], AMUSE [102], SOBI [16] and JADE [24].
Other BSS algorithms include the blind deconvolution (BD), which models the re-
lationship between sensor signals and component signals as a convolution [99, 101].
ICA and other BSS techniques have also been widely used for diagnostics and fault
identification. For example, ICA has been applied on the detection of sensor drifts
[63], the identification of variation patterns in a multistage manufacturing process
[5], the investigation of the sources of noise in a diesel engine [72], and the detection
of gear faults [87]. In addition, BD has been applied in the diagnosis of vibration
systems [45, 113].

One of the major limitations of BSS techniques, including ICA and BD, is that
these methods do not retain any information pertaining to the absolute amplitude
of the signal [56]. That is, the relative relationship between the amplitudes of any
two successive signals is preserved, but the actual value is not as will be shown later.
As a result, ICA has not been widely used in prognostics or predictive degradation
modeling since almost all prognostic models require the exact signal amplitude in
order to predict lifetime and remaining lifetime. In Section 3.2.2, we will discuss how

to overcome this limitation by proposing an amplitude recovery procedure.
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2.4 Reliability and Prognostics of Multi-Component Sys-
tems

For multi-component systems, much research has focused on studying the relationship
between system and component reliability. For example, one closely related topic is
the k-out-of-n system, which means that a system within components is functional if
and only if at least k components operate properly. The reliability of the system highly
depends on the component reliability as well as the system structure. A detailed
survey of reliability studies of the k-out-of-n systems can be found in [28]. Initial
research efforts in this area focused on binary state systems, in which each component
is assumed to have only two states: functional or failed [55, 90]. Recent research efforts
have extended the assumption to be multiple states [50, 118].

In addition to the reliability studies, degradation modeling and prognostics of
multi-component systems has also attracted much attention recently. Related exam-
ples include [19], which discussed the degradation modeling of multiple components
when the degradation processes are inter-dependent. The authors in [47] focused
on separating component degradation signals from sensor data that consist of mixed
information from several identical components in a complex system. However, all
these related publications focus only on identifying or modeling the degradation of

the components.

2.5 Research Related to Tool Wear and Product Quality in
MMPs

Research in two important aspects of any manufacturing systems, tool wear and
product quality, have traditionally been treated separately. For example, there is a
plethora of literature that focuses on the condition monitoring of tool wear [33, 86, 96].
Some have dealt with machine vision-based methods [65, 66], wear and debris analysis

[95], and various types of sensor signals related to force measurements, vibration,
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acoustic, etc. Techniques such as artificial neural networks and regression analysis
proved to be widely popular in tool condition monitoring as noted in [95]. Other
methods include wavelet analysis of force signals, acoustic emissions, vibrations, and
spindle current with the goal of identifying tool wear, chipping, breakage, and chatter
[117].

On the other hand, statistical process control (SPC) methods have been widely
used to monitor product quality and capture the root causes of quality degradation,
tool wear, and other process variables. Traditional SPC approaches include control
charts [48, 78], regression adjustment [85, 93], and the cause-selection chart [92, 94].
SPC in MMPs is particularly complex because of the nature of the manufacturing
sequence and the number of process variables involved. However, state-space models
have proved to be effective in this area. The authors in [6, 61] proposed a state-space
model to study the effects of process errors including tool wear on product quality in
an automotive assembly process. The authors in [52] used a similar approach for a
cylinder head machining process. Additional work by [35, 51] was also geared towards
using state-space models to detect the potential sources of variation in product quality.
See [103] for a comprehensive review of SPC methods involving MMPs.

Very little research has investigated the interaction between tool wear and quality
degradation in MMPs. The most relevant studies can be found in [29, 31|, where the
authors proposed a QR-chain model. The QR-chain model assumes that tool wear
linearly impacts quality degradation, and quality degradation affects the probability of
tool breakage. The QR-chain model does not consider the effect of quality degradation
on the instantaneous rate of tool wear, which is assumed to be constant at all time
in each stage. The scope of the QR~chain model is limited to the survival analysis of

the MMP.
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2.6 Degradation Modeling and Control of MMPs

Discrete-time Markov chains (DTMC) [27, 98] and continuous-time Markov chains
(CTMC) [2, 32] have been used to model degradation in MMPs. A continuous-state
diffusion model was applied by [29] to model tooling degradation in MMPs. In con-
trast to much of the existing literature, our focus here is on controlling the degradation
rates of MMP workstations by dynamically adjusting the production rates without
violating demand requirements. Very few studies in the literature have addressed this
specific problem. A relevant work was given in [97, 98], where the authors modeled
workstation degradation using a DTMC and the transition probabilities from one
degradation state to another is governed by the type of products that are dispatched
to each individual workstation. Another relevant example is the work in [114], where
the authors considered a scenario that an operation can be transferred between work-

stations to adjust their usage and hence control their corresponding hazard rates.
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CHAPTER II1

RESIDUAL LIFE PREDICTION OF
MULTI-COMPONENT SYSTEMS WITH IDENTICAL

COMPONENTS

In this chapter, we propose a simultaneous signal separation and prognostics frame-
work for multi-component systems with inseparable component signals from identical
components. In the signal separation stage, we apply an independent component
analysis (ICA) algorithm to isolate component signals from mixed sensor signals, and
propose an online amplitude recovery procedure to recover amplitude information
that is lost after applying ICA. In the prognostics stage, we incorporate an adaptive
prognostics method to model component degradation signals as continuous stochas-
tic processes so as to predict the residual lifetimes of individual components. In the
simulated case study, we investigate the performance of the signal separation stage
and that of the final residual-life prediction under different conditions.

The remainder of this chapter is organized as follows: Section 3.1 discusses the
model and defines the mixing relationship between components and sensor signals.
Section 3.2 describes the signal separation procedure and the challenges of applying
ICA. We also discuss an amplitude recovery procedure to approximately recover signal
amplitude. Section 3.3 reviews the adaptive prognostics model, and discusses how it
fits within our framework. Section 3.4 focuses on a numerical study that investigates

the effectiveness of signal separation and the accuracy of residual-life prediction.
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3.1 System Description and Modeling Approach

This chapter is based on the vibration monitoring of multi-component systems. Typ-
ically in vibration monitoring, defective frequencies are only generated as a result of
the initiation or existence of mechanical faults and defects. Similar to the assump-
tions made in [42], we assume that amplitude of a defective frequency is correlated
with the severity of the underlying degradation process. The term “degradation sig-
nal” is used to define the behavior of the amplitude of the defective frequency over a
component’s lifetime.

In this framework, we focus on the degradation phase that begins at the very
first onset of a defect and ends at the time of failure. We consider a system that,
among other constituent components, contains at least n > 2 identical components
operating under the same conditions. An example is a wind turbine that has two
or more identical bearings rotating at the same speed or two or more pairs of gears
with the same mesh frequency. Consequently, a defect in any of these identical com-
ponents will generate the same defective frequency, which we denote as f*. This
implies that the signal measured by each sensor will consist of an inseparable miz-
ture of component-specific vibration signals. Thus, conventional methods used for
spectral analysis cannot be used to distinguish between the degradation levels of the
components in question. Furthermore, we assume that vibration is measured peri-
odically using m > n sensors, typically accelerometers. We consider applications
where sensors cannot be placed in close proximity to the degrading components due
to physical and/or functional constraints. Instead, sensors can only be placed on an
external structure, for example, the outside of a gearbox. As a result, each sensor
captures only a proportion of the vibration signals generated by each component.
This proportion will depend on sensor location, material properties, damping, etc.

Our goal is to develop a prognostic methodology for modeling degradation and

predicting the remaining lifetimes of partially degraded components with an identical

18



defective frequency. To achieve this, we develop a two-stage methodology that in-
volves a signal separation stage followed by degradation modeling and remaining life
prediction. In the first stage, ICA is used to separate sensor signals into individual
component-specific signals. The resulting component signals are then used to predict
the remaining lifetimes of their corresponding components using the degradation-

based prognostic modeling approach developed in [42].
3.1.1 Problem Formulation

We start by defining x;(tx) as the time domain vibration signal measured by sensor
i at some observation time ¢ (hereafter referred to as the “sensor vibration signal”),
fori =1,2,...,mand k =1,2,..., M, where t); represents the last observation time.
We assume that x;(x) is a linear combination of the vibration signals generated by
each component j (hereafter referred to as the “component vibration signal”), which
we denote as s;(t;). Note that in this context, the linearity assumption is an approxi-
mation of the real mechanism by which sensors capture the vibration signals generated
by the components. In reality, this mechanism is relatively complex and indeed more
complicated than a simple linear model. However, there is a rich literature that has
utilized the linearity assumption for similar purposes, especially for systems that are
small in size and have a high rigidity. Examples include [49, 72, 87, 112, 114]. One
example was presented in [87] which considered vibration monitoring of gearboxes,
and argued that the linear assumption can hold if the accelerometers are mounted
on rigid gearboxes. In this chapter, we consider a similar setting, and we focus on
applications that involve vibration monitoring of mechanical systems with similar
properties, i.e., applications where the linearity assumption can be valid. Thus, a

sensor vibration signal x;(¢;) can be expressed as follows:

zi(ty) = a;151(te) + ai282(ty) + ... + ainsn(ty) +ei(ty), for k=1,2,..., M, (1)
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where 0 < a;; <1 (j =1,...,n) is a real-valued element that represents the pro-
portion of the vibration generated by component j that is captured by sensor ¢. The
constraint on a, ; implies that each sensor can capture no more than 100% of the vi-
bration generated by an individual component. The term e;(¢;) represents the sensor
noise, which is assumed to be Gaussian.

For a system with m sensors and n identical components, the relationship between
sensor vibration signals and component vibration signals can be expressed in matrix
form as follows:

x(ty) = As(ty) + e(ty),for k=1,2,..., M, (2)

where x(t;) = [z1(tr); xa(tr); - - s Tm(te)], s(tr) = [s1(tk); s2(tr); - - 5 snlte)], and e(ty)
= [e1(tr); ea(tr) .. .;em(tr)] represent the vectors of sensor vibration signals, compo-
nent vibration signals, and sensor noise, respectively. The matrix A = {a;;}, (i =
1,...,m,5 = 1,...,n), defines the mixing process. The assumption that m > n
guarantees that A is full column rank. This is necessary and sufficient for capturing
the vibration signals generated by all n identical components. Note that the special
case, m = n, can be used to describe the scenario where a dedicated sensor is used to

monitor each component.
3.1.2 Pre-processing Using DFT

Equation 2 shows the relationship of the time domain vibration signals. In order to
model the degradation of the n identical components considered in this setting, we
need to find their amplitudes of the defective frequency f*. The amplitude of the
defective frequency can be used as a proxy for the underlying physical degradation,
and can therefore be used to estimate the residual lifetime of the corresponding com-
ponent [42]. For this purpose, the DFT is used to extract the frequency content of
the time domain signals.

The DFT converts a signal into a set of complex sinusoids that are ordered by their
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frequencies. Thus, the DFT of component signal s;(t;) at defective frequency f* can
be expressed in the complex form S;;(tk) —i—jsf}(tk), where sﬁ;(tk) and sf](tk) are the
real and imaginary parts of the DFT of s;(t;) at frequency f*, respectively. Similarly,
we denote the DFT of the vectors s(ty), x(tx), and e(t;) in Eq. 2 at f* by complex
vectors sty (tr)+s (t), xb (tr)+5x) (tx), and el (tx) +je! (t1,), respectively. Since
DFT is a linear transformation, the linear relationship in Eq. 2 remains valid. The

model for the transformed frequency domain signals is therefore given as:
[xp (t) + %7 (t)] = Alsg (t) + st (k)] + [er; (t) + et (1)), (3)

for k=1,2,..., M. The amplitude of component vibration signal s;(tx) at the defec-

tive frequency f* is given by \/[S;R(tk)} i + [sfj(tk)} 2. We denote this amplitude as
Sf ’ (tx). As mentioned earlier, this amplitude represents the severity of degradation
at time t;. Therefore, the sequence {sjf (t1),..., sf*(tM)} can be used to construct
the degradation signal unique to the component (“component degradation signal” for
short).

Since A is real-valued matrix, Eq. 3 can be separated into two partitions:

xt (tg) = Ash, (ty) + el () for k=1,2.... (4)

xJ () = As) (tp) +ef (1) for k=1,2....

Both the real part Xg (tx) and the imaginary part X{* (tx) can be derived by applying

the DFT on the observed sensor vibration signal x(¢;). Thus, we can estimate the

mixing matrix A using either the observations of real parts x}, (t,),...,x% (ty) or the
observations of imaginary parts xJ (t1),...,xJ (ty). After the matrix A is estimated,

component vibration signals can be calculated using linear regression. In this work,
we focus only on using the real parts. We refer to x% (1), sf (tx), and e, () as
the vectors of “real sensor signal”, “real component signal”, and “real sensor noise”,

respectively.

21



Particularly, we assume that the phase angle of any component vibration signal,

f*
. 5 r(tk)
given by arctan “—
Sjy[(tk)

reason is that the phase angle of a defective vibration signal is determined by the

remains relatively constant for any point in time t,. The

location of the defect on the component as well as the steadiness of its rotating
speed. We assume that 1) once the defect occurs, the location of the defect on one
component cannot be altered by external environment such as the degradation of other
components; 2) the rotation speed of the system is controlled to be steady. Thus, our
assumption of constant phase angle holds. Consequently, s;i ;%(tk) x sf,}(tk), and as
a result s;i }(tk) x s;-c* (ty) for any time t;. This represents that the real component
signal preserves the shape of its corresponding component degradation signal and can

be considered as an indicator of the severity of component degradation.

3.2 Signal Separation Using ICA

As we discussed earlier, the first step of our methodology involves signal separation.
Specifically, we apply ICA on the real sensor signals in Eq. 4 to estimate the ma-
trix A. ICA focuses on separating statistically independent signals from these linear
mixtures without requiring specific knowledge of the mixing process. To guarantee
the unique decomposition of the signal mixtures into statistically independent sig-
nals, ICA assumes that at most one of the statistically independent signals follows a
Gaussian distribution and that the noise variables all follow Gaussian distributions.
For detailed explanation, the reader may refer to [57].

However, there are some key challenges associated with applying ICA to our prob-
lem setting. The first challenge is that ICA assumes that the linear mixture consists
of statistically independent signals unique to individual components. However, the
vector of real component signals sg (t) in Eq. 4 may not necessarily satisfy this
requirement. In fact, its elements will always exhibit some level of correlation. To see

this, consider the fact that the amplitude of a degradation signal tends to increase as
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the severity of physical degradation increases. In other words, the sequence of real
component signals [sﬁ%(tl), e sj.i w(tar)] of component j will exhibit an increasing
trend. If multiple (identical) components begin to degrade, it is clear that their cor-
responding degradation signals will possess a significant level of correlation due to a
common increasing trend.

To eliminate this correlation, we remove the common increasing trend by focusing
on modeling the increments of the signals instead of the actual signals themselves.
We let As/*(t,) = sb (tes1) — sk (k) represent the increments of the real compo-
nent signals at time ; (“component increments” for short), and define the sequence
[As?"(t1), ..., As/" (tyr)] as i.i.d. samples of a random vector AS?". Then, we assume
that all elements of AS/" are mutually independent. This assumption means that
the variations in the degradation signal among the individual components are inde-
pendent from one another. Similarly, we define Ax/"(t;) and Ae’" (t;) as the sensor
increments and error increments, respectively, with corresponding random vectors
AX'" and AE/". The model in Eq. 4 can now be re-expressed in terms of random
vectors as follows:

AXT = AAST + AEF (5)
The second challenge with applying ICA to our problem setting is that it does not
preserve amplitude information. To explain this, consider the following expansion of
Eq. 5:
AX'" =[ay, ay...,a,][[AS] ;AS] . AST | + AEF

_Zb a;[b;AS! ]+ AET

where a; is the j™ column of A, AS{ " is the j™ component increment, and b; is an
arbitrary scalar. The linear combination as well as the assumption of independent
component increments hold for any value of b;. Therefore, ICA cannot be used to de-

termine the true amplitude of ASJJ-M or the true norm of the column a; (j = 1,2,...n).
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To address this challenge we develop an online amplitude recovery procedure for ap-
proximately recovering the amplitude content of the estimated degradation signals

(as will be shown later in Section 3.2.2).
3.2.1 The Implementation of ICA

ICA is applied to a historical training data set consisting of sensor increments with
the goal of estimating the mixing matrix A. To guarantee a unique solution, ICA
typically assumes unit-variance of the source signals, which in our modeling framework
are represented by the component increments AS/". Consequently, we let g denote
the covariance matrix of AS’", and define AS/" = E;%ASJM, where AS/" represents
a random vector of signals increments with unit-variance and independent elements.

Using this representation, we can now express Eq. 5 as follows:

AX! = AXIAS + AES (6)

= AAST + AES",

where A = AES% .

Our objective now is to use ICA to estimate the matrix A. We begin by performing
an eigen-decomposition of the covariance matrix of AX/", which we denote by Yx.
Since AS/" has unit variance, then Yx can be expressed as ©x = AAT + X, where
Y g represents the covariance matrix of AEf". If we assume that all elements in AE/"
are mutually independent and have equal variance 0%, then Yx can be expressed
as ¥x = AAT + o21. Consequently, the eigenvector matrix of Yx, denoted as P, is
equal to that of AAT, and the eigenvalues of x, denoted as A;, i = 1,2, ..., m, are the
cigenvalues of AAT plus o%. For notation convenience, we denote the diagonal matrix
that has A\;,7 = 1,2, ..., m on the diagonal as Ax and the diagonal matrix that has the
eigenvalues of AAT on the diagonal as Ax. Thus, Ay = Ax — o%1. Consequently,
according to the definition of eigen-decomposition, AAT = P[Ax — o2I]P”, which

implies that A = PA A*%Q, where Q is a unknown orthogonal matrix.
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The value of ¢% is usually unknown and can be estimated from data. To do this,
we rely on the fact that A is an m-by-n matrix with full column rank, which means
that the first (m —n) smallest eigenvalues of AAT are equal to zero. Thus, by ranking
the eigenvalues of Yx, we have A\; > Ay > ... >\, > 02 = A\t = Mg = oo = A
Therefore, 0% can be estimated by taking the average of A\yi1, Aps2, s Am-

The next step involves optimization where the objective is to estimate the orthog-
onal matrix Q. For every feasible value of Q, there will be a corresponding estimated
component increments calculated based on Eq. 6. Since the true component incre-
ments are statistically independent, the optimal Q will correspond to the estimated
component increments that exhibit maximum independence. Usually independence
is measured using fourth-order statistics, such as the fourth-order cumulants [24] and
the Kurtosis [58]. In this work, we utilize an optimization algorithm based on the
theory of the fourth-order cumulants known as “JADE” (proposed in [24]).

For any random vector w, its fourth-order cumulants of the p**, ¢, u**, and v*"

elements is defined as

Cpgun(W) = Blwyww,wy] — Elwpw,] Elw,w,]

— Elwyw,|Elwaw,] — Elwyw,| E[w,w,]

According to the properties of fourth-order cumulants stated in [81], if w is a random
vector with statistically independent elements, all of its cross-cumulants (p, ¢, u, v #
p,p,p,p) are equal to 0. Thus, maximizing independence between estimated compo-
nent increments is equivalent to minimizing all cross-cumulants between the estimated
component increments. Using the JADE algorithm, @Q is estimated by minimizing the
sum of squares of a subset of all cross-cumulants of estimated component increments.
We denote the estimated value of Q as Q Subsequently, the estimator of A, denoted
as A, can be estimated using PAA*%Q.

Due to the loss of amplitude after ICA stated earlier, the estimated matrix A
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does not contain any amplitude information. Thus, if we want to estimate sg (tr)
using A based on Eq. 4, the least-square estimation result, denoted by §/ (ty) =
[ATA]TATx) (1) for ,k =1,2,..., M, will not preserve the amplitude information,
cither. Instead, it will only preserve the shape of s}, (t;). As mentioned earlier, s%, (1)
is an indicator of the component degradation, thus, §/"(#;) preserves the shapes of
component degradation signals but does not reflect the actual degradation levels of
individual components. In other words, for any component j, the amplitude of 55 ’ (tr)
is proportional to the amplitude of component degradation signal j with an unknown
ratio. Consequently, we refer to 8/ (#;) as the vector of “un-scaled” degradation sig-
nals. However, in the application of prognostics, estimating the actual amplitude of
a component degradation signal is crucial to predict its remaining useful lifetimes.
Consequently, in what follows, we propose a data-driven “amplitude recovery proce-
dure” capable of approximately recovering the amplitude information of component

degradation signals.
3.2.2 On-line Amplitude Recovery Procedure

The amplitude recovery procedure is used for online estimation of the true ampli-
tude level of component degradation signals in systems operating in the field. Our
procedure is developed on the premise that individual components in the system
experience what we define as a “2-phase” degradation pattern; i.e., a non-defective
phase of operation followed by a phase of gradual degradation until failure. Note that
this degradation pattern is typical in many mechanical applications. One example
was presented in [42], where the authors considered the degradation of bearings and
identified a similar “2-phase” pattern shown in Fig. 1. Recall that the amplitude
of the defective frequency f* is typically close to zero as long as no defect exists.

Thus, during the non-defective phase of an individual component, the amplitude of
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its degradation signal computed at f* is typically close to zero. Once a defect oc-
curs, it marks the beginning of the subsequent degradation phase, and is typically
accompanied by a sudden spike in amplitude. This spike is considered as the “initial
degradation level” of a component. Since we focus on the degradation of identical
components, we assume that the initial degradation levels of identical opponents are
equal to the same value, denoted as Z. The above “2-phase” phenomenon is the basis

on which we develop the on-line amplitude recovery procedure.
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Figure 1: Signal characteristics

To better understand how the on-line amplitude recovery works, first assume that
matrix A has been evaluated by applying ICA to a historical database of training
signals with characteristics discussed earlier in the chapter. Now consider a system
consisting of at least 2 or more identical components, and assume that real-time
vibration signals are being measured by multiple sensors. Using A, we can separate
the degradation signals of the identical components in real-time. Next, we assume
that at any time instance only one component transitions from the non-defective phase
into the degradation phase. Then, we let £1) 4 denote the transition time of the first
degraded component, where subscript d corresponds the onset of the degradation
phase. From a practical standpoint, Z(;)4 can be identified by applying an online

change point detection algorithm such as CUSUM [14] to the component degradation
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signals. Therefore, before (1) 4, all components are in the non-defective phase, and
all sensors exhibit closed-to-zero amplitude at f*. At t(;) 4, only one component
exhibit a spike at frequency f*, which causes all sensors to exhibit a spike at f* at
this time epoch with various amplitudes. We denote the highest amplitude among all
sensors at epoch ¢(1) 4 as max(x/ (f(1)4)). By the assumptions made in our framework,
max(x/" (t(1),4)) will likely correspond to the sensor that is closest to the component
that first degrades, and thus, will be most sensitive to the initial degradation level Z.
Consequently, we use max(x/" (£(1),4)) as an estimator of the initial degradation level
Z.

For every component j, we expect to capture its transition time, denoted as ¢; 4,
using an online change-point detection algorithm such as CUSUM [14]. At ¢, 4, the
corresponding amplitude of the unscaled degradation signal of component j is denoted
as 55 *(tj,d)- Recall that the true degradation signal of component j at ¢;4 should be
equal to Z, which can be estimated by max(x/"(f(1)4)). Thus, the ratio of its true
degradation signal to its un-scaled degradation signal (i.e. the “re-scaling ratio”), R;
is defined as:

(¢
R; = maX()i (ty.a)) for j=1,2,...,n. (7)

$7(ta)

Consequently, the true amplitude of the component’s degradation signal can be re-

covered according to

87 (th) = R; x 31 (ty) (8)

where 5; ) (t) is the amplitude of the unscaled component signal evaluated using ICA
at time ¢ and .§f ’ (tx) is the corresponding “re-scaled” degradation signal.

Remark: max(x'"(t(1)4)) is maximized when dedicated sensors are placed di-
rectly on the components being monitored. That is, the highest amplitude among all
sensors at the first on-set of a defect will be “almost equivalent” to that of the initial

degradation level. Under this condition, the amplitudes of component degradation
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signals will be completely recovered. However, since this work is focused on appli-
cations with physical and functional restrictions on sensor placement, the proposed
amplitude recovery procedure provides only an approximate method for recovering
the amplitude information.

Figure 2 summarizes the first stage of the proposed methodology described in
Sections 3.1 and 3.2. The first graph in Fig. 2 illustrates the time-domain periodic
waveform acquired by two sensors xq(tx) and xo(tx), as an example. Each waveform
is assumed to contain a specific defective frequency f*. The real-parts of the DFT's of
x1(tx) and xa(tx) are shown in the second graph, in which the values of the two sensors
at f* are selected as 93{7*R(tk) and :Bng(tk). The third graph shows the two real sensor
signals constructed by successive sampling. The fourth graph illustrates the signal de-
trending by computing sensor increments AX{c " and AX; ", Next, ICA is applied to
Ale " and AX{ " to estimate the mixing matrix A, which is then utilized to estimate
the un-scaled degradation signals, denoted as & (t;) and & (t) k = 1,2,..., M,
illustrated in the fifth graph. The sixth graph illustrates the amplitude recovery
procedure and plots the estimated amplitude of the component signals §{ (tx) and

8 (), k=1,2,..., M.
3.3 Degradation Modeling and Prognostics

The second stage of our prognostic framework incorporates an adaptive prognostics
model to characterize component degradation signals. This prognostics model is de-
veloped on the premise that the functional form of a component degradation signal
can be modeled as a continuous-time continuous-state stochastic process, which is
similar to the one presented in [42]. After the model is developed, the RLDs of indi-
vidual components can be updated in real-time using partially-observed component
degradation signals. The residual lifetime of each component is defined as the time re-

quired for the trajectory of the component degradation signal to reach a pre-specified
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failure threshold.

The prognostics model for a specific component j can be expressed as follows:

s (t) = n(t; ©;, ®) + €(1), (9)

J

f*
J

where s? (t) represents the degradation signal of component j, 7(-) represents the
parametric functional forms used to model the path of the degradation signal (e.g.,
linear, exponential, polynomial), ® is a vector of known coefficients that are assumed
to be the same for all identical components, €(t) represents the signal noise and is
assumed to be a Brownian motion, and ©; is a vector of stochastic coefficients that
takes a unique value for each specific component j. In another words, the values
of the stochastic coefficients may differ for individual identical components, which
represents the ”unit-to-unit variability” that exists between identical components
due to manufacturing differences, material inhomogeneity, etc.. To capture the unit-
to-unit variability, we assume that the actual value of ®; is unknown for component j
but is expected to follow a known prior distribution, whose pdf is denoted by 7(©;).

Remark: The assumption of Brownian motion error has been widely used to char-
acterize the stochastic error in the literature of degradation modeling [36, 42, 106].
This assumption is only for the purpose of degradation modeling and not related to
the success of the signal separation stage, which relies on the assumption that all com-
ponent increments are statistically independent and non-Gaussian. This assumption
can still be satisfied if the noise term €(t) follows another type of stochastic process.

We denote the residual lifetime of component j as 7. Before the component
starts to degrade, its residual lifetime is equivalent to its lifetime. The cdf of its

lifetime (i.e., the probability that 7} is less than some time t¢), which is equivalent to

the probability that the trajectory of the degradation signal reaches the pre-defined
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threshold (denoted by «y) before ¢, is given by the following expression:

Pr(Ty < t) = Pr(s] (t) > 7) (10)

o RACECERIC L CHIES

5
As the real-time observations of its component degradation signal become avail-
able, the posterior distribution of ®; can be updated given the observations using a
Bayesian approach. For example, if a sequence of degradation signals sf ) (tl),s;-c ’ (t2),
. sf ’ (tx) is observed at the following times ti,ts, ..., tx, then the posterior distri-

bution of ©; evaluated at observation time t; can be expressed as follows:
(©,]s] (t1), 87 (ta), ..., 87 (t) < U(s) (1), 8] (ta), ..., s} (tx)|©;)7(©;), (11)
p 7197 1) J 2) ] k J 1), 7 2)y 17 k 7 2/

where p(®j|s§* (tl),sf* (t2),..., sf* (tx)) is the posterior distribution of the stochas-
tic coefficients updated at the ¢y, l(sf (tl),sf (t2), ... ,s;.c (t1)|®;) is the likelihood
function, and 7(®;) is the prior distribution of ©,.

After the posterior distribution is evaluated, the cdf of the RLD of the component

satisfies a similar expression to Eq. 10 as follows:

Pr(T; < t\s;.‘*(tl),...,s;.‘*(tk)) (12)
= Pr(s] (t+tr) > 7| s] (t1),....s) (t))

- /@ Pr(s] (t+11) 27| ©;)p(O;ls] (h),....s] (4))d©;

j
the Bayes framework improves the prediction of RLD by reducing the uncertainty
corresponding to the posterior distribution of ©;.

Figure 3 provides an overall illustration of the RLD updating framework using
a real-time component degradation signal. When no observations are available at
time ¢y (as shown in the first graph), the life distribution is computed based on the
prior information of the stochastic parameter ®;. When the component degradation

signal is observed up to t; (as shown in the second graph), the posterior distribution
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of ®; is updated using the Bayesian approach. Using the degradation model with
the updated parameter, we can develop the posterior RLD for the partially degraded
component. Furthermore, when the component degradation signal is observed up to
to (as shown in the third graph), the posterior distribution of @; is further updated,

which can be used to revise the posterior RLD for the component.

Population Based Prior Posterior RLD Posterior RLD

Life Distribution at #y at time 1, o007 ﬂ at time £
s
\ ows

ﬁ\ k= \
ot VA
owe
ot

- o

JEEEEEEEE
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0.04 0.04 004 1\
99851 Failure Threshold, y i I || I 0035
3 0.03 0.03 1 F At || A
E 0025 0.025 0,025 (’? b
o, 002 0.02
E 0015 ds(8) = n(t, €, ®) +e(t) 0015 ol o
0.015
001 0.01 0.01 "\H\[\W
0008 0.008 M 0,005
0 04 0+
0 200 400 800 800 1000 1200 0 200 400 600 800 1000 1200 0 200 400 500 800 1000 1200
Time (mins) Component degradation Component degradation
signal observed up to t; signal observed up to t,

Figure 3: The RLD updating process for the component level adaptive prognostic
methodology

For demonstration purpose, we utilize the base case model presented in [42], which
considered an exponential functional form with a multiplicative Brownian motion er-
ror, to study the performance of our methodology. This base-case model is incorpo-
rated in our simulation study. According to this model, the degradation signal of the

j" (j =1,2,...,n) component is characterized by the following expression:

s (1) = Zexp(Bst + (1)) (13)

J

where Z is the constant initial degradation level that we have discussed in Section
3.2.2, f; represents the degradation rate of component j, and €(t) represents the
error fluctuations and is assumed to be a centered Brownian motion with variance
o?t. In this base-case model, the stochastic parameter is 3;, whose prior distribution

is assumed to be normal with mean y; and variance o7. Note that u, 0%, and o2 are
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assumed to take the same values for identical components.
Given that we have observed the following sequence of degradation signals sj-c ’ (t1),
sf ) (t2), ..., sf ) (t), the posterior distribution of 3, follows a normal distribution with

: 2
mean ;x and variance o7, where

otIn(s] (t)) + po?

Hjk =

oty + o2 ’
2 o’ot
05, = .
k
I o3ty + o2

Consequently, the RLD of a component j evaluated at time ¢ is given as:

Pr(Ty <t|s! (t1),...,s] (t) = Pr(n(s] (s +1) > 7| s (t1),....s] (&) (14)
[

it +t) =D
= ®( ity +t) )

where ®(-) is the cdf of a standard normal random variable, fi,(t;+t) = ln(sf* (tr)) +

pj it and &3 (ty, +t) = o7t + 0*t. The median of the RLD is used as a prediction of

the residual lifetime.

3.4 A Numerical Example Using Simulated Degradation
Signals
In this section, we use simulated degradation signals to evaluate the performance of
our proposed methodology. First, we will describe the simulation set-up and the pro-
cedure. Then, we will conduct sensitivity analysis on variables that may affect the
performance of the signal separation stage, which include the level of noise in compo-
nent degradation signals (“degradation noise” for short) and the correlation between
component increments. Finally, we will investigate the sensitivity of the residual life
prediction to the correlation between component increments, the degradation noise,

and the re-scaling ratio discussed in Section 3.2.2.

3.4.1 Simulation Set-up and Procedure

In our numerical example, we consider a system with two identical components whose

degradation processes can be monitored using three vibration sensors. We design this

34



specific set-up according to the assumption that the number of sensors, denoted as
m, is greater than or equal to the number of components, denoted as n, which is a
general assumption that guarantees full column rank of the mixing matrix A. Fig.
4 shows the hypothetical system used for our simulation study. The three sensors
are labeled as “Sensor 17, “Sensor 2”7, and “Sensor 3”, whereas the components are
labeled as “Component A”, and “Component B”. In reality, this system simulates
a gearbox with two identical bearings (A and B). Sensors 1, 2, and 3 represent 3

accelerometers mounted on the outside of the gearbox.

Sensor 3

Sensor 1 b Sensor 2
Component Component
A N b L/ ?

Figure 4: Simulation set-up

We assume the vibration signals measured by each sensor is a linear combination
of the vibration resulting from potential defects on Component A and/or B. For
illustrative purposes, we define the mixing matrix A as [0.9,0.6;0.6,0.8;0.7,0.7;].
The specific value of each element of A, denoted by a;; (for ¢ =1,2,3 and j = 1,2),
represents the proportion of the vibration signal of component j captured by sensor
1, which depends on the relative distance between the sensor and the component.
Specifically, the value of each element is positively correlated with the inverse of the
corresponding distance, and it cannot exceed 1 unless the sensor is dedicated to the
component.

In what follows, we outline the steps used to simulate the signals in this numerical

study:

1. For each component j, we simulate the time corresponding to the change-point

of its degradation signal, ¢, 4, using the uniform distribution U[10, 50]. In other
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words, the period [0,¢;4] corresponds to the length of the non-defective phase

of component degradation signal j.

. For each component j, 7 = 1,2, we simulate the time-domain vibration signal
for each time ¢, k =1,..., M, which we denote by s;(tx). t1 and ¢, represent
the time epochs when the system initially starts to operate and when the system
stops, respectively. t,; is expected to be long enough to have two components
run to failure. Specifically, M = 300 in this study. For t; < t;4, we let the
amplitude of s;(t;) at the defective frequency f* be a small value close to zero.
In this study, the amplitude is randomly chosen from the following distribution
U[4x107*,6x107%]. For ¢4 > t;4, we let the amplitude of s;(t)) at the defective
frequency f* increase randomly in ¢ according to the stochastic model expressed
in Eq. 13. The simulated component vibration signals for Components A and

B can be represented as s (t;) and so(ty).

. We compute the corresponding sensor vibration signals, xq(tx), x2(tx), and
x3(tx) based on si(tx) and so(ty) using Eq. 2. We use the mixing matrix A
defined earlier in this section. Examples of component vibration signals s; ()
and so(tx) and sensor vibration signals xq(x), z2(tx), and x3(tx) are shown in
Fig. 5. As mentioned earlier in Section 3, component degradation signals are
obtained by taking the exact amplitude of the component vibration signals at
frequency f*. The two component degradation signals are detonated as s{ ’ (tr)

and s (t), for k=1,..., M.

. The sensor vibration signals (¢ ), x2(tx), and x3(tx) are then used to compute
the estimated degradation signals &/ (t,) and 8} (t;). To do this, we follow
the procedure outlined in Fig. 2. The estimated degradation signals are used
to predict the RLD of each component using the base-case model discussed in

Section 5. The median of the RLD is utilized as a prediction of the residual
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lifetime of each component.

To be able to benchmark the performance of our model, we compare the resid-
ual life predictions computed using the estimated degradation signals &/ (t;,)
and 8 (t;) with those computed using the true component degradation signals
s (tx) and s} (tx). The residual life predictions of the true degradation sig-
nals are also computed using the base-case model discussed in Section 5. The
accuracy of the prediction is evaluated using the following equation:

|Predicted Lifetime - Actual Lifetime)|
error = T ;
Actual Lifetime

where the “Actual Lifetime” is the time point at which the component degrada-
tion signal crosses a pre-specified failure threshold, and the “Predicted Lifetime”

is equal to the observation level plus the predicted residual lifetime.

o Sensor vibration signals observed
Component vibration signals at epoch t

generated at epoch ty

Sl(tk)

Multiplied with
the mixing matrix
A, plus random
noise

-0.5F Time

Figure 5: Sample time-domain component vibration signals (on the left) and the
corresponding sensor vibration signals (on the right)

Figure 6 presents an example of a pair of component degradation signals (rep-

resented by solid curves) and their corresponding estimated signals (represented by

dashed curves). The horizontal line drawn at 0.025 in Fig. 6 represents the failure

threshold. From Fig. 6, we observe that the shape of a component degradation sig-

nal can be estimated accurately, but the amplitude of the signal is not completely

recovered. This bias is mainly due to the amplitude recovery procedure.Particularly,
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Time

Figure 6: An example of true degradation signals and the corresponding estimated
degradation signals

due to the bias/error induced by the amplitude recovery procedure, at the time epoch
when the true degradation signal crosses the failure threshold (i.e. the true failure
time), the estimated degradation signal has not yet crossed the failure threshold.

Consequently, the estimated signal takes a slightly longer time to reach the failure

threshold.
3.4.2 Sensitivity Analysis of the Signal Separation Stage

The performance of the signal separation stage relies on the effectiveness of ICA. One
of the necessary assumption for using ICA is the independence between the component
increments. In this section, we study the performance of ICA when this assumption
is not satisfied. This is accomplished by adjusting the correlation coefficient between
the Brownian motion errors of the two component degradation signals. In addition,
we also study the impact of the degradation noise on the effectiveness of the ICA
algorithm. The noise level is controlled by the variance of the Brownian motion error
in a component degradation signal.

The performance of the signal separation is evaluated by the difference between the
true and the estimated mixing matrices, in which the value of the true matrix has been

specified earlier in this section. Since the ICA algorithm can not preserve the norm
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of each column in the matrix (as discussed in Section 4), we focus on comparing the
normalized matrices to remove any unnecessary biases. We let A and AY denote the
normalized matrices of the true A and the estimated matrix A. Each column of the
normalized matrix is computed by normalizing the corresponding column of the orig-
inal matrix. The value of A" is AN = [0.6985,0.4915; 0.4657, 0.6554; 0.5433, 0.5735].
We compare AN with AY using the Frobenius norm of §AY = AN — AV which is
considered as a measurement of the estimation error of the mixing matrix.

Signal separation is performed at 10 levels of correlation, (correlation coefficient
equal to 0,0.1,...,0.9), and 10 levels of degradation noise ( the variance of the Brow-
nian motion error equal to 0.0005,0.001,...,0.005). Fig. 7 illustrates three sample
degradation signals corresponding to three levels of the Brownian motion variance:
0.0005, 0.0015, and 0.0025. It is clear that the degradation signal with a higher

Brownian motion variance is more noisy.

Variance = 0.0025 Variance = 0.0015 Variance = 0.0005

0.03 0.03 0.03

3 0.02 3 0.02 3 0.02
=] 3 3
= = =
a a °

E o0t E o001 E o001

0 0 0

0 200 400 0 200 400 600 0 200 400
Time Time Time

Figure 7: Sample signals corresponding to three variance levels

In total, there are 10 x 10 = 100 testing scenarios. For each scenario, we conduct
200 rounds of simulations. The signals from each round is utilized to compute A
as well as the corresponding || A" ||z. Then, we choose the median of these 200
values for || 6AY ||r’s as a point estimator of the estimation error. Fig. 8 shows the
estimation errors for the 100 scenarios.

It is clear that the estimation error increases as the level of correlation increases.

This is expected since increasing the correlation results in greater deviations from

the assumption of independence. On the other hand, the level of Brownian motion

39



0.35
03]
0.25,.
0.2
0.15 |

01—
0.05

Median of 200
Frobineus norm

Variance level 0 Correlation level

Figure 8: The median of 200 Frobenius norms under 100 conditions

variance does not exhibit a significant impact on the estimation error. We believe
the reason for this is that the level of degradation noise mainly affects the amplitude
of the component increments. Since ICA does not preserve amplitude information,

changing the noise level has little effect on the performance of ICA.
3.4.3 Sensitivity Analysis of the Residual Life Prediction

In this section, we will investigate the effects of three variables on accuracy of the
residual life prediction. The first variable is the degradation noise. Although this vari-
able does not significantly affect the signal separation stage as we have investigated,
it may affect the stage of prognostics, since a higher noise in the degradation signals
may reduce the effectiveness of residual life prediction. The second variable is the
correlation between component increments. From Section 3.4.2, we have concluded
that this correlation affects signal separation. Thus, it will also affect the residual
life prediction. The third variable is the re-scaling ratio. How well we estimate the
re-scaling ratio has a direct impact on the efficiency of the amplitude recovery, and

thus will impact the residual life prediction.
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3.4.3.1 The impact of degradation noise

In this study, we investigate the effect of degradation noise on residual life prediction.
Similar to Section 3.4.2, the noise level is controlled by tuning the variance parameter
of the Brownian motion. We investigate the effects of three levels of variance: 0.0025,
0.0015, 0.0005. Three sample degradation signals corresponding to the three variance
levels are already shown earlier in Fig. 7.

For each level of variance, 100 simulation runs are performed, out of which 20
are used as training signals to estimated the mixing matrix. The average of the 20
estimated matrices is utilized as the final estimator of the mixing matrix A. The rest
80 runs are used for validation. For each round in the validation set, the estimation A
is applied to compute the estimated degradation signals of both components in this
round. Next, we assume each estimated degradation signal is partially observable
up to several lifetime percentiles (evaluated post facto): 10%, 20% until 90% of
the component’s actual lifetime. For each component, given its partially-observed
degradation signal, we predict its residual lifetime and calculate the corresponding
prediction error. The prediction errors at different lifetime percentiles for the 80
rounds of simulation in the validation set are summarized in Fig. 9, where Parts
(a), (b), and (c) correspond to the three variance levels. The right column of Fig.
9 illustrates the prediction errors associated with the estimated degradation signals,
while the left column presents the prediction errors using the true degradation signals
as the benchmark.

We conduct a one-side t-test, a one-side F-test, and a one-side Wilcoxon rank sum
test to compare the mean, the variance, and the median of the prediction errors of
the estimated versus the true degradation signals. The null hypothesis for each of
the three tests is that the corresponding statistics (the mean, the variance, or the
median) of the prediction errors of true and estimated degradation signals are equal.

The alternative hypothesis is that the corresponding statistics of the prediction errors
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Figure 9: Comparing prediction errors from true and estimated component signals at
three variance levels
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of estimated degradation signals is higher than that of the prediction errors of true
degradation signals. The significance of a test is represented by the p-value.

The corresponding p-values are listed below in Tables 1, 2, and 3, with p-values
smaller than 0.05 highlighted in boldface. According to the tables, each hypothesis
test is conducted under various conditions including different variance levels of the
Brownian motion error and different levels of the lifetime percentile. The p-values
smaller than 0.05 indicate that we will reject the null hypothesis at 5% significant
level under the corresponding test conditions. In other words, under the corresponding
conditions, we can conclude that the corresponding statistics of the prediction errors
of estimated degradation signals is significantly higher than that of the prediction

errors of true degradation signals.

Table 1: The p-values of the t-test corresponding to the three variance groups

[ Percentile | 10% | 20% | 30% | 40% | 50% | 60% | 70% | 80% | 90% |
Var=0.0025 | 0.587 | 0.689 0.707 0.0405 0.213 0.222 0.219 0.023 | 2.26e~3
Var=0.0015 | 0.192 | 0.103 0.106 0.095 0.042 | 0.0041 | 0.006 | 0.0013 | 2.8 °
Var=0.0005 | 0.045 | 0.013 | 0.0049 | 0.0030 | 0.0042 | 0.0028 | 5.8¢ % | 3.4e~° 1.1e7©
Table 2: The p-values of the f-test corresponding to the three variance groups
| Percentile [ 10% | 20% [ 30% | 40% [ 50% | 60% [ 70% | 80% | 90% |

Var=0.0025 | 0.207 | 0.628 | 0.207 0.469 [ 0.014 [ 0.018 [ 9¢e % [ 1.9¢ 7 | 1.8¢ 12

Var=0.0015 | 0.0041 | 3e~* le 4 9¢—4 2e4 9¢=% | 8¢e=% | 0.0010 le 4

Var=0.0005 | le % | 2e %[ 0.0024 | 0.0032 | 8e % | 2¢ % [ 9e 4| 4e¢ 1.1e7 5

Table 3: The p-values of the Wilcoxon rank sum test corresponding to the three
variance groups

[ Percentile | 10% | 20% | 30% | 40% | 50% | 60% | 70% [ 80% | 90% |
Var=0.0025 | 0.604 | 0.538 | 0.551 | 0.092 | 0.423 | 0.377 | 0.895 | 0.089 | 2e *
Var=0.0015 | 0.169 | 0.152 | 0.189 | 0.506 | 0.098 | 0.010 | 0.0036 | 5e % | le *
Var=0.0005 | 0.547 | 0.270 | 0.216 | 0.0003 | 0.017 | 0.047 | 0.0026 | 3¢ % | 1.3¢ ©

From Fig. 9 and Tables 1, 2, and 3, we can summarize the following observations:

1. The prediction errors of both true and estimated degradation signals decrease
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as the variance of the Brownian motion decreases. This is expected because

reducing the noise level usually improves predictability.

2. For each type of hypothesis test, the number of lifetime percentiles associated
with p-values smaller than 0.05 increases as the noise level decreases. This
observation may be due to the fact that when using true component signals,
reducing the noise level directly results in significant improvements in prediction
accuracy. However, this is not necessarily the case for the estimated component
signals, as there is an additional error that is introduced by the signal separation
step. Reducing degradation noise does not improve the performance of signal

separation as discussed in Section 3.4.2.
3.4.3.2  The effect of correlation between component increments

As demonstrated in Section 3.4.2; the correlation between component signals signif-
icantly affects the signal separation step. Here, we evaluate the accuracy of residual
life prediction under different correlation levels. Similar to Section 3.4.2, we control
the correlation by adjusting the correlation coefficient between the Brownian motion
errors of the two component degradation signals. We test three levels of correlation
coefficient: 0, 0.5, and 1. Signals are simulated and prediction errors are evaluated
in a similar manner to what is presented in Section 3.4.3. The prediction errors are
shown in Fig. 10, in which the left and right columns correspond to the prediction
errors of true and estimated degradation signals, respectively. From Fig. 10, it is clear
that when the correlation coefficient is zero, there is no significant difference between
the prediction errors from estimated signals versus those evaluated using the true
signals. However, as the correlation coefficient is increased to 0.5 and 1, the accuracy
of the residual-life prediction decreases significantly. The reason is that increasing the
correlation coefficient will contaminate the accuracy of the signal separation, which

will eventually affect the accuracy of the residual life prediction.
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3.4.3.83 The effectiveness of the online amplitude recovery procedure

Here, we focus on the impact of the amplitude recovery procedure on the accuracy
of residual life prediction. An important factor that affect the performance of the
amplitude recovery procedure is the re-scaling ratio. In Section 3.2.2, we have dis-
cussed that the value of the re-scaling ratio depends on how well we estimate the
initial degradation level Z. In this section, we test the effect of 4 different es-
timates of Z on the accuracy of the residual life prediction. The first estimates
is equal to the true value of Z, which will recover 100% of the amplitude. To
choose the second value, we note that A = [0.9,0.6;0.6,0.8;0.7,0.7; ], which indicates
that x1(tx) = 0.9s1(tx) + 0.682(tx) + €1(tx), x2(tr) = 0.651(tx) + 0.8s2(tx) + ea(tr),
x3(tr) = 0.7s1(tg) + 0.7s2(tx) + es(t), k = 1,2,... At time (1) 4, if component A de-
grades first, we will have max(x'" (¢(1)4)) &~ 0.9Z. On the other hand, if component
B degrades first, we will have max(x/" (¢(1),4)) ~ 0.8Z. In general, components A and
B will have an equal probability to degrade. Thus, on average, the estimate is equal
to 0.85Z. The third and fourth estimates of Z are chosen to be 0.55Z and 0.257,
which corresponds to even worse estimates the re-scaling ratio.

Signals are simulated and prediction errors are evaluated in a similar manner to
what is presented in Section 3.4.3. However, different from the previous simulation,
we will not follow the re-scaling procedure described in Section 3.2.2 to estimate
max(x/" (t1)4)). Instead, we will manually specify the value max(x/" (¢(1)4)) to be
equal to one of the 4 values (Z, 0.857, 0.55Z, and 0.257) and calculate the residual
life predictions for each component at different lifetime percentiles. Fig. 11 illus-
trates the prediction errors under the four estimates of the initial degradation level.
In this figure, the word “ratio” in the title of each graph represents the ratio of the
estimate to the true Z. It can be seen that the prediction errors when ratio=1 and
ratio=0.85 do not exhibit significant difference. This insignificance can be explained

by Fig. 6, in which the estimated degradation signals (dashed curves) are biased
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from the corresponding true degradation signals (solid curves). Although this bias
is observable, the failure times of the estimated degradation signals are not signifi-
cantly different from those of true degradation signals. Thus, we will not expect a
significant difference between the lifetime prediction errors. However, the prediction
errors increases significantly as the ratio decreases to 0.55 and further to 0.25. This is
expected, since a significant decrease in the ratio will eventually results in unreliable
prediction. In reality, the ratio is related to the distance between a sensor and a
component. Therefore, we recommend that in order to improve the performance of
the residual-life prediction for each individual component, at least one sensor should
be located as close as possible to one of the components that are being monitored,

especially if they are identical or generate the same signal frequency.
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Figure 10: The accuracy of the residual-life prediction under three correlation levels
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Figure 11: The accuracy of the residual-life prediction under different estimates of
the initial degradation level

48



CHAPTER IV

RESIDUAL LIFE PREDICTION OF MULTISTAGE
MANUFACTURING PROCESSES WITH INTERACTION
BETWEEN TOOL WEAR AND PRODUCT QUALITY
DEGRADATION

In this chapter, we characterize the interactive relationship between tool wear and
product quality degradation in MMPs for the purpose of accurately predict the RLD
of MMPs. We propose an interaction model that utilizes a linear model to represent
the impact of tool wear on quality degradation and a stochastic differential equation
model to capture the impact of quality degradation on the instantaneous rate of tool
wear. We then propose a Bayesian framework that incorporates real-time quality
measurements to on-line update the RLD of MMPs. We also conduct numerical
studies to test the performance of our methodology and compare with an existing
methodology.

This chapter is organized as follows: Section 4.1 presents the stochastic methodol-
ogy used to model the interaction between tool wear and quality degradation. Section
4.2 discusses how to estimate the model parameters based on historical data, as well
as how to predict and update the RLD of the MMPs. Section 4.3, we present a
series of simulation-based numerical studies. The goal is to study the performance
of our methodology and evaluate its sensitivity with respect to model parameters.
Section 4.4 discusses the implementation of our proposed methodology in real-world

industries.
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4.1 Prognostics Model Considering Tool Wear and Quality
Degradation Interaction

In this section, we first propose two individual models for characterizing the effect
of tool wear on quality degradation and that of quality degradation on tool wear in
MMPs, respectively. We assume that the instantaneous rate of tool wear is linearly
dependent on quality degradation, which is modeled as a Brownian motion process
with a linear drift that is a function of the level of quality degradation. Subsequently,
the two models are synergized into a hybrid modeling framework to capture the inter-
action between tool wear and quality degradation. The hybrid modeling framework
is eventually used to predict the distribution of the remaining time before an MMP
produces a non-conforming product, i.e., the RLD of the MMP.

We consider an MMP with M stages, each of which is equipped with a sin-
gle tool, and N quality measurement points. We let S,,(¢) represent the level of
tool wear at stage m at time ¢ for m = 1,2,..., M. Also, let Y, (t) represent
the level of quality degradation (i.e., the deviation of the product quality measure-
ment from its nominal value) at measurement point n for n = 1,2,..., N. Thus,
S(t) = (S1(t), Sa(t), ..., Sy (t)) and Y (t) = (Yi(t), Ya(t), ..., Yn(t))" characterize tool
wear and quality degradation at M stages and N quality measurement points, re-
spectively. For example, in the sheet metal assembly process [61], Y (¢) corresponds
to the deviation of measurement points in the body coordinates and S(t) corresponds
to the wear of locating pins. Another example is the stamping process [29], in which
Y (t) represents the size of the burr on the edge of the part, and S(¢) represents the

tool wear of dies.
4.1.1 Modeling the Product Quality Degradation

We begin by formally characterizing the effect of tool wear on product quality degra-

dation. We assume that the main assignable cause of part quality degradation is tool
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wear. All other types of operational errors, such as fixture errors, location errors,
and other sources can be lumped and considered as "process noise”. The effect of
tool wear and process noise on quality degradation is defined by the following linear
model:

Y, (t) = al,S(t) + bl Z(t), (15)

forn=1,2,..., N, where Z(t) = (Z,(t), Zo(t), ..., Zp(t))' represents the process noise
in MMPs. a,, = (a1, a2, - - - ,aMm)/ and b, = (b1, bap, - . ,bpm)/ are the coefficients
that characterize how S(t) and Z(t) impact Y, (), respectively. Typically, the values
of a, and b,, as well as the functional forms of S(¢) and Z(t) can be determined based
on specific applications, such as the auto-body assembly process [31]. We assume the

following specific forms of S(¢) and Z(¢):

1. Z(t) follows a P-dimensional Brownian motion process with zero mean and

covariance matrix Xzt.

2. S(t) evolves according to a vector of continuous stochastic processes, the specific

form of which is presented in Section 4.1.2.

Hence, the matrix form of Eq. 15 can be rewritten as follows:
Y (t) = A'S(t) + B'Z(¢), (16)

where A= (aj, ay,...,ay) and B=(by,bs,... by).

The linear assumption presented in Eq. 15 and Eq. 16 has been systematically
justified and widely used in the literature to character the tool wear on product
quality in manufacturing processes [29, 31, 61, 109]. When the physical process
knowledge is available, the linear functional form can be used as a reasonably good
approximation to characterize the underlying process in many manufacturing systems.
Some examples include the sheet metal assembly process [61] and the cylinder head

machining process [52]. When the physical process knowledge is not available, the
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authors in [109] suggests using this linear model since this linear model represents

main effects, which usually have more significant impacts than higher order effects.
4.1.2 Modeling Tool Wear

Next, we develop a model that characterizes the effect of quality degradation on tool

wear. Specifically, tool wear at stage m is modeled by the following SDE:
dS,,(t) = RL (t)dt + dW,, (1), (17)

form =1,2,..., M, where R! (t) represents the instantaneous rate of tool wear that is
governed by the level of quality degradation, and W,,(¢) is a Brownian motion process
with the diffusion parameter oy, and is used to capture the randomness of the tool
wear process. Thus, W,,(t) is a stochastic process with independent increments that
follow a normal distribution with zero mean and variance of;,,t. Wp,(t) is assumed
to be statistically independent from Z(t).

We focus on a base-case stochastic model where the instantaneous wear rate R? (1)

takes the linear form expressed below:
R}, (t) = Ry + ¢, Y (1), (18)

form =1,2,..., M, where R,, represents the natural rate of tool wear at stage m,
and the second part captures the rate of tool wear affected by quality degradation
with ¢, = (€1.ms Com, - - - » CNm) being an N-dimensional column vector of coefficients
describing how quality degradation, Y (¢), impacts the instantaneous rate of tool wear.
The linear assumption presented in Eq. 18 is a special case of the phenomenon that
the tool wear at a subsequent stage is positively correlated to its “depth of cut”
[100], which is directly affected by the product quality from the preceding stages. For
example, in a two-stage drilling and tapping process, if the diameter of the hole drilled
in the first stage is smaller than its specification, the tapping tool will need to cut

more material to maintain the final product quality, which will accelerate its tool wear.
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Without further information, a linear model, as a case in point, is a reasonable choice
to demonstrate our proposed methodology for characterizing the impact of quality
degradation on the instantaneous rate of tool wear, which has not been investigated
in the existing literature. Depending on the specific real-world applications, different
functional forms can be incorporated as the extensions of our proposed model.
Using the expression of the instantaneous rate of tool wear expressed in Eq. 18,

we can rewrite the SDE model expressed in Eq. 17 as:

dSy,(t) = [Ry + ¢, Y ()] dt + dW,,.(1), (19)
form=1,2,..., M. The matrix-vector form can be expressed as follows:
dS(t) = [R+ C'Y(t)] dt + dW (1), (20)

where dS(t)=(dS1(t),dS2(t),...,dSy(t))', R=(R1, Ra, ..., Ry), C=(c1,¢C2,...,CN),
and dW (t) = (dWy(t),dWs(t),...,dWy(t)). W(t) represents an M-dimensional
Brownian motion process, whose covariance matrix is represented by 2wt, where
Yw = diag(oyy,, Ofya, - - Oy ay). Since every element of W(t) is assumed to be

statistically independent of Z(t), W(t) is also statistically independent of Z(t).
4.1.3 Interaction Between Tool Wear and Quality Degradation

Leveraging the two models expressed in Eq. 16 and Eq. 20, we develop a hybrid
model that captures the interaction between tool wear and quality degradation in
MMPs. By substituting Eq. 16 in Eq. 20, quality degradation can be expressed in

terms of tool wear as follows:
dY (t) = [A'R+ A'C'Y ()] dt + A'dW (t) + B'dZ(t). (21)

Recall that W(t) and Z(t) represent two independent Brownian motion processes.
Thus, A’'W(t)+B'Z(t) is an N-dimensional Brownian motion process that we denote
as W*(t), which has covariance matrix 3X*t with ¥* = A’YwA + B'3zB. For
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notational convenience, we let A=A'C’. Thus, Eq. 21 can be rewritten as follows:
dY (t) = [A'R + AY (t)] dt + dW*(¢). (22)

By choosing various forms of A and C, Eq. 22 can be used to describe different
MMP configurations. For example, if an MMP has a series configuration and quality
measurements are taken after each stage, quality degradation (tool wear) of a specific
stage will only be affected by tool wear (quality degradation) of the current and the
preceding stages. Consequently, A and C will be upper-triangular matrices. Similarly,
if an MMP has a parallel configuration, the interaction between tool wear and quality
degradation will be limited to what occurs within each stage. Thus, A and C will

each be a diagonal matrix.

4.2 Parameter Estimation and RLD Updating

We discuss in this section how to estimate the model parameters involved in the
interaction model, and how to estimate and update RLD of the MMP system using

the real-time quality measurements.
4.2.1 Estimating and Updating the Model Parameters

Our model is used to describe the interaction between tool wear and quality degra-
dation across a population of similar MMPs. The model consists of deterministic
parameters used to characterize features that are relatively constant/fixed across the
population of MMPs, and stochastic parameters that capture variability among indi-
vidual MMPs.

In our model, we assume that A, B, and A are fixed parameters, since they are
typically dependent on the configuration of the MMP and can be determined using
the locations of tools and the layout of measurement points. Examples in which
such assumptions were used can be found in the 2-dimensional assembly process

studied in [61], the 3-dimensional auto-body assembly process investigated in [73],
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and the cylinder-head machining process analyzed in [52]. In all of these studies, the
randomness and variability resulting from A, B, and A were considered insignificant.

3" is also assumed to be constant. 3* is determined by Xw and Xz, where ¥y
is the variance of the process noise and X is the variance of the Brownian motion
error of tool wear. Typically, ¥z can be determined using the physical configuration
of the systems and is often assumed to be constant in most of the existing literature.
For example, in the auto-body assembly process investigated by [29], the authors
defined process noise as the random orientation of the contacting point between the
locating pin and the locating hole on a raw product. They proved that process noise
followed a known distribution that was derived through knowledge of the physical
system. Other examples include machining processes studied in [51, 116], where the
variance of the process noise was determined by engineering knowledge. With regards
to the other noise component, 3w, it corresponds to noise in the tool wear process.
As will be discussed later, the natural rate of tool wear is assumed to be random. In
reality, the noise 3w is usually an insignificant source of variation when compared to
the variation in the rate of tool wear [7, 72, 77]. Therefore, it is reasonable to assume
that 3* is deterministic.

Different from the deterministic parameters discussed above, the natural rate of
tool wear is assumed to be stochastic and follow a prior distribution. In other words,
each time a specific tool is replaced, its natural rate of tool wear is assumed to be
a random draw from its prior distribution. Specifically, we assume that the vector
of natural rates of tool wear R follows a prior distribution, which we denote by
m(R). The functional form of 7(-) can be obtained through subjective information
or estimated using historical data. For illustrative purposes, we assume that 7(R) is

a multivariate normal distribution with mean vector pg and covariance matrix Xg,

where pgp = (Ur,1;- - -, pir,ar)'and Ig = diag(gfa,h cee 0-12{,M)'
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Next, we use in-situ quality measurements of the MMP to update the prior dis-
tribution of R. To do this, assume that quality measurements are taken at discrete
observation epochs tq, t1, ta,..., ti, where t; represents the epoch when the MMP
starts to operate and ¢, is the most recent observation epoch. Furthermore, we as-
sume that quality measurements are observed at a constant sampling interval, i.e.,
ty—tg =ty —t) = ...=tp —tpr_1 = 0. At ty, we assume that the initial quality
degradation of the MMP is 0, which indicates that no quality degradation occurs.
Let {y (to),..., y(tx)} represent the observed values of quality measurements, where

y (o) = 0. The posterior distribution of R can be expressed as follows:
p(Rly(to),...,y(tr), A, B, A Y")  f(y(to), ..., y(tx) R, A, B, A ) 7(R),

where f(y(to), ..., ¥(tx)| R, A, B, A, ¥*)7(R) is the likelihood function of quality ob-
servations given parameters (R, A, B, A, 3*). According to our assumption, y (o)

is a constant vector with value 0. Thus, we have:
p(R‘y(tO)a s 7Y<tk)7 A7 B7 Aa 2*) (8 f(y(tl)7 s 7y(tk)‘R7 A7 B> Aa 2*)7T(R>a (23)

According to Eq. 22, y(t;), for i = 1,...,k, follows a Brownian motion with a
linear drift. Thus, using the Markovian property f(y(¢1),...,y(tx)|R, A, B, A, ¥*)

can be decomposed as follows:

f(Y(tl)a s 7Y(tk)|Ra A7 B’ A7 E*) = H fi(Y(ti>|y(ti—1)a Rv Av B7 Aa 2*> (24)

i=1

where f;(y(t;)|y(ti-1), R, A, B, A, ¥*) represents the p.d.f. of y (¢;) given y(¢;_1), R,
A, B, A 3* When A is a full rank matrix, y(¢;)| (y(t;—1), R, A, B, A, 3*) follows
a multivariate normal distribution with mean vector p (¢;) and covariance matrix

3y (t;) [8]. The explicit formulation of g (¢;) is:
py(t;) = ey (ti1) + UR,

where U = [e‘stA — I} A7'A’. 3y (t;) can be evaluated by solving an ordinary differ-

ential equation (ODE) system. In particular, ¥y (¢;) = X(t)|;=s,, where X(t) is the
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solution of the following ODE system:

X
dd—t(t) = AX(t) + X(t)A" + X* (25)
X(0) =0
Note that ¥y (t;) does not depend on t;, we have Xy (t1) =...= vy (tx) = X(t)]s=s, -

Based on the aforementioned distribution of y(¢;)| (y(t;i-1), R, A, B, A, ¥*), we
show in Proposition 4.1 below, that the posterior distribution of R also follows a
multivariate normal distribution.

Proposition 4.1: Given real-time quality measurements {y (to),..., y(tx)} and
model parameters A, B, A, 3" the posterior distribution of R follows a multivariate
normal distribution with mean pg . and covariance matriv ¥Ry, where

k /
e = Sroi | D [y(t) — ey (tio)] 59 (8)U + peSg!|
i=1

Sre = (FUSE (1)U + 550

Proof of Proposition 4.1:

Proposition 4.1 updates the posterior distribution of R by synergistically leverag-
ing historical knowledge (its prior distribution) as well as current observations (real-
time quality measurements). This step can be done using the Bayesian theory in
Eq. 23. In the following proof, we will show that posterior distribution of R actually
follows a multivariate normal distribution. The detailed proof is as follows:

According to Eq. 24, f(y(t1),...,y(tx)|R, A, B, A/ 3*) can be decomposed as

follows:

k
f(Y(t1)7 cee aY(tk)lRa Av B> A’ 2*) = H fi(Y(ti)|y(ti—1)7 R7 A> B’ Av E*),

i=1
where f;(y(t:)|y(ti-1), R, A, B, A, ¥*) represents the p.d.f. of a multivariate normal
distribution with mean py(t;) = ¢*?y(t;_1) + UR and covariance matrix vy (t;),

which can be solved using the ODE system expressed in Eq. 25. Hence, according
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to Eq. 23, the expression of p(R|y(t),...,y(tx), A, B, A, 3*) can be expanded as

follows:
p(Rly(to),...,y(tx), A, B, A, X%)

o exp {_% [Z (y(t) — py (tia)) S5 (1) (v (t:) — My(tz‘—l))] }

i=1

<o {4 (R - ) B (R - )] }.

We substitute the expression of py(t;) using e*?y(t;_1) + UR and Xy (¢;) using
Yy (t1), for i =1,2,... k. Thus, we have:

p(Rly(to),...,y(tr), A, B, A X)

1
X exp {—éR/(k:U'E;l(tl)U + Eﬁl)R}

X exp{—

1 _
X exp {_Q(R - H'R,k)IER}k(R - HR,k)} :

k
> (y(t:) — ey (ti1)) S9 () U + pSg!
=1

"

where pg, = Sred{S5, [y(t) — *Ay(tn)] B3 (6)U + phSg') and gy =
(KU'ES (1)U + 211

According to Proposition 4.1, the expression of p(Rl|y(to),...,y(tx), A, B, A, ¥¥)
can be represented by the p.d.f. of a multivariate normal distribution with mean
vector pg , and covariance matrix g ;. Once we obtain the posterior distribution of
R, we utilize this updated distribution as well as the real-time quality measurements
y(to),...,y(tx) to further update the RLD of the MMP functioning in the field.

Details are provided in the following subsection.
4.2.2 Updating the RLD of the MMP

The residual life of an MMP functioning in the field is the first time when any quality
measurement, exceeds a pre-defined failure threshold. Let T} represent the residual

life of the MMP at time ¢ and /,, represent the quality failure threshold at the m!"
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stage. The distribution of 7T} can be expressed as follows:

P (T, <tly(to),...,y(tr) =1 =P (Y(tp +1t) < Lly(to),...,y(tx)), (26)

where ¢ = (¢4, ..., {y). Similar definition of system failure has been widely used in
the reliability literature, examples include [42; 76, 105, 107]. Based on Eq. 26, calcu-
lating the RLD is equivalent to estimating the distribution of Y (t,+¢)| (y (to), - - ., y(tx))-

We have proved in Proposition 4.1 that the posterior distribution of R given
{y(to),...,y(tx)} follows a multivariate normal distribution with mean vector pg
and covariance matrix g ;. In addition, we have proved in Section 4.2.1 that for
alli=1,...,k, Y(t;)|(y(t;), R) follows a multivariate normal distribution with mean
vector py (t;) and covariance matrix Xy (¢;) .

Similarly,Y (¢ + t)| (y(to), ..., ¥(tx), R) also follows a multivariate normal dis-
tribution with mean vector py(t) = ey (tx) + [¢'> —I] AT'A’R and covariance
matrix Xy (t) = X(t)|=;, where X(¢) is the solution to the ODE system in Eq.
25. If we define U; = [¢"® —I] A'A, according to [20], the distribution of Y (¢ +
t)| (y(to),...,y(tx)), without conditioning on R, still follows a multivariate normal
distribution with mean vector e'?y(ty) + Uypg, and covariance matrix Xy (t) +
U,;Xg U;. Consequently, the RLD of the MMP can be calculated based on the dis-
tribution of Y (tx+1t)| (y(to),- .., y(tx)). Since Y (tx+1t)| (y(to),- .., y(tx)) is normally
distributed, the distribution of Ty < t|y(to),. ..,y (tx) is skewed. Thus, we utilize the

median of T}, < t|ly(to), ...,y (tx) as the residual life prediction.

4.3 Numerical Studies

We conduct a series of numerical studies to evaluate the performance of our proposed
methodology and utilize the QR-chain model by [29] as the benchmark to compare
the performance. To the best of our knowledge, the QR-chain model is the only
existing method that addresses a similar research area — modeling the interactive

relationship between tool wear and quality degradation in MMPs with the goal of
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reliability estimation. Our work is a generalization of the QR-chain model, since we
address the impact of quality degradation on the actual process of tool wear rather
than the impact on tool breakage, which is a fundamental shift from the previous
paradigm. Also, our model incorporates real-time quality measurements rather than
only historical data, and thus can be used to obtain real-time estimation of system
residual life instead of static off-line reliability estimate. Therefore, we use the QR-
chain model as a benchmark to investigate how much improvement can be obtained
in predicting the system lifetime by utilizing our methodology.

To implement the QR-chain model in a fair manner, we assume an identical linear
model for quality degradation Y (¢) as our proposed quality model described in Eq.
16. Note that the QR~chain model only focuses on the impact of quality degradation
on the probability of tool breakage rather than the rate of tool wear. Thus, when the
impact of quality degradation on tool breakage is ignored, the model of tool wear in

the QR~chain model can be expressed as follows:
dS(t) = Rdt + dW(t). (27)

where the tool wear rate is equal to R but not related to Y ().

Comparing the equation above to our proposed tool-wear model in Eq. 20, we
note that the QR-chain model, when it does not consider failures due to tool breakage,
is a special case of our proposed model by letting the matrix C equal to 0.

In what follows, we first describe the simulation set-up and the procedure we use
to simulate the signals of tool wear and quality degradation. Next, we discuss the
method for estimating the model parameters and testing the linear assumption in
Eq. 19 and Eq. 20. Finally, we compare the performance of our methodology as
well as its sensitivity to different parameter values to the QR-chain model. Model
parameters studied in the sensitivity analysis include the amplitude of process noise,
the magnitude of the impact of quality degradation on tool wear, and the number of

stages.
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4.3.1 Simulation Framework and Signal Generation

Our simulation set-up is inspired by the single-stage sheet metal stamping process
presented in [30], the same authors as the QR-chain model, who used a similar quality
model to study quality-based maintenance. The stamping process (as shown in Fig.
12 [30]) has two dies, an outer die and an inner die, which are subject to tool wear
and thus will cause the dimensional deviation of formed products. The quantitative
impact of tool wear on quality degradation is estimated using a series of experiments

conducted by [62]. The detailed result with only first-order terms is as follows:

output part quality = 0.1136 x tool wear of outer die (28)

+ 0.0219 x tool wear of outer die + 0.019 x incoming part quality + noise,

In addition, the authors in [30] characterized the tool wear of both outer and inner
dies using the same model in the QR-chain formulation shown in Eq. 27. They

obtained the tool wear parameters through real stamping processes.

= Stamping Press

o 0 C O

Inner

Die T

d

e

Figure 12: Stamping process
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Table 4: Parameter values used for generating degradation signals

\ Source \ True Value Estimated Value
0.1136  0.0216 4.1e™°
0.0219 4.16e~* 7.91e76
A 28] 8 8(1)5?1)3 fi06261_64 Pre-specified
0 0 0.1136
0 0 0.0219
0.019 3.16e~* 6.859¢~4
B 28] (1) 0'219 361‘(6)(1294 Pre-specified
0 0 1
420 0\ 42 197 0
4 12 0 401 12 0.04
Subjective
C | hnoviedse | |0 4 12 | <07 [0 ses g | X107
0 0 4 0 0 3.67
0 0 4 0 0 3.86
h Eigﬁc;ﬂgfg 1000 Pre-specified
[28] and
Y7 | subjective diag(230,1,1,1) x 10~* Pre-specified
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In this section, we would like to formulate a numerical study framework that
resembles real-world applications related to the QR~chain model. In this way, we can
compare the performance of our proposed methodology with the QR-chain model on a
fair base. Hence, we focus on an MMP system with three consecutive stamping stages,
each of which satisfies the quantitative model in Eq. 28. We assume that product
quality is monitored after each stage. The process noises consist of the incoming
raw part error as well as the measurement noise at each stage. The corresponding
simulation set-up is illustrated in Fig. 13. We determine simulation parameters
according to Eq. 28 and tool wear parameters in [30]. Parameters that are not
provided in Eq. 28 or [30] are determined by subjective knowledge. All simulation
parameters are listed in Table 4. Note that the unit of tool-wear parameters in [30]
is “per operation”. Here we assume sampling is taken every 1000 operations and

compute parameter values accordingly.

Z,(t) ‘ Z,(t) Z,(t)
Raw part l Noise l Noise l Noise
error
Z,() =
N age 1 Stage 2 Stage 3
Sl (t) SZ (t) Yl (t) 33 (t) S4 (t) Yz (t) Ss (t) 56 (t) Y3 )
Outer Die  Inner Die QOuter Die Inner Die Outer Die  Inner Die

Figure 13: Simulation set-up

We simulate tool wear S(t) and quality degradation Y (¢) according to the inter-
active model presented in Eq. 16 and Eq. 20 in Section 4.1. The details are described
as follows:

Step 1: Generate a realization of the nature rate of tool wear R according to
its prior distribution, ¢.e., the multivariate normal distribution with mean vector pug
and covariance matrix Xg. The values of ur and ¥y are specified in Table 4.

Step 2: Set S(t9) =0 and Y (t9) = 0;
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Step 3: At any epoch ¢;, for ¢ > 1, Simulate the values of S(¢;) and Y (;)
iteratively:

(3.a.) Given R and Y (t;_1), generate S (¢;) according to Eq. 20;

(3.b.) Given S(t;), generate Y (¢;) according to Eq. 16. Stop when Y (¢;) exceeds
the failure threshold 1.

4.3.2 Parameter Estimation and Goodness-of-Fit Testing

The parameters involved in our proposed methodology are determined in two ways:
(1) We assume that the values of A, B, and 3, are determined by the physical
configuration of the MMP, and thus can be obtained based on expert knowledge.
Similar examples of utilizing expert knowledge can be found in [31, 61, 73]. (2) On
the other hand, the prior mean and variance of the nature rate of tool wear pg and
3R, the error variance error 3w, and the coefficient matrix C may not be obtained
via expert knowledge. Thus, we estimate these parameters using historical quality
degradation and tool wear measurements in a regression framework. The detailed
procedure is explained below:

According to the model in Eq. 19, given the monitored quality degradation and
tool wear measurements for stage m, the difference between two consecutive tool wear
levels S,,(t;_1) and S,,(t;) can be expressed as follows:

123
Sm(ti) — Sm(tiz1) = /t (R, + ¢, Y (w)] dw + W,,,(8y),
i1
for m = 1,2,..., M. The right-hand-side of the above expression involves the inte-
gration of stochastic process Y (w), which is challenging to estimate directly. Instead,
we exploit an approximation, which assumes Y (w) as constant during (¢;_1,t;) if the
samping interval ¢; is small. That is, Y(w) = Y (t;_1), for w € (t;_1,t;). Hence,

Sm(t;) — Sy (ti—1) can be approximated as follows:

Son(t) — S (tir) & [Ron + € Y (t5-1)] 8 + Win(81).
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By virtue of this discretization, S, (t;) — Sy (ti—1) follows a normal distribution with
the mean [R,, + c;, Y (t;_1)] 0; and the variance o7, , d;, where o7, 0, is the variance of
the noise term W,,(d;). Consequently, parameters Ry, c,,, and o, ,, can be estimated
through regression.

Suppose the last observation epoch is tg. Let {s(ty),...,s(tx)} and {y(to),...,y(tx)}
represent the observed tool wear and quality degradation, respectively. Thus, the re-

gression based estimation results for each m = 1,2, ..., M are as follows: [Rm, é;n} =

|[1-X(X'X)"1X']6S, |2
k—m—1

(X'X)'X'0S,, and oy, ,, = , where 0S,,= (sp(t1) — sm(to), - -,
Sm(tr) — Sm(te—1)) and X = (1,¥'(t0); 1,y'(t1);...;1,¥'(tx)). The r? value of each
regression represents how well the linear assumption in Eq. 19 holds in the data.
A high 7? value will indicate a sufficient linearity. If the linearity does not hold, a
higher-order model may be necessary.

Usually, multiple runs of MMP operations are required to have a sufficient number
of estimated values. Then, we can use multiple R,, to estimate the prior mean and
variance of R,,, which are represented by fipm, and 0%,,,. We can also take the average
of all ¢/, and 61207m to get a more reliability estimates.

In this numerical study, we generate a training data set that consists of simulated
tool wear S(t) and quality degradation Y (¢) from 50 runs of simulation according to
the specifications listed in Table 4. The average r? value from regression applied to
the training set when m = 1,2, 3, 4, 5, 6 is equal to 0.98, 0.99, 0.91, 0.95, 0.42, 0.61,
respectively. The fifth and sixth r? values that correspond to the outer and inner dies
on the 3" stage are lower than those of dies on the other two stages. This is because
according to the simulation configuration, the slope of regression represented by ¢!,
is smaller when m = 5, 6 compared to when m = 1,2, 3,4, which reduces the sum-
of-square regression. From the overall r? values we can see that the linear model in
Eq. 19 can sufficiently represent the simulated data. We list the estimated values of

C, Sw, g and 3k based on the training data set in Table 4. It is demonstrated in
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Table 4 that our estimated values are very close to their true values. These estimated
parameter values are subsequently used to predict the system residual life in the

following subsections.

4.3.3 Performance Comparison

4.3.3.1  When the impact of product quality on tool wear exists (i.e., C is equal
to the value in Table 4)

First we compare the performance of our methodology with the QR-chain model when
no real-time quality measurements are available. Under this condition, according to
the derivation in Section 4.2, our work will rely on historical information to derive
a lifetime distribution/reliability of the system. Similarly, the QR~chain model also
computes off-line system reliability. To investigate the accuracy of reliability estima-
tion using both methodologies, we simulate the actual system reliability by generating
1000 runs of simulation and record their actual lifetimes.

We present in Fig. 14 the estimated system reliability without incorporating real-
time quality measurements based on our proposed model, the QR-chain model, and
the actually simulated data. We observe that the reliability estimate based on our
model is very close to the simulated reliability. However, the reliability estimate based
on the QR-chain model demonstrates a bias caused by overestimate. We believe that
this bias is mainly caused by the fact that the QR-chain model does not account for
the effect of quality degradation on the instantaneous rate of tool wear, which tends
to accelerate quality degradation and the system failure.

Next, we compare the performance of our methodology with the QR-chain model
when real-time quality measurements are available. According to Section 4.2, our
methodology can incorporates real-time quality measurements to online update the
RLD of the system, which provides up-to-date information of the predicted lifetime.
Since the QR-chain model does not incorporate real-time monitoring information

to refine/update its model, the predicted lifetime is calculated solely based on the
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Figure 14: System reliability when C is equal to the value in Table 4

following logic: At any observation epoch, if an MMP has not failed yet, we compute
the conditional lifetime distribution given the survival at current epoch using the
reliability curve presented in Fig. 14. Then, we choose the median of the conditional
lifetime distribution as the updated lifetime prediction.

The quantity of performance measurement is the lifetime prediction error defined

below in Eq. 29:

Current observation epoch + Predicted residual life

| (29)

rediction error = |1 —
P | True lifetime

Here, Current observation epoch + Predicted residual life is equal to the predicted
lifetime, and the true lifetime is obtained via the simulated signals.

Particularly, for each run of simulation, we predict the residual life of the MMP at
the 10", 20", ... , 90" lifetime percentiles. In other words, we estimate its residual
life when 10%, 20%, ..., 90% of the system lifetime is revealed. Then, we calculate
the prediction error according to Eq. 29.

We generate a testing data set that consists of simulated data from 50 runs of
simulation. The prediction errors of the testing data set using both our methodology
and the QR-chain model are presented in Fig. 15. We observe that the prediction

error from our methodology exhibits progressive reduction as we incorporate more
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real-time observations, while the prediction error from the QR-chain model remains
high at all lifetime percentiles. We believe that this is due to two reasons: First, the
QR-chain model does not account for the effect of quality degradation on tool wear,
which tends to accelerate quality degradation and the system failure, and thus leads
to a consistent bias in the prediction. Second, the estimated reliability according to
the QR~chain model is a static estimate based on the reliability data, whereas our
approach incorporates the real-time quality measurements that capture the latest

status of the system.
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Figure 15: Comparison of prediction error associated with our methodology and the
QR-chain model when C is equal to the value in Table 4

4.8.3.2  When the impact of product quality on tool wear does not ezist (i.e.,
C=0)

In this subsection, we focus on the situation when the impact of product quality on
the rate of tool wear does not exist, which is the situation that the QR-chain model
is capable of modeling. Same as Section 4.3.3.1, the performance comparison consists
of two parts:

First, we compare the performance of our methodology with the QR-chain model
when no real-time quality measurements are available. Actual system reliability is
computed by generating 1000 runs of simulation and recording their lifetimes. Fig. 16

illustrates the estimated system reliability based on our methodology, the QR-chain
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model, and the simulated reliability. We observe that reliability estimates based on
the two methodologies are both very close to the simulated reliability. This is because
when the impact of product quality on the instantaneous rate of tool wear does not
exist and no real-time quality measurements are available, both methodologies utilize

the same model and the same historical data to capture system reliability.
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Figure 16: System reliability when C =0

Second, we compare the performance of our methodology with the QR~chain model
when real-time quality measurements are available. Same as in Section 4.3.3.1, we
generate data from 50 runs of simulation and show the lifetime prediction errors from
both methodologies at the 10t 20", ... | 90" lifetime percentiles in Fig. 17. We
notice that the prediction error from the QR-chain model is significantly lower than
what presented in Fig. 15. This is mainly due to the fact that when the impact of
quality degradation on the instantaneous rate of tool wear (represented by C) does
not exist, the lifetime distribution estimated from the QR-chain model is not biased.
We also observe that the prediction error from our methodology exhibits similar
progressive reduction as shown in Fig. 15. On the contrary, prediction error from QR-
chain model remains at a high level at all lifetime percentiles. This difference is mainly

due to the fact that the prediction using the QR-chain model solely based on the
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survival of MMP, whereas our approach incorporates real-time quality measurements
that capture the latest degradation status of the system to reason about the future

degradation of the system.

Prediction error from the QR-chain model Prediction error from our methodology
150% 150%
+ + + + + + - n T +
+ + + + + - : 1 1 +
1
T T T oo+ F
100%f 1+ + ¢ 0 a1 1 v vy 100% |
1 1 1 1 1 1 ! ! 1 jl; T + +
1 1 1 1 1 1 1 : 1 . . T - + +
1 1 1 1 1 1 1 T -
1 1 1 1 1 1 1 ! ! : : 1 : : i 1 + +
' 1 : 1 1
50% ] 50% 4 T T o
H H H H I I I
1
1 1 1 T ! H Q g E
0%Ld L L ] 1

R R R T |
10% 20% 30% 40% 50% 60% 70% 80% 90% 0% 0% 0% 0% 40% O% 0% 0% 0% 90%
Lifetime Pencentiles Lifetime Pencentiles

Figure 17: Comparison of prediction error associated with our methodology and the

QR-chain model when C =0

4.3.4 Sensitivity Analysis

In this subsection, we investigate how the performance of our model changes at the
values of key model parameters change. Specifically, we conduct three numerical
experiments with the goal of studying how the accuracy of the lifetime prediction
changes under (1) different amplitudes of process noise, (2) different magnitudes of
impact from quality degradation on the instantaneous rate of tool wear and(3) differ-
ent numbers of stages. To facilitate the simulation process, we begin with a baseline
set-up with parameter values chosen according to Table 4. We then define two factors:
ny and ns, where ny is used to define different noise levels, and n, is used to scale the

matrix C. The detailed procedure of the sensitivity analysis is summarized below:

1. Experiment I: evaluate the effect of the amplitude of process noise by mul-

tiplying the value of 3z in Table 4 with the scale parameter n;, where n; =

0.1, 0.5, 1, 2, 5.
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2. Experiment II: evaluate the effect of the magnitude of impact from quality
degradation on the instantaneous rate of tool wear by multiplying the value of

C in Table 4 with ng, where no =0, 0.5, 1, 2, 4.

3. Experiment III: evaluate the effect of the number of stages by choosing M =
3, 6, 9, 12, 15. The values of the other parameters related to this experiment

are listed in the Appendix.

For each of these three experiments, we generated 50 runs of simulation and
present the average prediction errors from both methodologies at the 30", 60", and

90" lifetime percentiles in Fig. 18, 19, and 20, respectively. We observe that:

1. The prediction error from both models increase with the amplitude of process
noise (scaled by ny). This is because a higher process noise will lower the

prediction accuracy.

2. As the magnitude of the impact from quality degradation on tool wear (scaled
by ms) increases, the prediction error from the QR-chain model increases while
the prediction error from our methodology decreases. This is because a higher
amplitude of matrix C accelerates the system failure, and thus the QR-chain
model yields a higher bias in predicting the lifetimes. On the other hand, C is
compounded in both the instantaneous rate of tool wear and the process noise.
Under current parameter setting, increasing the amplitude of C increases the
ratio of the instantaneous rate of tool wear vs. the process noise, which improves

the prediction accuracy of our methodology.

3. Prediction errors from both methodologies slightly decrease as the number of
stages increase. This is because as the number of stages increases, the impact
of tool wear and process noise from preceding stages on the quality degradation

of subsequent stages increases (reflected in matrices A and B), which tend to
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accelerate the system failure. This is equivalent to increasing the ratio of the

instantaneous rate of tool wear vs. the process noise. Thus, both methodologies

show improved accuracy.

4. The prediction error from our methodology improves as the lifetime percentile

increases. This is because our methodology leverages the real-time quality mea-

surements to on-line update the RLD of the systems.
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Figure 18: Average prediction errors at different scales of process noise
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Figure 19: Average prediction errors at different scales of matrix C

4.4 Details for Industrial Implementation

In this section, we describe the procedure of applying our methodology in real indus-

trial applications, which will serve as a guideline for practitioners.
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Figure 20: Average prediction errors at different number of stages

First, several model parameters in our methodology need to be determined using
the configuration of the MMPs: The constant model parameters A and B that rep-
resent the impact of tool wear and process noise on quality degradation should be
derived based on the configuration of the MMP, which includes the layout of the man-
ufacturing stages, the locations of quality measurement points, the characteristic of
process noise, etc. Take the auto-body assembly process presented [31] as an example.
Matrix A can be calculated using the geometrical relationship between the locating
pin (tool) and the quality measurement points on the raw parts. Matrix B can be
calculated considering the randomness of allocating raw parts onto the locating pin.
The variance of process noise 3, represents the significance of the noise, which may
include the sensitivity of the quality monitoring sensors, the precision of allocating
raw parts onto each stage, etc.

Second, model parameters regarding to tool wear, including pugr, ¥r, 3w, and
C need to be estimated from historical data. Requirements of historical data are

outlined below:

1. Several MMPs with an identical configuration need to be monitored from the

beginning of operation until failure.
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2. Both tool wear and product quality degradation in each MMP need to be ob-
served periodically, i.e., using on-line quality and tool wear monitoring tech-

niques.

3. Without loss of generality, the observation (sampling) interval can be set as a

constant. The value of the interval may vary in different applications.

With the historical data available, parameters can be estimated by following the
same linear regression procedure discussed in Section 4.3.2.

Finally, with the above model parameters estimated off line, we can incorporate
real-time quality measurements to on-line update the RLD of an MMP functioning in
the field. This requires real-time quality measurements only. No tool wear monitoring
is needed. The observation interval can be set to be equal to that of the historical data.
The procedure of updating the RLD has been discussed in Section 4.2. In summary,
with quality degradation being observed up to any epoch t;, we first update the
posterior distribution of the natural rate of tool wear R according to Proposition 4.1.
Based on the posterior distribution, the RLD of the MMP is updated according to

Eq. 26. Finally, we utilize the median of the RLD as the residual life prediction.
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CHAPTER V

CONTROLLING THE RESIDUAL LIFE DISTRIBUTION
OF PARALLEL MULTI-COMPONENT SYSTEMS
THROUGH WORKLOAD ADJUSTMENT

Complex systems often consist of multiple components that are required to work
together in parallel to satisfy a specific engineering objective. As an example, in
manufacturing processes, several identical machines may need to operate together
in parallel to fabricate the same products simultaneously in order to meet the high
production demand. This parallel configuration is usually designed with some level
of redundancy to compensate for unexpected events. In this way, when only a small
portion of components fails to operate due to either unexpected machine downtime or
scheduled maintenance, the remaining components can still achieve the engineering
objective by increasing their workloads up to the designed capacities. However, the
workload of a component apparently impacts the components degradation rate as well
as its failure time. Specifically, this paper considers the case that a higher workload
assignment accelerates the components degradation and vice versa. Based on this
assumption, we develop a methodology to actively control the degradation as well as
the predicted failure time of each component by dynamically adjusting its workloads.
Our goal is to prevent the overlap of component failures within a certain time period
through taking advantage of the natural redundancy of the parallel structure, which
may potentially lead to a better utilization of maintenance resources as well as a
consistently ensured production throughput. A numerical study is used to evaluate
the performance of the proposed methodology under different scenarios.

This chapter is organized as follows. Section 5.1 describes the problem formulation
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and introduces the component degradation model. Next, Section 5.2 derives the
RLD of components, based on which Section 5.3 develops our proposed workload
adjustment strategy. Validation studies using a simulated case study are given in

Section 5.4.

5.1 Component Degradation Modeling

5.1.1 Problem Formulation

We consider a parallel multi-component system that consists of M components op-
erating in parallel to perform the same type of operations. We define the largest
amount of operations each component is capable to perform in a unit time as the
capacity of the component, which is denoted as U,, for component m. The actual
amount of operations that each component performs in a unit time is defined as the
workload, which is denoted as w,,(t) for component m at time ¢. By default, we have
0 < up(t) <Up, form=1,2..., M. If component m fails at time ¢, then u,,(t) = 0.
We further denote by T'H(t) the throughput of the system at time ¢, which is defined
as the summation of workloads from all components, i.e., TH(t) = Z%zl U (t). Let
M(t) be the number of components that are functional /operational at time ¢. Thus,
the capacity (i.e., the maximum throughput) of the system at time ¢ is equal to
2;‘{3{ Up. Note that TH(t) = min[zmel) Upm, D], in which D represents the produc-
tion demand, or the targeted throughput. In other words, when the capacity offered
by the remaining functional components is smaller than the demand, it indicates a
loss of productivity in the system. Therefore, it is important to separate the overlap
of component failures to ensure a consistently satisfactory throughput. To highlight
our main idea, here we assume that the demand is constant and components only
perform one type of operation. It is worth of mentioning that the unit of workload,
throughput, demand, and capacity may be either discrete or continuous, depending

on the application areas. For example, in discrete manufacturing processes, the unit
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can be the number of parts fabricated per hour, while in a continuous system (e.g.,
the power grid), the unit can be megawatt (MW).
Fig. 21 illustrates the structure of the parallel multi-component system investi-

gated in this chapter.
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Figure 21: The structure of parallel multi-component systems

5.1.2 Degradation Modeling Framework

As we know, degradation is a natural and inevitable process due to performing op-
erations. A component is considered to be failed when the degradation level of the
component exceeds a pre-defined failure threshold. The failure threshold is often de-
termined either by industrial standards [42] or based on the data-driven approach
[74] (e.g., using the last observations before failure in all historically failed data to
estimate the failure threshold). Once a component becomes failed, it has to be re-
paired /replaced to restore to the original healthy status before it can restart to operate
properly.

Here, we would like clarify that the only type of component failure we consider in
this chapter is the failure due to degradation, which is the only failure mode considered
in most existing research in the degradation modeling area [18, 37, 42, 74, 76, 106, 115].
We admit that various other failure modes exist in reality, such as the catastrophic
failure. However, we decide to leave the research about various failure modes into

future work. In addition, it is common that the degradation of a component could
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potentially affect the quality of the performed operations. Yet, this chapter does not
consider component failure due to unsatisfactory quality of the performed operations
but only due to its own degradation. In fact, modeling the relationship between
component degradation and the quality of operations requires extensive study on
system configurations and mathematically modeling [29] and will be investigated in
future work.

We define S,,(t) to be the amplitude of the degradation signal of component m
at time t. We start by introducing a generic degradation model, in which S,,(t) is

modeled as a stochastic differential equation:
dSy, (t) = rp(t)dt + dW,, (1), (30)

Here r,,(t) is the instantaneous degradation rate, and W,,(¢) is a Brownian motion
with variance o2 (t), in which o, is defined as the diffusion parameter.

In the proposed work, we explicitly model the relationship between the instan-
taneous degradation rate r,,(t) and the workload w,,(t) for component m at time t.
To model such relationship is indeed a challenging task, as it is highly dependent
on the specific application and working condition. Research efforts have been made
attempting to characterize this relationship between working condition and degra-
dation rate through historical data as well as reasonable mathematical assumptions
[36]. The novelty of our work is to study the workload adjustment strategy for bet-
ter controlling the degradation process of components by leveraging this relationship
function.

Here, to highlight our main idea, we focus on a special case that the instantaneous

degradation rate r,,(t) is proportional to the workload wu,, (t):

'm (t) = Bmlm (t) ) (31)

where f3,, is defined as the degradation coefficient of component m in this chapter.

This linear assumption is consistent with our intuition as a component degrades faster
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when it has higher workload assigned. Substitute Eq. 31 into Eq. 30, the degradation

model in Eq. 30 can then be rewritten as:
dSp, (t) = By () dt + dW,, (t) . (32)

In what follows, we provide a metal cutting example to illustrate the linearity
assumption in Eq. 31. In this example, the component refers to the cutting tool that
removes material from the work piece. The workload corresponds to the production
rate, i.e., the number of parts being machined in a unit time. In a standard metal
cutting process, there are typically two key parameters that determine the tool life:
cutting speed V' and cutting length L. The actual cutting time for machining one
part is expressed as L/V. If we denote T; as the tool life, then the total number of
machined parts during the lifetime of a tool can be calculated as T;V/L. The total
production time is given by 7,=I1" (recall u is the production rate). It is clear that

T, is inversely proportional to the degradation rate r. Assuming that the cutting

length L remains constant, we have the following:

U

From [100], we also know that the tool life can be expressed as:
T V7o, (34)

where a depends on operational variables.
Furthermore, [68] modeled the relationship between cutting speed V' and produc-

tion rate u as:
Const Const
= Td + v

where T} is the idle time between two consecutive operations.
Building upon the model proposed by [68], we consider a scenario in which ad-

justing the production rate is achieved by adjusting the idle time 7;. Consequently,

79



by combining Eq. 33 and 34, we can see that: r oc u. In future work, we will extend
this linear model into a more general case when dealing with different applications
and conditions.

Recall that 3, represents the “degradation coefficient” of component m. In this
chapter, we assume the exact value of (3,, is unknown and random. This assumption of
unit-to-unit variability has been widely adopted in the literature [18, 37, 42, 74, 115]
to capture the variation in the degradation processes due to material inhomogeneity
and other manufacturing related uncertainty. Specifically, we model f3,, as a random
variable whose prior distribution is a normal distribution: S,,~N (k,,72), where
K and 72 denote the mean and the variance, respectively. Here, the probability of
Bm < 0 is often very small and thus is ignored in the chapter. In the next section, this
prior distribution of f3,, will be updated by using real-time measurements collected

from condition monitoring via a Bayesian approach.
5.1.3 Degradation Model Updating

As mentioned earlier, the degradation model in Eq. 32 is updated by using in-situ
monitoring data. The goal is to incorporate the most recent degradation status of the
components to improve decision making regarding workload adjustments. Without
loss of generality, we assume that condition monitoring and workload adjustment are
performed at discrete observation epochs tg,t1,...,tx, where t; is the most recent
observation epoch, and the sampling intervals are constant, i.e., t| —tg = to —t; =
...t —tg—1 = 0t. Furthermore, let S,,(¢x) be the amplitude of the degradation signal
of component m at observation time t; and u,,(tx_1) be the corresponding workload
assigned to that component during the interval (;_1,%;). Using Eq. 32, we can see

that 05, (tx) = Sm (tx) — Sm (tx—1) satisfies the following:
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Based on the property of Brownian motion, we have W, (tx) =W, (tx_1) ~ N (0, 02,6t).
Thus, given the corresponding workload assignment w,,(tx_1) and degradation coef-
ficient f3,,, the conditional distribution of 0.5, (tx) still follows a normal distribution:
8Sm (tx) [um(te_1), Bm ~ N (Bmtm (tr_1) 6t,02,t). By the property of independent
increments of the Brownian motion, it is clear that 65, (t1), ..., dSn (tx) are sta-
tistically independent. Therefore, the probability density function of the signal incre-

ments can be expressed as follows:

k

P (08 (tr) [Wm(tr-1), Bm) = Hp (0Sm (t:) [tm (tiz1) , Bm),

i=1
where 0S,, (tx) = [0S (t1) ;... ,0Sm (t:)] and W, (tp_1) = [tm (to) ;- - -, tm (tr1)]'-
Using Bayes theorem, the posterior distribution of 53, given §S,, (tx) and u,, (tx_1)
can be computed by using Proposition 5.1.
Proposition 5.1. (3,,|0S,, (tx) , Uy, (tx—1) follows a normal distribution with mean
Km (tr) and variance 72 (ty) satisfying:

7238 88 () tm (ti1) + Kmo?,

Km (tk) =
" 72300 [um (tio1)]?0t + 02,
o272
Ton (1) = -

72 i [ (tio)] 0t + 02

The detailed proof is in the appendix.

5.2 Residual Life Distribution

The residual life of a component is defined as the first time that its degradation
level reaches a pre-defined failure threshold. Here, we denote the failure threshold of
component m as H,,. Let T}, be the residual life of component m. The RLD given

the degradation coefficient 3, follows an inverse Gaussian (IG) distribution [18]:

P (Tm < t|Sm (tk> y Um (tk) 76771) ~1G (t; :um(tk)a )‘m<t1€)) ) (35)
where IG(t; -, -) represents the cumulative distribution function of an IG dis-
tribution, g, (tx) = %”&t’;) is the mean parameter of the IG distribution, and
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Am (L) = w is the shape parameter of the IG distribution. Here, recall that
H,, is the failure threshold and w,,(tx) is the most recent setting of the production
rate.

Although the conditional RLD follows Eq. 35, there is no explicit expression of
the unconditional RLD, which can be estimated using simulation-based techniques
[18]. Since these techniques are computationally expensive, we propose to focus on

the conditional RLD and utilize &, (tx), (i.e. the posterior mean of 3,,) as the point

estimator of (3,,. As a result, the mean parameter of the IG distribution, ., (tx) in

Hm—sm(tk)
Ko (t)um (tr)

Eq. 35, is approximated by i, (tx) =

In this work, g, (tx) is used as an estimate of the predicted residual life. This
approach was also used by [37] and was shown to provide a conservative lower bound
of the mean of the unconditional RLD. For notational convenience, we define g, (tx) =

%;:gt’“) and thus, we have:

_ 4m (tk)

(36)
From Eq. 36, we see that given the workload assignment wu,, (fx), a smaller value
of ¢, (tx) indicates a shorter residual life and thus a worse health status. At the
extreme case, ¢, (fx) = 0 implies that a failure has occurred. In addition, given a
non-zerog, (tx), the predicted residual life is proportional to the reciprocal of the
actual workload.

Based on the above results, we discuss a strategy to dynamically control the

residual life by adjusting the production rates in the following section.

5.3 Dynamic Workload Adjustment

The goal of dynamically adjusting the workload is to control the residual life/failure
time of each component to achieve some type of optimality. Particularly, when a
component fails, it will require a certain period of time (hereafter defined as the

repair time) for repair and maintenance. In this work, the repair time for component
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m is considered to be constant, an integer multiple of the sampling interval, i.e., P,,dt,
where P, is an integer value.

As we mentioned before, although the parallel configuration provides a certain
level of robustness for production, such system will fail to meet the objective when
the number of components under repair at the same time exceeds a certain limit.
As a result, our key idea here is to prevent the overlap of component failures. To
achieve this goal, we propose a strategy that assigns higher workloads to components
with worse health status. The underlying premise of this strategy is that a higher
workload accelerates the degradation process and thus potentially separates the failure
time of this component from the others. To do this, at decision epoch t;, we rank
the individual components according to their health status, which is indicated by
gm(tx). Recall that ¢,,(tx) = 0 indicates that the corresponding component has failed.
Next, we select components with non-zero g, (tx)(i.e., functional components) and
rank them in the ascending order, such that qqu)(tx) < qe)(te) < - < Q) ()
where M(t;) is referred to the number of functional components at time ¢;. In
this way, we assign higher workloads to components with worse health status, i.e.,
Ueir (e (t) < -0 < ugy(te)-

This proposed strategy is motivated by the fact that degradation is an inevitable
course for components as long as they are in operation. In practice, it is quite com-
mon that the repair of a component may take a long time and the system may have
only limited maintenance resources to restore failed components at any time. In other
words, some failed components have to wait for the release of maintenance resources
before finishing the current repair job. Even assuming there are unlimited mainte-
nance resources that could be used for immediate repair once the component failure
occurs, the remaining functional components may still not be able to satisfy the pro-

duction requirement due to the limited capacity of each component for perfuming
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operations. As a result, simultaneous component failures will deteriorate the robust-
ness of the system provided by the parallel configuration and thus may potentially
lead to loss of production. Consequently, we propose to actively control the failure
time of components so as to prevent the overlap of component failures, instead of
simply waiting for spontaneous component failure as most of the existing literature
assumes. In this way, we better take the advantage of the natural redundancy in
a system, which may potentially lead to a better utilization of the maintenance re-
sources as well as a consistently ensured production throughput. In what follows, we
will specifically show how we can numerically determine the workloads for individual
components at each decision epoch.

Given the posterior means of 3, for the operating components, x (tx), ... ,
R (1)) (t), and the respective degradation levels Sqy (z) , ..., S(M(tk)) (tr), we pro-
pose to minimize the average degradation level of all components at the next decision

epoch via adjusting the workloads uq)(tx), . - -, U(yr(,) (tk) assigned to components:

1 M (t,)

njnlzﬁféis > [ (t) wgmy (te) 5t + Semy ()] (37)

Subject to the following constraints:

M (ty,) M (ty)

D gy (t) = min( D Uy, D), (38)

Uiy (k) < -+ < uqy () (39)
0 <up(ty) <Uny, form=1,....M (40)
L ot i
q(>—(’“)+P(m)5t§ Gme () g 0 N — 1. (41)
Uy (tk) U1 (k)

The objective function in Eq. 37 is to ensure on average all components fail in a
slowest pace, and its objective value somehow provides a new insight on the systems
reliability in real time. Constraint Eq. 38 ensures that when the systems capacity

is greater than the demand, the throughput is equal to the demand. Conversely,
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when the systems capacity is less than the demand, the throughput is set at the
systems capacity. Constraint Eq. 39 means that we assign higher production rates
to components with more severe degradation status. Constraint Eq. 41 prevents
the overlap of component failures; that is, the predicted residual lives of any two
components that will fail consecutively should have a difference greater than the
repair time F,,)0t.

Since all decision variables are non-negative, Eq. 41 can be rewritten as:

Py 6t () (L) U 1) (Te) < Q1) (Er) ) (Tk) — Gmy) (Ek) Wintr) (L) (42)

for m = 1,...,M (t,) — 1. This results in (M (tx) — 1) number of non-convex
quadratic constraints. Theoretical studies have shown that this is an NP-hard prob-
lem, thus finding feasible solutions can be challenging [67]. The existing literature in
quadratically constrained optimization problems often focuses on searching for a con-
vex space that covers the original non-convex space then solving the convex problem
[1, 4, 9]. The drawback of this approach is that the optimal solution to the convex
problem may not be feasible to the original problem (since the solution space of the
convex problem is larger).

In this work, finding a feasible solution is necessary to prevent the overlap of com-
ponent failures. In other words, using the existing methodology to solve our quadrat-
ically constrained optimization problem may provide miss-leading results, since even
the optimization problem can be solved, the overlap between component failures may
still not be prevented, which is the major objective of this work. Therefore, unlike the
existing literature, we focus on a convex subspace of the original non-convex space.
In this way, we can guarantee that as long as the optimization problem has a solution,
the solution is capable of preventing the overlap of component failures. To do this, we
utilize the Arithmetic Mean-Geometric Mean (AM-GM) inequality, which states that

1

U(m) (tk)U(m+1)(tr) is no greater than ; [u(m) (tk) + Wins1) (tk)]Q. Thus, inequalities in
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Eq. (42) can be modified to the following convex form:

P(m) ot
4

[ty (8) + sy (E)]” < donsny (Be) wom) () = dmy (B) wgmery (1) (43)

form=1,..., M (t) — 1.

In some circumstances (e.g., when the overlap among component failures cannot
be avoided), the original constraints in Eq. 42 may not lead to any solution. In such
case, the modified constraints in Eq. 43 will also be infeasible. When this occurs, we
relax the group of constraints in Eq. 43 by removing the inequality regarding to the

component with the least degradation severity:

Pl a,)-1)0t 2

[y () F Ui, (t)

< Gy () Ueirge—1) (tk) — Q1) () Wiz () -

In other words, if the solution to the original optimization problem is infeasible, we
will allow the overlap of predicted failures between the two components with the
least degradation severity (i.e., the two healthiest components). If this relaxation
still yields infeasibility, we will continue to remove subsequent inequalities until a
feasible solution is obtained.

We define the workload adjustment of a multi-component system at epoch t; as
controllable if the optimization problem is feasible when at least one constraint in Eq.
42 remains. If, however, we are forced to remove all M (t;) — 1 constraints in Eq. 43
to achieve feasibility, then the problem is referred to as uncontrollable. Whether the
problem is controllable or not depends on the instantaneous degradation status of the
components, which are time-varying due to the dynamic characteristics of degradation
processes and their interactions with adjustable workloads. Thus, the level of control
of the system may vary at different epochs depending on the degradation status of
each component. Since we evaluate the level of control at individual epochs separately,

when a component is uncontrollable at a decision epoch, we will derive the solutions
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by removing all M (tx) — 1 constraints in Eq. 43 for decision making and then re-
evaluate the level of control at the next decision epoch. The flow chart in Fig. 22

summarizes the detailed procedure of the proposed methodology.

Degradation modeling

Stochastic .
. Degradation
degradation
rate o< workload
model

v

(e

Di/

Real-time degradation
monitoring
Degradation | Historical DeC_'5'0n
level workload variable
Workload
\ 4 A

Bayesian updating

Degradation | Residual life
coefficient prediction

A 4

Dynamic workload
adjustment

Prevent the overlap of
component failures

Figure 22: The detailed flow chart of the proposed dynamic control methodology

5.4 Numerical Case Study
5.4.1 Study Set-up and Parameter Settings

In this section, we investigate the performance of our proposed methodology through
a numerical case study. We consider a hypothetical stamping system with 5 identical
stamping machines working in parallel to fabricate parts. This example is inspired
by the single-stage stamping process investigated in [30], which provided both the
system description and the degradation-related parameters obtained through real
experiments. In this study, parameters utilized to generate degradation signals are

obtained through [30]:
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. The unit of workload is the number of parts fabricated in a unit time.

. The prior mean of degradation coefficient of each machine, i.e., K1,,k5, is equal

to 5.97 x 10~® inch per part.

. The diffusion parameter of the Brownian motion error of each machine, i.e,
01,05, is 2.03 x 107® inch per unit time. In addition, we assume that the
failure threshold of each machine is 0.004 inch to reflect the real manufacturing

settings.

. The maximum workload for each machine is set to be 1500 parts per day and
the demand is set to be 6000 parts per day. The decision epoch (unit time) in
this study is one day. Once the machine is failed, it will immediately go through
the repair process, which is assumed to takes a constant amount of time with
at least one decision epoch. Additional repair time may be required in terms
of multiple of a day. Under this configuration, if no more than one machine
fails simultaneously, the demand can still be satisfied by the remaining four
machines. However, if more than one machine fails, the demand can no longer

be satisfied.

. The length of the simulation period is set to be 300 days.

5.4.2 Simulation Procedure and Evaluation Results

We compared the performance of our proposed dynamic workload adjustment method-

ology with two benchmark strategies. The first benchmark assumes that workloads

are equally assigned to all functional components (hereafter referred to as Benchmark

1). The second benchmark assigns production rates randomly (hereafter referred to

as Benchmark 2). To be specific, at each epoch, Benchmark 2 identifies all possible

solutions of workload assignments and randomly draws one solution from the entire
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solution sets. We use two key performance indices (KPIs) for performance compari-
son: 1) the percentage of time that more than one machine is failed and under repair
and 2) The percentage loss of production. Recall that given the study set-up, when
there is more than one machine is under repair, the demand can no longer be satisfied,
and thus may result in the loss of production.

We evaluated the effects of two factors:

1. The first was the repair time. We evaluated the performance when the repair

time is equal to 1, 3, and 5 days.

2. The second factor was the coefficient of variation (CV) of the prior distribu-
tion of the degradation coefficient. The CV is defined as the ratio of standard
deviation to the mean. In other words, for each component m, its CV of (3,
is equal to 7,,/K,;, . Thus, CV captures the variation of the degradation coef-
ficients among components. Note that as the CV decreases, the unit-to-unit
variability also decreases. Recall that all machines in this study have the same
Km = 5.97 x 107® inch per part. Consequently a smaller CV indicates that the
actual 3 of different machines are more similar to each other, and thus they tend
to fail at the same time if they are assigned with similar workloads. Testing

was performed under four different levels of CVs: 1/3, 1/6, 1/9, and 1/12.

For each of the 3 x 4 = 12 conditions, we ran 30 experiments. The boxplots of the
two KPIs in all 12 conditions are shown in Fig. 23 and Fig. 24, respectively. In each
figure, the x-axis of all subplots has label I for Benchmark 1, label II for Benchmark
2 and label III for the proposed methodology.

From the results shown in Fig. 23 and Fig. 24, we can make the following

conclusions:

1. For a small repair time (1 day in this example), both KPIs were insignificant for

all three strategies. This phenomenon is a likely outcome since the probability
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Figure 23: The percentage of time when more than one machine is under repair
X-axis: I - Benchmark 1; IT - Benchmark 2; ITI - Proposed methodology.

of having machines failed at the same time is small when the repair time is
short. A longer repair time increases the likelihood of failure overlaps, thus

resulting in an apparent increase in both KPIs (in all three policies).

The performance of Benchmark 1 was the worst among three strategies. One
possibility is that the Benchmark 1 results in very close failure times among
individual machines and thus significant amount of overlap among machine
failures. The performance of Benchmark 2 was slightly better than Benchmark 1
but was still significantly worse than our proposed methodology. This is because
although Benchmark 2 reduces the possibility of having multiple machines that
fail closely due to the random distributed workload, it still does not actively
control the degradation process of each machine from the overall system point

of view.
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Figure 24: The percentage loss of production
X-axis: I - Benchmark 1; IT - Benchmark 2; ITI - Proposed methodology.

3.

Our proposed methodology appeared to be relatively robust to unit-to-unit
variability, while the performance of the other two benchmarks decreased sig-
nificantly as the unit-to-unit variability decreased. This is because when the
unit-to-unit variability is small and machines are assigned with equal or random
workloads (i.e., without dynamic workload adjustment), they tend to exhibit
similar degradation processes and thus several machines are more likely to fail

at the same time.
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CHAPTER VI

CONCLUSION

6.1 Summary of Original Contributions

In summary, this thesis investigates three major research topics in the area of prognos-
tics of multi-component systems. In Chapter 3, we consider the case when component
degradation is crucial but their degradation signals cannot be obtained directly from
condition monitoring data. The applicable situation is the vibration monitoring of
engineering systems. In Chapter 4, we consider the case when system-level degra-
dation is crucial but the degradation between individual components are interactive.
The applicable situation is in the MMPs. In Chapter 5, we consider the case when
the degradation process of individual components can be controlled to achieve cer-
tain system-level objective. The applicable situation lies in parallel multi-component
systems. The original contributions are summarized below.

The original contribution of Chapter 3 is to propose a methodology to separate
the degradation signals of identical components that generate an identical frequency
from mixed sensor information when the mixing process is unknown. This chapter
addresses the research problem that vibration sensors installed on a multi-component
system may only capture an unknown mixture of component vibration signals and
component vibration signals may share an identical frequency. This problem is very
challenging, since 1) the mixing process is unknown and needs to be solely estimated
from sensor vibration signals, 2) traditional spectrum analysis is only capable of iden-
tifying vibration signals that have distinct frequencies. To solve this problem, in this
chapter, we propose a simultaneous signal separation and prognostics framework,

which applies ICA on pre-processed sensor signals to identify component degradation
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signals in order to predict the RLDs of individual components. This methodology
has great potential impacts in the diagnostics and prognostics of many engineering
systems, where the condition monitoring and defect detection of an individual com-
ponent is crucial but challenging to achieve due to the limitation of sensor installation
and similar defective frequencies from identical components.

The original contribution of Chapter 4 is to propose an innovative model that
captures the relationship between the process of tool wear and the production quality
in MMPs for the purpose of accurately predicting the system-level RLD. This chap-
ter addresses the research problem about predicting the system-level failure due to
non-conforming products when the tool wear in one stage affects the product qual-
ity at current stage, which, on the other hand, may affect the rate of tool wear at
subsequent stages. This problem is challenging because of the interactive relation-
ship between tool wear and product quality as well as the stochastic characteristics
of tool wear. Existing literature is only limited to modeling the impact of product
quality on the tooling catastrophic failure and computing offline lifetime distribution.
In this chapter, we utilize a high-dimensional stochastic differential equation model
to capture the interaction relationship between the process of tool wear and prod-
uct quality. We then leverage real-time quality measurements to on-line predict the
residual life of the MMP as a system. This methodology has great potential impacts
in the maintenance scheduling and inventory planning of MMPs, since it provides
accurate real-time residual life prediction.

The major contribution of Chapter 5 is to open a new research direction that
focuses on dynamically adjusting the workloads assigned to individual components to
actively control their degradation processes and failure times to ensure satisfactory
system performance. This chapter addresses the research problem that the overlap
of component failures in a parallel system needs to be avoided to reduce the loss

of production. This research problem has not been explicitly studied before. The
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existing literature in prognostics assumes that the degradation process is self-evolving,
and thus only focuses on modeling the degradation process and predicting the residual
life, rather than actively controlling the failure time. This chapter assumes that
the degradation rate of a component is directly related to the workload assigned
to that component and then dynamically adjusts the workloads at every decision
epoch to prevent the overlap of component failures. This methodology has great
potential impacts in various engineering systems where the failure times of individual
components need to be separated for better utilization of maintenance resources and

more consistent productivity.

6.2 Future Work

Potential future extension of the work in Chapter 3 is to change the model of the
mixing process from a simple linear model to a convolutive model. In fact, the
convolutive model that captures time delay in the transmission of vibration from
components to sensors may have better modeling accuracy than the simple linear
model when analyzing vibration signals, as discussed in [45, 45]. The major limitation
of using the convolutive model is the model complexity. Besides changing the model
assumption, the proposed prognostics framework needs to be validated using real-
world vibration data in the future, besides using simulated study. This may bring
new research challenges since real data may have more uncertainty to be addressed.

Potential extension of the work in Chapter 4 is to consider more complex models
such as non-linear models to capture the sophisticated relationship between tool wear
and product quality degradation. The major limitation of using non-linear model
is that higher-order SDE is very complicated to get an explicit solution. Therefore,
numerical solutions may need to be investigated. Furthermore, future work may also

incorporate catastrophic failure into the model.
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Future work of Chapter 5 may include several important topics: (1) In this chap-
ter, we focus on a special case that the instantaneous degradation rate is proportional
to the production rate. Such relationship assumption may not be true in different
processes. Additional efforts are needed to study the performance of the workload
adjustment strategy when the instantaneous degradation rate and the workload ex-
hibit different relationship functions. (2) In addition, future work will focus on the
extension of our methodology to the serial-parallel multistage manufacturing pro-
cesses to prevent the overlap of machine failures and maintain system throughput.
(3) Moreover, further studies can be done to develop different strategies of workload
adjustment to account for various requirements in reality. For example, in this work,
we assume that the repair time of individual components remains constant. However,
in practice, the maintenance resource is limited. Thus, some of the failed components

may not be repaired in time, which may complicate the problem.
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APPENDIX A

SUPPLEMENTARY MATERIALS OF CHAPTER 4

A.1 Choosing the parameter values for different numbers
of stages M

1. The elements of matrices A, B, are determined according to Eq. 28.

2. The elements of matrix C are determined as follows:

/

0.004, if j=2i—1or 2
0.02, if j=2i—3
Ci,j
0.012, if j=2i—2
0, Otherwise

\

3. At every stage, the prior mean of the natural rate of tool wear and the variance
of the Brownian motion noise in the tool wear model are equal to the values

provided by [30] multiply with 1000 (operations per sampling interval).

4. The prior variance of the natural rate of tool wear is determined as follows:

— i 2 2 _
g = diag (0 .- -0k ), Where or; = piri/3.

5. The failure threshold for each stage m=1,..., M is equal to 0.5.
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APPENDIX B

SUPPLEMENTARY MATERIALS OF CHAPTER 5

B.1  Proof of Proposition 5.1

P (B |0Sm (tr), W (1)) o< p (6Sm (t) [ (k1) Bn) P (Bim)

k

o< [ 2 (8Sum (te) tm (tr=1). Bn) P (Bn)
=1
[0S () Bt (ti-1) 8t B — b’
X exp _Z m \li QO i—1 _ Pm 2m
— 2026t 272
LSSV fum ()P0t 1| L,
X exp {—5 [ 0'%1 + % Bm,n
Zf—l 5Sm,n (tz) Um (tifl) Km
X — m
o { [ = t 26,7
[S N T2, Z§:1 5Sm(ti)um(ti_1)+mma,2n] 2
m T2 k Um (Li— 2 o2
o< eXp _ m 21:210—[2 T2(t l)} 6t+ m
2 0 [um (ti1)]*t+02,
x N (K/m (tk’) » Tm (tk‘)) )
TTQn i-C: 0Sm (t ) um (ti— +l€m0'72n a'gntgn
where i (t) = %ifﬂ e and 7 (f) = ST um (. 1000102,

97



[10]

[11]

REFERENCES

ArL-KHAYvYAL, F. A., LARSEN, C., and VAN VOORHIS, T., “A relaxation
method for nonconvex quadratically constrained quadratic programs,” Journal
of Global Optimization, vol. 6, no. 3, pp. 215-230, 1995.

AwmBANI, S., Li, L., and N1, J., “Condition-based maintenance decision-

making for multiple machine systems,” Journal of Manufacturing Science and
Engineering, vol. 131, no. 3, p. 31009, 2009.

AMIRAT, Y., BENBOUZID, M., AL-AHMAR, E., BENSAKER, B., and TURRI,
S., “A brief status on condition monitoring and fault diagnosis in wind energy

conversion systems,” Renewable and Sustainable Energy Reviews, vol. 13, no. 9,
pp. 2629-2636, 2009.

ANSTREICHER, K. M., “Semidefinite programming versus the reformulation-
linearization technique for nonconvex quadratically constrained quadratic pro-
gramming,” Journal of Global Optimization, vol. 43, no. 2-3, pp. 471-484, 2009.

ApPLEY, D. W. and LEE, H. Y., “Identifying spatial variation patterns in
multivariate manufacturing processes: a blind separation approach,” Techno-
metrics, vol. 45, no. 3, pp. 220-234, 2003.

APLEY, D. W. and SH1, J., “Diagnosis of multiple fixture faults in panel
assembly,” Journal of Manufacturing Science and Engineering, vol. 120, no. 4,
pp. 793-801, 1998.

AstakHOV, V. P. and Davim, J. P., “Tools (geometry and material) and
tool wear,” in Machining, pp. 29-57, Springer, 2008.

AstrOM, K., Introduction to stochastic control theory, vol. 70. Elsevier Science,
1970.

AUDET, C., HANSEN, P., JAUMARD, B., and SAVARD, G., “A branch and cut
algorithm for nonconvex quadratically constrained quadratic programming,”
Mathematical Programmaing, vol. 87, no. 1, pp. 131-152, 2000.

BALAGEAS, D., FrRITZEN, C., and GUEMES, A., Structural health monitoring,
vol. 493. Wiley Online Library, 2006.

BarTELMUS, W. and ZIMROZ, R., “Vibration condition monitoring of plan-
etary gearbox under varying external load,” Mechanical Systems and Signal
Processing, vol. 23, no. 1, pp. 246-257, 2009.

98



[12]

[13]

[23]

[24]

BAruAH, P. and CHINNAM, R. B., “HMMs for diagnostics and prognostics

in machining processes,” International Journal of Production Research, vol. 43,
no. 6, pp. 1275-1293, 2005.

Basir, O. and YUAN, X., “Engine fault diagnosis based on multi-sensor in-

formation fusion using Dempster—Shafer evidence theory,” Information Fusion,
vol. 8, no. 4, pp. 379 — 386, 2007.

BASSEVILLE, M. and NIKIFOROV, 1., Detection of abrupt changes: theory and
application, vol. 15. Prentice Hall Englewood Cliffs, 1993.

BEEBE, R., “Condition monitoring of steam turbines by performance analysis,”
Journal of Quality in Maintenance Engineering, vol. 9, no. 2, pp. 102 — 112,
2003.

BELOUCHRANI, A., ABED-MERAIM, K., CARDOSO, J. F., and MOULINES,
E., “A blind source separation technique using second-order statistics,” IEFE
Transaction on Signal Processing, vol. 45, no. 2, pp. 434-444, 1997.

BENGTSSON, C., “Status and trends in transformer monitoring,” Power Deliv-
ery, IEEE Transactions on, vol. 11, no. 3, pp. 1379-1384, 1996.

BiaNn, L. and GEBRAEEL, N., “Computing and updating the first-passage

time distribution for randomly evolving degradation signals,” IIE Transactions,
vol. 44, no. 11, pp. 974-987, 2012.

BiaAN, L. and GEBRAEEL, N., “Stochastic modeling and real-time prognostics
for multi-component systems with degradation rate interactions,” IIE Transac-
tions, vol. 46, no. 5, pp. 470-482, 2014.

BisHopr, C. M., Pattern recognition and machine learning. Springer New York,
2006.

BooTH, C. and McDONALD, J., “The use of artificial neural networks for

condition monitoring of electrical power transformers,” Neurocomputing, vol. 23,
no. 1-3, pp. 97 — 109, 1998.

BYRNE, G., DORNFELD, D., INASAKI, I., KETTELER, G., KONIG, W., and
TETI, R., “Tool condition monitoring (tcm)—the status of research and in-
dustrial application,” CIRP Annals-Manufacturing Technology, vol. 44, no. 2,
pp. 541-567, 1995.

CARDOSO, J. F., “Blind signal separation: Statistical principles,” Proceedings
of the IEEE, vol. 86, no. 10, pp. 2009-2025, 1998.

CARDOSO, J. F. and SouLouMIAC, A., “Blind beamforming for non-Gaussian
signals,” IEFE Proceedings F: Radar and Signal Processing, vol. 140, no. 6,
pp. 362-370, 1993.

99



[25]

[26]

[27]

28]

[29]

[31]

[32]

CAsgeLITZ, P. and GIEBHARDT, J., “Advanced maintenance and repair for

offshore wind farms using fault prediction techniques,” in Proceedings of
WWEC’02, 2002.

CaserLiTz, P., GIEBHARDT, J., and MEVENKAMP, M., “Development of a

fault detection system for wind energy converters,” in Proceedings of the EU-
WEC, vol. 96, pp. 1004-1007, 1996.

CeELEN, M. and DJURDJANOVIC, D., “Operation-dependent maintenance

scheduling in flexible manufacturing systems,” CIRP Journal of Manufacturing
Science and Technology, vol. 5, no. 4, pp. 296-308, 2012.

CHAO, M. T., Fu, J. C., and KouTrAs, M. V., “Survey of reliability stud-
ies of consecutive-k-out-of-n: F and related systems,” IEFE Transactions on
reliability, vol. 44, no. 1, pp. 120-127, 1995.

CHEN, Y. and JIN, J., “Quality-reliability chain modeling for system-reliability
analysis of complex manufacturing processes,” IFEE Transactions on Reliabil-
ity, vol. b4, no. 3, pp. 475 — 488, 2005.

CHEN, Y. and JIN, J., “Quality-oriented-maintenance for multiple interactive
tooling components in discrete manufacturing processes,” IFEE Transactions
on Reliability, vol. 55, no. 1, pp. 123-134, 2006.

CHEN, Y., JiN, J., and SHI, J., “Integration of dimensional quality and loca-
tor reliability in design and evaluation of multi-station body-in-white assembly
processes,” IIE Transactions, vol. 36, no. 9, pp. 827-839, 2004.

CoLLEDANI, M. and Tor1o, T., “Integrated quality, production logistics and
maintenance analysis of multi-stage asynchronous manufacturing systems with
degrading machines,” CIRP Annals-Manufacturing Technology, vol. 61, no. 1,
pp. 455-458, 2012.

DivraA, D. E., “Sensor signals for tool-wear monitoring in metal cutting
operations—a review of methods,” International Journal of Machine Tools and
Manufacture, vol. 40, no. 8, pp. 1073-1098, 2000.

Ding, Y., CEGLAREK, D., and SHI, J., “Fault diagnosis of multistage manu-
facturing processes by using state space approach,” Journal of manufacturing
science and engineering, vol. 124, no. 2, pp. 313-322, 2002.

DinaG, Y., SHi, J., and CEGLAREK, D., “Diagnosability analysis of multi-
station manufacturing processes,” Journal of Dynamic Systems, Measurement,
and Control, vol. 124, no. 1, pp. 1-13, 2002.

DoksuM, K. A. and HOYLAND, A., “Models for variable-stress accelerated
life testing experiments based on Wiener processes and the inverse Gaussian
distribution,” Technometrics, vol. 34, no. 1, pp. 74-82, 1992.

100



[37]

[38]

[39]

[41]

[42]

[43]

[44]

[45]

[46]

ELwANY, A. and GEBRAEEL, N., “Real-time estimation of mean remaining

life using sensor-based degradation models,” Journal of Manufacturing Science
and Engineering, vol. 131, no. 5, p. 51005, 2009.

Fan, W. and Qiao, P., “Vibration-based damage identification methods: a
review and comparative study,” Structural Health Monitoring, vol. 10, no. 1,
pp. 83— 111, 2011.

FARRAR, C. and WORDEN, K., “An introduction to structural health monitor-

ing,” Philosophical Transactions of the Royal Society A: Mathematical, Physical
and Engineering Sciences, vol. 365, no. 1851, pp. 303-315, 2007.

FRrREHEIT, T., SHPITALNI, M., and Hu, S. J., “Productivity of paced parallel-
serial manufacturing lines with and without crossover,” Journal of Manufactur-
ing Science and Engineering, vol. 126, pp. 361-367, 2004.

GEBRAEEL, N., “Sensory-updated residual life distributions for components
with exponential degradation patterns,” Automation Science and Engineering,
IEEFE Transactions on, vol. 3, no. 4, pp. 382-393, 2006.

GEBRAEEL, N., LAWLEY, M., L1, R., and Ryan, J., “Residual life distribu-
tions from component degradation signals: A Bayesian approach,” IIE Trans-
actions, vol. 37, no. 6, pp. 542-557, 2005.

GEBRAEEL, N., LAWLEY, M., Liu, R., and PARMESHWARAN, V., “Resid-
ual life predictions from vibration-based degradation signals: a neural network
approach,” IEEE Transactions on Industrial Electronics, vol. 51, no. 3, pp. 694—
700, 2004.

GELLE, G. and CorAs, M., “Blind source separation: a tool for rotating
machine monitoring by vibrations analysis,” Journal of Sound and vibration,
vol. 248, no. 5, pp. 865-885, 2001.

GELLE, G., CorLAs, M., and DELAUNAY, G., “Blind sources separation ap-
plied to rotating machines monitoring by acoustical and vibrations analysis,”
Mechanical Systems and Signal Processing, vol. 14, no. 3, pp. 427-442, 2000.

HAMEED, Z., HoNG, Y., CHO, Y., AHN, S., and SonG, C., “Condition
monitoring and fault detection of wind turbines and related algorithms: A

review,” Renewable and Sustainable energy reviews, vol. 13, no. 1, pp. 1-39,
2009.

Hao, L., GEBRAEEL, N., and SHI, J., “Simultaneous signal separation and

prognostics of multi-component systems: The case of identical components,”
IIE Transactions, vol. In Press, 2014.

HAYTER, A. J. and Tsul, K.-L., “identification and quantification in multi-

variate quality-control problems,” Journal of Quality Technology, vol. 26, no. 3,
pp- 197208, 1994.

101



[49]

[50]

[51]

He, Q., Kong, F., and YAN, R., “Subspace-based gearbox condition moni-

toring by kernel principal component analysis,” Mechanical Systems and Signal
Processing, vol. 21, no. 4, pp. 17551772, 2007.

Huang, J., Zuo, M. J., and WU, Y., “Generalized multi-state k-out-of-n: G
systems,” IEFE Transactions on Reliability, vol. 49, no. 1, pp. 105-111, 2000.

Huang, Q. and SHI, J., “Variation transmission analysis and diagnosis
of multi-operational machining processes,” IIE Transactions, vol. 36, no. 9,
pp. 807-815, 2004.

Huang, Q., SH1, J., and YUAN, J., “Part dimensional error and its propaga-
tion modeling in multi-operational machining processes,” Journal of manufac-
turing science and engineering, vol. 125, pp. 255-262, 2003.

Huang, R., X1, L., L1, X., Liu, C. R., QIu, H., and LEE, J., “Residual life
predictions for ball bearings based on self-organizing map and back propagation
neural network methods,” Mechanical Systems and Signal Processing, vol. 21,
no. 1, pp. 193 — 207, 2007.

Huang, Y.-C. and Huang, C.-M., “Evolving wavelet networks for power
transformer condition monitoring,” Power Deliwvery, IEEE Transactions on,
vol. 17, pp. 412 —416, apr 2002.

Hwang, F. K., “Fast solutions for consecutive-k-out-of-n: F system,” IFEE
Transactions on reliability, vol. 31, no. 5, pp. 447448, 1982.

HYVARINEN, A., “Blind source separation by nonstationarity of variance: A
Cumulant-based approach,” IEEE Transactions on Neural Networks, vol. 12,
no. 6, pp. 1471-1474, 2001.

HYVARINEN, A., KARHUNEN, J., and OJA, E., Independent Component Anal-
ysis. New York, NY: John Wiley & Sons, Inc., 2001.

HyYVARINEN, A. and OJA, E., “A fast fixed-point algorithm for Independent
Component Analysis,” Neural Computation, vol. 9, no. 7, pp. 14831492, 1997.

JANTUNEN, E., “A summary of methods applied to tool condition monitoring
in drilling,” International Journal of Machine Tools and Manufacture, vol. 42,
no. 9, pp. 997-1010, 2002.

JiN, J., “Individual station monitoring using press tonnage sensors for multi-
ple operation stamping processes,” Journal of Manufacturing Science and En-
gineering, vol. 126, no. 1, pp. 83-90, 2004.

JIN, J. and SHI, J., “State space modeling of sheet metal assembly for dimen-
sional control,” Journal of Manufacturing Science and Engineering, vol. 121,
no. 4, pp. 756-762, 1999.

102



[62]

[63]

[64]

[71]

[72]

JIN, J. and SHI, J., “Diagnostic feature extraction from stamping tonnage
signals based on design of experiments,” Journal of manufacturing science and
engineering, vol. 122, no. 2, pp. 360-369, 2000.

KerMIT, M. and Tomic, O., “Independent component analysis applied on gas
sensor array measurement data,” IEEE Sensors Journal, vol. 3, no. 2, pp. 218~
228, 2003.

Ko, J. and N1, Y., “Technology developments in structural health monitoring
of large-scale bridges,” Engineering structures, vol. 27, no. 12, pp. 17151725,
2005.

KuMAR, M., MUKHERJEE, P. S., and MisrA, N. M., “Advancement and cur-
rent status of wear debris analysis for machine condition monitoring: a review,”
Industrial Lubrication and Tribology, vol. 65, no. 1, pp. 3-11, 2013.

KurapA, S. and BRADLEY, C., “A review of machine vision sensors for tool
condition monitoring,” Computers in Industry, vol. 34, no. 1, pp. 55-72, 1997.

LASSERRE, J. B., “Global optimization with polynomials and the problem of
moments,” SIAM Journal on Optimization, vol. 11, no. 3, pp. 796-817, 2001.

LeEE, B. and TARNG, Y., “Cutting-parameter selection for maximizing pro-
duction rate or minimizing production cost in multistage turning operations,”
Journal of Materials Processing Technology, vol. 105, no. 1, pp. 61-66, 2000.

LEE, D., HWANG, I., VALENTE, C., OLIVEIRA, J., and DORNFELD, D., “Pre-
cision manufacturing process monitoring with acoustic emission,” International
Journal of Machine Tools and Manufacture, vol. 46, no. 2, pp. 176 —188, 2006.

Leg, J., “Machine performance monitoring and proactive maintenance in
computer-integrated manufacturing: review and perspective,” International
Journal of Computer Integrated Manufacturing, vol. 8, no. 5, pp. 370-380, 1995.

L1, H., L1, D., and SoNG, G., “Recent applications of fiber optic sensors to
health monitoring in civil engineering,” Engineering structures, vol. 26, no. 11,
pp. 1647-1657, 2004.

L1, W., Fu, F., BartL, A. D., LEunGg, A. Y. T., and PHiprrs, C. E.,
“A study of the noise from diesel engines using the independent component

analysis,” Mechanical Systems and Signal Processing, vol. 15, no. 6, pp. 1165
1184, 2001.

Liu, J., JiN, J., and SHI1, J., “State space modeling for 3-d variation propa-
gation in rigid-body multistage assembly processes,” Automation Science and
Engineering, IEEE Transactions on, vol. 7, no. 2, pp. 274-290, 2010.

103



[74]

Liu, K., , GEBRAEEL, N., and SHI, J., “A data-level fusion model for devel-
oping composite health indices for degradation modeling and prognostic analy-
sis,” IEEE Transactions on Automation Science and Engineering, vol. 10, no. 3,
pp- 652-664, 2013.

Lu, B., L1, Y., Wu, X., and YANG, Z., “A review of recent advances in wind
turbine condition monitoring and fault diagnosis,” in Power FElectronics and
Machines in Wind Applications, 2009. PEMWA 2009. IEEE, pp. 1-7, IEEE,
2009.

Lu, C. J. and MEEKER, W. Q., “Using degradation measures to estimate a
time-to-failure distribution,” Technometrics, vol. 35, no. 2, pp. 161-174, 1993.

MOLINARI, A. and NOUARI, M., “Modeling of tool wear by diffusion in metal
cutting,” Wear, vol. 252, no. 1, pp. 135-149, 2002.

MONTGOMERY, D. C., Introduction to Statistical Quality Control. John Wiley
& Sons, 2007.

NaANDI, S., Torivar, H. A., and L1, X., “Condition monitoring and fault
diagnosis of electrical motors-a review,” IEEE Transactions on Energy Conver-
ston, vol. 20, no. 4, pp. 719-729, 2005.

NELSON, W., Accelerated testing: statistical models, test plans and data anal-
yses. Wiley Online Library, 1990.

Nikias, C. L. and PETROPULU, A. P., Higher-Order Spectral Analysis-A

Nonlinear Signals Processing Framework. Englewood Cliffs, NJ.: Prentice Hall,
1993.

PerTIT, L. I. and YOoUuNG, K. D. S., “Bayesian analysis for inverse Gaussian
lifetime data with measures of degradation,” Journal of Statistical Computation
and Simulation, vol. 63, no. 3, pp. 217-234, 1999.

RAFIEE, J., ARVANI, F., HARIFI, A., and SADEGHI, M., “Intelligent condition
monitoring of a gearbox using artificial neural network,” Mechanical Systems
and Signal Processing, vol. 21, no. 4, pp. 17461754, 2007.

Rao, B. K. N., Handbook of Condition Monitoring. Oxford, UK.: Elsevier,
1996.

RaAo, S., STROJWAS, A. J., LEHOCZKY, J. P., and SCHERVISH, M. J., “Mon-
itoring multistage integrated circuit fabrication processes,” IEEE Transactions
on Semiconductor Manufacturing, vol. 9, no. 4, pp. 495-505, 1996.

REHORN, A. G., JIANG, J., and ORBAN, P. E., “State-of-the-art methods
and results in tool condition monitoring: a review,” The International Journal
of Advanced Manufacturing Technology, vol. 26, no. 7-8, pp. 693-710, 2005.

104



[87]

3]

[89]

[90]

98]

[99]

RoAN, M. J., ERLING, J. G., and SI1BUL, L. H., “A new, non-linear, adaptive,
blind source separation approach to gear tooth failure detection and analysis,”
Mechanical Systems and Signal Processing, vol. 16, no. 5, pp. 719-740, 2002.

SCHEFFER, C. and HEYNS, P., “Wear monitoring in turning operations using
vibration and strain measurements,” Mechanical Systems and Signal Processing,
vol. 15, no. 6, pp. 1185-1202, 2001.

SERVIERE, C. and FABRY, P., “Blind source separation of noisy harmonic sig-
nals for rotating machine diagnosis,” Journal of Sound and Vibration, vol. 272,
no. 1-2, pp. 317 — 339, 2004.

SHANTHIKUMAR, J. G., “Recursive algorithm to evaluate the reliability of a

consecutive-k-out-of-n: F system,” IEEE Transactions on reliability, vol. 31,
no. 5, pp. 442-443, 1982.

SHi, J. and CEGLAREK, D., “Diagnosability analysis of multi-station manu-
facturing processes,” Ann Arbor, vol. 1001, p. 48109, 2002.

SHU, L., APLEY, D. W., and TsuNG, F., “Autocorrelated process monitoring

using triggered cuscore charts,” Quality and Reliability FEngineering Interna-
tional, vol. 18, no. 5, pp. 411-421, 2002.

SHU, L., Tsung, F., and Tsui, K.-L., “Run-length performance of regres-

sion control charts with estimated parameters,” Journal of Quality Technology,
vol. 26, no. 3, pp. 280-292, 2004.

SHU, L., TsunG, F., and Tsul, K. L., “Effects of estimation errors on cause-
selecting charts,” IIE Transactions, vol. 37, no. 6, pp. 559-567, 2005.

Sick, B., “On-line and indirect tool wear monitoring in turning with artificial
neural networks: a review of more than a decade of research,” Mechanical
Systems and Signal Processing, vol. 16, no. 4, pp. 487-546, 2002.

SIDDHPURA, A. and PAUROBALLY, R., “A review of flank wear prediction
methods for tool condition monitoring in a turning process,” The International
Journal of Advanced Manufacturing Technology, vol. 65, no. 1-4, pp. 371-393,
2013.

SLOAN, T. and SHANTHIKUMAR, J., “Combined production and maintenance
scheduling for a multiple-product, single-machine production system,” Produc-
tion and Operations Management, vol. 9, no. 4, pp. 379-399, 2000.

SLOAN, T. and SHANTHIKUMAR, J., “Using in-line equipment condition and

yield information for maintenance scheduling and dispatching in semiconductor
wafer fabs,” IIF transactions, vol. 34, no. 2, pp. 191-209, 2002.

SMARAGDIS, P., “Blind separation of convolved mixtures in the frequency do-
main,” Neurocomputing, vol. 22, no. 1, pp. 21-34, 1998.

105



[100]

[101]

102]

103]

[104]

[105]

[106]

107]

[108]

[109]

[110]

[111]

[112]

TAYLOR, F. W., “On the art of cutting metals,” Transactions of ASMFE, vol. 28,
pp- 31-350, 1907.

THi, H.-L. N. and JUTTEN, C., “Blind source separation for convolutive mix-
tures,” Signal Processing, vol. 45, no. 2, pp. 209-229, 1995.

TonG, L., SooN, V., HuaNG, Y. F., and Liu, R., “AMUSE: a new blind
identification algorithm,” in Proceedings of ISCAS’90, vol. 3, pp. 1784-1787,
1990.

Tsunag, F., L1, Y., and JIN, M., “Statistical process control for multistage
manufacturing and service operations: a review and some extensions,” Interna-

tional Journal of Services Operations and Informatics, vol. 3, no. 2, pp. 191-204,
2008.

TuMER, I. and BAJwA, A. 5 “A survey of aircraft engine health monitoring
systems,” Proceedings of AIAA, 1999.

WaNG, P. and Coir, D. W., “Reliability prediction based on degradation
modeling for systems with multiple degradation measures,” in Reliability and
Maintainability, 2004 Annual Symposium-RAMS, pp. 302-307, IEEE, 2004.

WANG, X., “Wiener processes with random effects for degradation data,” Jour-
nal of Multivariate Analysis, vol. 101, no. 2, pp. 340-351, 2010.

WaANG, Y. and PuaMm, H., “Modeling the dependent competing risks with

multiple degradation processes and random shock using time-varying copulas,”
IEEFE Transactions on Reliability, vol. 61, no. 1, pp. 13-22, 2012.

WHITMORE, G. A. and SCHENKELBERG, F., “Modeling accelerated degrada-
tion using Wiener diffusion with a time scale transformation,” Lifetime Data
Analysis, vol. 3, no. 1, pp. 27-45, 1997.

Wu, C. F. and HAMADA, M. S., Ezxperiments: Planning, Analysis, and Op-
timaization, 2nd Edition. Wiley, 2009.

XI1ANG, L. and Tsuna, F., “Statistical monitoring of multi-stage processes
based on engineering models,” IIE Transactions, vol. 40, no. 10, pp. 957-970,
2008.

YANG, D. and PENMAN, J., “Intelligent detection of induction motor bearing
faults using current and vibration monitoring,” in COMADEM 2000: 13 th
International Congress on Condition Monitoring and Diagnostic Engineering
Management, pp. 461-470, 2000.

YpMma, A., LEsHEM, A., and PW Duin, R., “Blind separation of rotating
machine sources: bilinear forms and convolutive mixtures,” Neurocomputing,

vol. 49, no. 1, pp. 349-368, 2002.

106



[113]

[114]

[115]

[116]

[117]

18]

ZHANG, B., KHAwAJA, T., PATRICK, R., VACHTSEVANOS, G., ORCHARD,
M. E., and SAXENA, A., “Application of blind deconvolution denoising in
failure prognosis,” IFEFE transactions on instrumentation and measurement,
vol. 58, no. 2, pp. 303-310, 2009.

ZHou, J., DJUurDJANOVIC, D., Ivy, J., and NI, J., “Integrated reconfigura-
tion and age-based preventive maintenance decision making,” I1E Transactions,
vol. 39, no. 12, pp. 1085-1102, 2007.

Zuou, R., SERBAN, N. and GEBRAEEL, N., “Degradation modeling applied
to residual lifetime prediction using functional data analysis,” The Annals of
Applied Statistics, vol. 5, no. 2B, pp. 1586-1610, 2011.

Zuou, S., HUANG, Q., and SHI, J., “State space modeling of dimensional
variation propagation in multistage machining process using differential mo-
tion vectors,” Robotics and Automation, IEEE Transactions on, vol. 19, no. 2,
pp. 296-309, 2003.

Zuu, K., WoNG, Y., and HONG, G., “Wavelet analysis of sensor signals

for tool condition monitoring: a review and some new results,” International
Journal of Machine Tools and Manufacture, vol. 49, no. 7, pp. 537-553, 2009.

Zuo, M. J. and TiaN, Z. T., “Performance evaluation of generalized multi-
state k-out-of-n systems,” IFEE Transactions on reliability, vol. 55, no. 2,
pp. 319-327, 2006.

107



VITA

Li Hao grew up in Jilin City, Jilin Province, China. She received the B.S. Degree in
Automotive Engineering from Tsinghua University in 2009 and the M.S. degree in

Statistics from the Georgia Institute of Technology in 2012.

108



