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industrial revolution, and the convergence of digital and analog accelerates,
smart manufacturing operation management is required to respond to a rapidly

changing business environment, and FOM-BI, a low-cost and customized
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VSM(value stream mapping)
CPS(cyber physical system)
Smart factory

Process

by establishing a smart manufacturing company.

platform, can be an alternative. CPS simulations were conducted and verified
for small and medium-sized food manufacturers, focusing on improvements
made through FOM and VSM analysis. Optimal solutions were found to
improve the non-value-added process, and productivity improvement measures
were derived. The KPI visualization dashboard made it possible to detect
problems in real time and make data-based decisions. Leveraging the FOM-BI
platform will contribute to enhanced corporate performance and competitiveness
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Value Stream Map(Excluding external packaging 2)
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Table 2 FOM simulation improvement results

Reducing 34.2 won of the loss cost
of production and productivity
rate has increased by about 9.3%
Reduction of the loss cost by 217.2 Kwon
Reduction of the loss cost
by 23.6 MWon and down rate has
reduced by 7.2% point

Total improvement

Improve product reject

Reduce downtime
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Fig. 8 Company H virtual factory designed with S-Prodis
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Table 4 2™ Improvement results
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