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Abstract: This article addresses the evolution of Industry 4.0 (I4.0) in the automotive industry,
exploring its contribution to a shift in the maintenance paradigm. To this end, we firstly present
the concepts of predictive maintenance (PdM), condition-based maintenance (CBM), and their
applications to increase awareness of why and how these concepts are revolutionizing the automotive
industry. Then, we introduce the business process management (BPM) and business process model
and notation (BPMN) methodologies, as well as their relationship with maintenance. Finally, we
present the case study of the Renault Cacia, which is developing and implementing the concepts
mentioned above.
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1. Introduction

Stephanos Theodossiades

With the continuous development of Industry 4.0 (I4.0) and its applications, business
models have been adapted to keep up with the incorporation of new technologies. Since
industrial companies are operating in an increasingly competitive environment, with very
short cycles of technological innovation, where process optimization and automation are
pivotal to the company’s survival [1], researchers and managers are called to contribute to
the understanding and description of the phenomenon. While the concept of the intelligent
factory has evolved over time, today it is highly digitalized and interconnected [2,3],
supported by emerging information and communication technologies (ICT), and involves
the operation of the so-called cyber-physical systems (CPS). In this environment, the main
components are usually robotized and connected through complementary technologies,
such as the Internet of Things (IoT), which enables measurement, sensing, control, and
communication in all the manufacturing processes. As a result, it is expected that facilities
can be managed in real-time and with the necessary flexibility to meet continuous changes.
The vision of an intelligent factory will only be possible if machines work properly,
with the desired precision and efficiency. Herein lies the crucial role of maintenance, which
must fulfill the delicate task of keeping machines and their components operational [4].
With the arrival of predictive maintenance (PdM) and condition-based maintenance (CBM)
in the context of I4.0, the whole process changed, creating new challenges and opportunities. At the same time, it is expected that productivity will continue to grow through the
prediction of failures and consequent maximization of the machines’ life cycle [5]. However,
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these new forms of maintenance represent a very complex process and involve an indeterminate number of variables. Here, the use of artificial intelligence (AI) techniques and
advanced algorithms are crucial to gather and interpret the data acquired from the physical
world, namely, from machines. The acquired knowledge, often resulting from the analysis
of large volumes of data, is instrumental in supporting the decision-making process. In
fact, the objective is that the machines reach a self-decision capacity [4] to directly identify
which problems occur and when components need to be replaced. I4.0 can, thus, improve
maintenance decision-making through the employment of industrial sensors and big data
technology, which can lead to a more responsive information system [6]. However, we
need viable solutions to assist the maintenance decision-making process. Its application
to the automotive industry is of paramount importance, as this industry has to comply
with key performance indicators [7] to control the overall manufacturing performance (e.g.,
IATF 16949:2016) [8]. Indeed, the automotive industry invests significant amounts in new
technologies and automation to achieve short lead times, high-quality standards, and high
levels of competitiveness [9].
Similar research has been carried out in the context of intelligent, condition-based, and
predictive maintenance systems, mainly in the context of I4.0 [10–12] and in the automotive
industry [13,14]. However, none of those articles used business process management (BPM)
and business process model and notation (BPMN) to improve the maintenance systems.
The literature shows that BPM and BPMN have gained greater significance, as they promote
better communication and transparency in the decision-making process [15], especially
with regard to the integration of new concepts that need to be understood and accepted by
all the companies’ stakeholders. That said, we developed two research questions (RQ), as
follows:
Research Questions 1 (RQ1). How does BPMN contribute to predictive and condition-based
maintenance?
Research Questions 2 (RQ2). What contributions are identified from the use of predictive and
condition-based maintenance in the automotive industry?
The next section focuses on the literature review, where the most relevant concepts
are presented; following, we make some considerations about the methodological process
and focus on the results of the case study; in the last section, we present the conclusions,
where the practical and theoretical contributions of the work are evidenced.
2. Literature Review
This section presents the most relevant concepts, namely the I4.0 principles and technologies, as well as how these technologies trigger changes to the maintenance paradigm.
It also discusses the theoretical framework, which includes the concepts of CBM, PdM,
BPM, and BPMN.
2.1. Brief Considerations of I4.0
Industries are the part of the economy that produces typically highly mechanized
and automated material goods [16]. However, the concept of an industry can be traced
back to the end of the eighteenth century, with the first industrial revolution (Industry 1.0),
characterized by the introduction of mechanical manufacturing systems utilizing water
and steam power [17,18]. Almost one century later, in 1870, the electrification and labor
division led to a second industrial revolution (Industry 2.0), evidenced by mass production
and assembly lines that used electric power [17]. Following, the need to increase the
efficiency of the production process led to the third industrial revolution (Industry 3.0)
that was shaped by the introduction of electronic and ICT systems for automation [17],
which represents the basis of all changes in the production paradigm. The continuous
developments of ICT also led to the introduction of CPS, the core of the latest and current
industrial revolution (Industry 4.0) (Figure 1).
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Appl. Sci. 2021, 11, 3438

4 of 16

technologies, such as near field communication (NFC) or radio frequency identification
(RFID). It is, therefore, possible for physical devices to be connected to each other (e.g.,
NCF) and/or by networks (e.g., IoT), so that it is feasible to obtain information from sensors
or processes throughout the plant and store it in cloud-based data centers [33]. In addition,
data production has reached unprecedented levels in many domains and has not been
restricted to industry [34]. In the industry domain, though, the development of Big Data
analysis techniques and technologies aims to promote the interpretation of data (i.e., that
the data makes sense) that is usually collected from a wide variety of heterogeneous sources
(e.g., sensors, temperature, voltages), increasing its complexity. The concept of the Internet
of Services (IoS), sometimes identified as an extension of the IoT, is also involved in the
exchange of information, adding a service-focused view to production [10]. Therefore,
it is evident that the technologies mentioned are not only changing the paradigm of the
production process but are also impacting the entire supply chain [35], from transportation
to logistics, through health, and even maintenance and diagnosis [36].
After the 2nd industrial revolution, engineers and industrialists started working on
developing methods to optimize production in the search for a balance between cost reduction and quality increase [37]. As a result of mass production, machines and their
components began to experience greater wear and tear and, consequently, higher degradation, making its mitigation a growing concern in order to ensure continuous and flawless
production [5]. Thereat, the concept of maintenance finds its centrality in the industrial
world. Perhaps, the best-known typology is the run-to-failure (R2F) or, also known as,
corrective maintenance (CM) [38]. This type of maintenance essentially consists of repairing a machine only when a particular failure is detected, which typically implies that this
equipment will stop producing when it is being repaired. Its underlying advantage is that
the machine or component will exceed the maximum period of use that the supplier has
stipulated. However, there is no way to avoid the unplanned shutdown of the machine
and the consequent interruption of production [4]. To avoid breakage due to maintenance
stops, the time-based (TM) or preventive maintenance (PM) was introduced. In PM, time
planning or process iterations are foreseen for carrying out inspections and maintenance
according to a schedule [38]. PM is commonly identified as the best form of preventing
failures [38], but there is no learning about the machine’s degradation profile for future
actions [33], as well as a long suspension time and high operating costs [4]. Recently, with
the emergence of I4.0, companies were able to start breaking the scenario of compensation
between maintenance cost and performance with the use of condition-based maintenance
(CBM) and predictive maintenance (PdM) [5].
Figure 2 summarizes the characterization of the three basic types of maintenance. As
can be seen, the actions taken by the industrial engineer in the corrective maintenance take
place after the failure occurrence; on the other hand, there are also preventive maintenance
activities that can be applied in the pre- and post-failure periods; finally, predictive maintenance deals with errors in advance. Disruptive maintenance technologies are transforming
all types of industries, in particular the automotive industry. Therefore, these technologies
are changing traditional business models into more competitive models [30].
2.3. Condition-Based and Predictive Maintenance
Advances in the automation and integration of mechatronics in industrial machines
have enabled real-time information about their status and functioning, namely through
sensors [39]. CBM is a maintenance program that recommends maintenance decisions
based on the information collected through condition monitoring. It consists of three main
steps: data acquisition, data processing, and maintenance decision-making [40]. Thus,
sensors have promoted predictive maintenance typologies, since CBM involves a prior
assessment of the asset’s condition, monitoring significant parameters for its operation.
According to the Portuguese standard NP EN 13306:2007—Maintenance terminology, this
monitoring can be made according to a predefined calendar or according to a certain
number of units of use of the equipment, serving as a reference for future actions.
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is in this regard that the application of modeling and management tools, such as BPMN
in the maintenance process becomes useful, as is its use in other industries [52].
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3. The Case Study of Renault Cacia Factory
This article follows qualitative, exploratory, and descriptive case study research.
Specifically, it investigates the maintenance projects at a well-known Renault factory
(also known as Renault Cacia) that has been operating in Portugal for over 40 years [62].
Given that case studies typically aim to understand and describe a particular real-life
phenomenon [63], the choice of Renault Cacia as the unit of analysis seemed appropriate.
First, it is a reference in the international segment of the automotive industry, producing
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large volumes of gearboxes and other mechanical engine components. Further, it carries out
several successful maintenance projects that end up justifying the relevance of this research.
Through the use of several data collection techniques, ranging from semi-structured
interviews to participant observation and analysis of organizational documents, we sought
to understand how the latest maintenance projects were carried out at the factory. Thus,
this study reports on the: (1) contributions of the project leaders, operators, maintenance
group, and elements of the engineering department; (2) analysis of the operators’ behavior
and reactions to the implementation of new maintenance projects at the factory; (3) analysis
of the technical documents of the test bench, notably the component maintenance plan,
the technical recommendations of the factory suppliers and the Failure Mode and Effect
Analysis (FMEA) reports.
The group of interviewees included informants with high technical knowledge and
who could observe the phenomenon from different angles. As such, they were chosen
from different areas, i.e., project leader, maintenance group, and engineering department.
We used an interview protocol that served to establish a consistent standard to compare
participants’ responses, assisting in identifying and mitigating inconsistencies [64]. The
interviews were transcribed and discussed with all informants so that there were no errors
in interpretation and to understand all contextual details, a procedure that allowed to
increase the research validity [65]. It is worth highlighting the valuable contribution of
Renault engineers, who actively participated in the validation of the article results.
The participant observation and documental analysis were very relevant as secondary
sources in that they allowed corroborating the information collected through the interviews [66]. The participant observation was useful because it allowed seeing the phenomenon first hand, but also because it allowed close interaction with operators. To corroborate the data collected from the interviews, we photographed a series of maintenance
activities [67]. A diary was used [68] to record all observations in loco (i.e., description of
the photographs) and informal conversations that occurred throughout the research. This
data collection source allowed to clarify issues that were raised during the interview phase.
Lastly, the official documents (e.g., FMEA reports) associated with the project enabled a
better understanding of the overall process and associated technologies. The secondary
sources allowed to increase the research’s reliability, as they contributed to triangulate and
corroborate the data obtained during the interviews phase [66].
The studied process includes a part of the JT4 gearbox project, namely, one of its
components—the JT4 mechanism crankcase (MC). This structure is a metallic container of
a single reference that protects and fits into other gearbox components, as can be observed
in Figure 4.
The initial step of the research was to understand the manufacturing process of the
crankcase mechanism, whose line is called module 1 (M1). Renault Cacia buys the raw
parts abroad, which logistics providers transport to the storage area of the production line
using automated guided vehicles (AGV). The operator responsible for starting the M1 must
order parts to supply the line through the Renault Order Management System (RSGP) and
validate the containers’ arrival by zipping the accompanying label called GALIA. Then,
the parts are sent to operation, where vertical and horizontal machining of the workpiece
is performed. The parts pass through the washing machine to remove impurities and
residues from machining operations. There are two control posts at the end of the line
to check the product’s quality, measuring seal and quality. If it complies, the operator
zips the finished product containers, which are then transported again via AGV to the
corresponding finished product warehouse. Otherwise, the MC is sent to nonconforming
products’ screening mat, where it is later analyzed. The process described above is relevant
to contextualize and understand the sequence of module 1 and bridge with the next section
(i.e., Results and Discussion).
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Changing the maintenance paradigm to improve productivity and reduce costs
Renault has long known that achieving high productivity levels is crucial, and, thus,
failures in product quality and delivery times cannot be tolerated. In this context, equipment maintenance plays an increasingly important role because if machines are optimized
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and working at approximately 100%, Renault is closer to meeting its manufacturing objectives and its commitment to customers and suppliers.
However, this is a challenging assignment to achieve, in particular, when using the
concepts of corrective and preventive maintenance. Given the excessive number of periodic
inspections, emergency stops, and equipment downtime, which compromise performance,
Renault decided, with the help of technologies from I4.0, to introduce the concepts of PdM
and CBM in its facilities.
To better understand the subject area, the first step was to carry out extensive scientific
research with the help of an external company. It was easy to conclude that this new
maintenance paradigm has unequivocal advantages, as long as it is well applied and
integrated into the organization, which is in line with the arguments by Lee et al. [4].
Thus, Renault went on to an experimentation phase, using, among others, the MC JT4 line,
namely the machines already mentioned previously, as a test pilot.
As this research was carried out in light of the maintenance concepts and practices used
at Renault Cacia, the need to create a standard operating procedure was identified, referring
to the activities inherent to each maintenance process. In this regard, we sought to develop
a more intuitive comparison between preventive and conditioned/predictive maintenance
and promote better communication of the maintenance process so that all stakeholders
could have shared knowledge. Thus, the proposed challenge was to introduce the BPMN
notation that mainly helped to visually compare the differences between the preventive
and CBM/PhM maintenance process (see Appendix A). The changes were evident to the
extent that it was possible to verify that the actors used practices of continuous verification
of the production equipment, namely through systematic inspections, which involved long
hours of work. Most of these actions were unnecessary and involved high operating costs.
That is, while in preventive maintenance, industrial operators and engineers played a role
in collecting and analyzing data on-site (and the consequent equipment shutdown), the
predictive and condition-based maintenance automated the process through the action of a
monitoring system and an information system called “Smart Observer”.
To illustrate the advantages of CBM/PhM, we will present two cases at the end of
this section. In the first case, Module 1 required an initial financial investment in sensors
and a corporate network, motivated by the incorporation of predictive technologies. The
latter allowed for timely intervention in Module 1 and, therefore, prevented an unexpected
stoppage of the machines for 24 h, which resulted in a return of approximately 70% of the
initial investment. Thus, it was possible to recognize that the use of CBM/PhM practices in
the automotive industry, in addition to reducing lead times, improving quality standards,
and increasing competitiveness, as mentioned by Voisin et al. [9], also drastically reduces
operating costs. The second case is very similar to the first one; however, the percentage of
savings is much higher, which was about 200% of the initial investment.


Condition-Based Maintenance Techniques in Renault Cacia

In the CBM concept, several parameters can be controlled through monitoring. That
is, CBM involves making decisions about maintenance or repair based on the actual deteriorating conditions of the components [72]. The most advanced and impactful predictive
techniques in the industrial sector to date are vibration analysis [45], ultrasound [42],
thermography [44], voltage [43], dynamic pressure, and visual inspection.
In the case of Renault Cacia, namely in M1, it started by implementing pressure
and temperature measurement techniques. In particular, the pressure technique was
implemented in the hydraulic system of all 12 manufacturing machines to detect irregular parameters in the exchanger, the oil pump, or the hydraulic material. As for the
temperature analysis, it was implemented in three different areas: refrigeration, where
malfunctions can be caused by leaks, poor ventilation, and low temperatures; hydraulic,
where anomalies detected can be associated with several hydraulic materials; electrical
panel, where the detected problems may be related to the door not being closed, poor
ventilation, and inadequate power modules. The implementation of these techniques in
Renault Cacia reinforces what has been described in the literature that CBM is practical
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to implement [57,58], notably in the automotive industry. Nevertheless, it increasingly
requires greater use of various disciplines in the maintenance field, such as AI [73].


Condition-based maintenance and predictive maintenance practices in Renault Cacia

PdM essentially aims to complement the CBM purpose by assisting in decision-making
regarding equipment repair actions. The monitoring of parameters above gives rise to a
large set of data, which is then collected by the Renault server (i.e., Smart Observer). The
monitoring system is composed of sensors, which continuously collects data of critical
parameters of each machine. Subsequently, this data is sent via corporate networks to
the central server. The Smart Observer then automatically collects the data in real-time,
analyzing and presenting it via dashboards, which allow a graphical depiction of the
values collected by the sensors. Thus, it is expected to eliminate most of the periodic
inspections, a characteristic of the preventive practices, maximizing the life cycle of the
machine components. With this system, it is also possible to promptly detect failures
by early identifying anomalies in the equipment, resulting in financial and operational
benefits. In short, it is possible to infer that this practice (i.e., monitoring systems and Smart
Observer) automates and digitalizes maintenance activities, resulting in greater speed and
operational efficiency with regard to maintenance actions. It also eliminated mentioned
periodic inspections and manual troubleshooting operations of the machines in Module 1,
as maintenance is now performed only when a particular component reaches a state that
will lead to its failure.
The CBM consists of defining limits that the measured values must not exceed so that
machines work in optimal operating conditions. This was Renault Cacia’s main challenge
in the server operationalization process since each asset (machine) is particular and must
operate within a specific range of values, which means that its functional limits will also be
different. Indeed, this may be similarly true to most automotive industry companies, as
they have machines with different production specifications, which increases the degree of
complexity of the analysis.
Following Sakib and Wuest [5], the Renault Cacia team defined two upper limits, the
alert, and the alarm. The first, when exceeded, will give rise to an alert notification, meaning
that certain equipment started to operate at values higher than those allowed under normal
conditions. If this anomaly is not resolved and continues to evolve, it triggers a more severe
notification, an alarm. As soon as the first notification occurs, the maintenance group
employees must begin to identify which problem has arisen and whether it can be solved
without replacing a component of the machine, then acting on the conclusion that they
reached. These limits, together with the values of the collected data, are represented using
time-based graphs, which help to detect anomalies in the machines in an intuitive way and
without the need for contact with the physical world.


Case 1: Problem-solving in Module 1

Bearing in mind that Renault machinery is subject to high wear and tear, machines will
have to undergo several maintenance operations. An example of this case study is related
to the occurrence of an anomaly in the electrical panel during the month of November of
2019. The maintenance group first received an alert notification on all six DMG machines
of M1, where they could see that they had higher temperature values than those accepted,
which should be below 40 ◦ C. After an investigation in the shop floor, where the condition
of one of the DMG machines was first analyzed, it was found that its ventilation was
inadequate, resulting in higher temperature values (Figure 6). This problem was confirmed
on the remaining machines, which led to the replacement of the external fans on all six
DMG machines.
The previous graphs (Figure 6a,b) show the condition of machines before and after
the maintenance operation. In Figure 6a, it can be observed that some of the lines, which
represent the temperature, are above 40 ◦ C. From this moment, the engineering team
realized that something was wrong with the six DMG machines of M1. In Figure 6b, it
is evident that the measures implemented allowed to make corrections on time (i.e., fan
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was inadequate, resulting in higher temperature values (Figure 6). This problem was confirmed on the remaining machines, which led to the replacement of the external fans on
replacement) and before it caused significant damage to the Renault industrial machines
all six DMG machines.
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5.2. Future Research
It can be interesting to develop new dynamics in the automotive industry by applying
AI technologies (i.e., machine learning) to enable machines to learn from the collected
data and to predict what will happen next, instead of having actions fully programmed
and controlled by humans. Another alternative may be the inclusion of a hybrid system,
where AI-based machines perform analytical-cognitive tasks based on the collection of
a large volume of data. While, in the first stage, industrial engineers can be in charge
of the decision-making process, machines can develop the ability to learn and act in the
subsequent phases.
Author Contributions: Conceptualization, J.F.; methodology, J.F. and J.R.; software, J.F.; validation,
J.R.; formal analysis, J.F. and J.R.; investigation, J.F.; resources, J.F.; data curation, J.F.; writing—original
draft preparation, J.F.; writing—review and editing, J.R.; visualization, J.F.; supervision, J.R.; project
administration, J.F., J.R., N.M., L.T. and M.A.; funding acquisition, N.M. All authors have read and
agreed to the published version of the manuscript.
Funding: This work is funded by National Funds through the FCT—Foundation for Science and
Technology, I.P., within the scope of the project Ref. UIDB/05583/2020. We would like to thank the
Research Center in Digital Services (CISeD) and the Polytechnic of Viseu for their support.
Institutional Review Board Statement: Not applicable.
Informed Consent Statement: The research was carried out under the cooperation protocol UA.RC/
02/09/2019, which was established between the University of Aveiro (UA) and Renault Cacia.
Data Availability Statement: The data used in this study was collected by the authors, any questions
or clarifications can be addressed to: reis.joao@ua.pt.
Appl. Sci. 2021, 11, x

Conflicts of Interest: The authors declare no conflict of interest.

Appendix A

Figure A1. Preventive maintenance
Figure
maintenance action
action plan.
plan.

14 of 17

Appl. Sci. 2021, 11, 3438

14 of 16

Figure A1. Preventive maintenance action plan.
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