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A Study on a Data Processing and Collection System of
Heterogeneous Smart Factory Equipment using OPC UA Server
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Abstract In relation to the industrial revolution of cars, a smart factory combines ICT, production, and
manufacturing technology and is gradually being applied to education and industrial sites. Therefore,
data related to production and manufacturing are increasing exponentially. The raw data generated in
this way contains information that is invisible to the manufacturing process, but an appropriate platform
is needed to process it due to the huge amount. In this paper, we propose a platform for more easily
and conveniently extracting, accumulating, processing, and analyzing data generated in a system in
which ICT, production, and manufacturing technology converge. We also introduce analysis results from
using it. The proposed platform efficiently collects data generated in the manufacturing process and
utilizes a platform that allows users to easily analyze and visualize data. Time savings of about 50% were
identified and verified as a result of collecting and visualizing data on equipment from domestic small
and medium-sized enterprises (SMEs) of production manufacturers and smart factory education using the

data acquisition platform.
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Fig. 1. Configuration of OPC UA Server with the
conventional methods (a) One controller in
one process line (b) Multiple controllers in
one process line (c) Multiple controllers in
multiple process lines
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Fig. 2. Acquisition and control of data by OPC UA

server in the proposed methods (a) One
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