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1. Introduction 
Nowadays, the continuous technological innovations and the growing consumerism 
accelerate the rate at which products are replaced, causing the exponential increase in the 
production of waste and landfills’ saturation. The production processes of many products, 
however, requires a large amount of non-renewable resources and of substances that 
represents a potential threat to environment and human health if those products are not 
recovered or disposed of properly. This situation has turned on the environmental 
awareness of consumers and sensitized legislator from different countries to enact and 
implement specific laws and directives for the management of the end of the life cycle of 
products and to regulate the employment of hazardous materials. However, although 
disposed product represent a threat, they represent, also, a resource for companies that have 
to manage them, more if the recovery activities are properly integrated into the product’ 
design phase and manufacturing activities. In fact this situation is pushing toward new 
profit models, based on an integrated product life cycle management. The innovative 
policies oriented to recover disposed products on the one hand improve the efficiency in 
natural resources consumption, but on the other hand show new business opportunities to 
original equipment manufacturers and third-party companies. Among the different 
recovery options, remanufacturing is an important and interesting one. The aim of this 
chapter is to increase the wealth of technical/managerial ability to integrate the production 
cycle of new manufactured products with the recovery of discarded products In particular 
the multifaceted field of remanufacturing will be targeted identifying those strategic factors 
making the remanufacturing business sustainable from an economic point of view. In the 
second section the various models for an integrated product life cycle management will be 
presented together with the several recovery options. A brief discussion will be conducted 
on the impact of these choices on configuring a reverse logistics network. In the third section 
a profile of the remanufacturing industry has been drafted considering in particular its 
model of business. In fact, factors that have led various OEMs to undertake remanufacturing 
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programs on their products are different and in many cases dependent on actors’ 
geographic location and the product category. Although many companies have started this 
activity as a mere compliance against increasingly compelling regulations aimed at products 
recovery, the empirical evidence shows that in the most successful cases companies simply 
tried to seize business opportunities already identified on that market. Companies 
designing remanufacturing programs within an integrated business model, with the aim to 
build a durable competitive advantage, put profit before legislative requirements and 
incentives. The purpose of this section, then, is to dissect the business of remanufacturing in 
order to highlight their strengths and weaknesses, its opportunities and its dangers. In the 
forth section we sum up some results of this study and future possible developments. 

2. The recovery of the product at the end of life phase 

The recovery of the product ,as an alternative to traditional disposal, is a response to 
environmental damage caused by the disposal of end of life products. Product recovery, in 
fact, minimizes the demand for energy and raw materials and the environmental impact of 
waste, and also provides the opportunity to start a profitable business. Therefore, 
environmental issues, eco-sustainability and production cost aspects are linked together. 

Product recovery implies reviewing the management logic of product lifecycle, from an 
"open" production system to a "closed" one of variable length [1]. In the open loop logic, the 
process starts by taking resources from the ecosystem, when raw materials and energy are 
channeled into the transformation process, and ends with landfill disposal or incineration 
process. This situation is sustainable only if the natural resources consumption is lower than 
eco-system's ability to regenerate them. 

On the other hand, in a closed loop supply chain some recovery activities delay the product 
disposal by starting new production cycles on the product, its part and components or raw 
materials. The adjective "closed", however, should not suggest a completely self-sufficient 
system, since the use of new resources is almost always necessary at each new cycle and it is 
related with the recovery option considered. Undoubtedly such a new approach to product 
lifecycle management improves the efficiency of the exploitation of natural resources and 
opens, at the same time, new business opportunities. The end of life phase is transformed 
into a testing time, to establish the most suitable recovery option to extend the product’s 
useful life. (Figure 1). 

Products at final stage of their lifecycle, can be recovered in many ways and with different 
levels of efficiency in exploiting natural resources. In literature, these recovery options can 
be found (Figure 2): 

 reuse; 
 restoration; 
 refurbishing; 
 remanufacturing; 
 cannibalization; 
 recycling. 
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Figure 1. Open loop and closed loop supply chains [1] 

 
Figure 2. Recovery options in a closed loop supply chain [2] 

The recycling process is at the lowest level of recovery efficiency, it allows to recover only 
raw materials but not the added value of production cycle. Higher efficiency options, where 
the whole product, part or components are recovered, are reconditioning, remanufacturing 
and cannibalization. Intermediate options, are repair and reuse. A closed loop system 
consists of distribution, product recovery and waste management. The products and/or 
components, that come back through the reverse logistics channels, can be directly sold, 
recovered or disposed off. 
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2.1. Remanufacturing 

The original definition of the remanufacturing concept is due to Robert Lund, professor at 
Boston University, a luminary in the study of this sector. His contribution paved the way for 
a systematic study of this recovery option. In literature there are many definitions of the 
remanufacturing concept [3,4] and a meaningful one is: "….remanufacturing is an industrial 
process whereby products referred as cores are restored to useful life. During this process 
the core pass through a number of remanufacturing steps, e.g. inspection, disassembly, part 
replacement/refurbishment, cleaning, reassembly, and testing to ensure it meets the desired 
product standards” [5]. 

The previous definition clearly refers to remanufacturing as a process, a set of linked activities, 
rather than a single step aimed at restoring the performance of a product. The same cannot be 
said, for example, for repair or reuse, which are simply defined as an activity. 

This option is applied firstly to electronic and mechanical products and components, as they 
maintain, when recovered, a relatively high added value with respect to the market 
evaluation or to their original cost [6]. Gaudette and Giuntini consider this practice as the 
most evolved form of recycling: "…It Conserves not only the raw material content but also 
much of the value added during the processes required to manufacture new products " [7]. 
In fact, the energy used to remanufacture a product, basing on a study of Lund, is, on 
average approximately 20-25% of that required for an ex-novo manufacture, while the 
remanufacture cost is equal to about 60% of the original [8,9]. 

In Figure 3, the fundamental differences between the options of remanufacturing, 
reconditioning and repair are depicted, basing on three dimensions: warranty, product 
performance and content of work needed. 

 
Figure 3. Hierarchy of recovery processes of a product intended for a secondary market [10] 
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The entire remanufacturing process can be decomposed in three sequential sub processes: 
disassembly, overhaul, reassembly. “The coordination of these sub-systems is key for a 
successful production planning and control system” [11]. 

2.2. Analysis of the remanufacturing process 

According to Steinhilper [12] and Sundin [5] the activities composing a remanufacturing 
process can be divided into (Figure 4): 

 disassembly; 
 inspection; 
 sorting; 
 cleaning; 
 reprocessing; 
 reassembly; 
 checking and testing. 

 
Figure 4. A generic remanufacturing process [5] 

Empirical evidence shows that companies, involved in remanufacturing activities, organize 
their processes in different ways. Although the sequence disassembly -restore-assembly 
appears to be a fixed point, activities such as inspection, cleaning or testing  have not an 
unique position into the process. The sequence, therefore, must be chosen considering the 
recovery process, the characteristics of the product, and the technology available for 
treatment. 

The disassembly activity is located upstream of the entire process and it is extremely critical, 
since its implementation directly affects the quality of recovered material for successive 
activities. This step plays a central role in preserving the value of recovered cores. The main 
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reasons for that are high incidence of manual labor, necessity of specialized equipment or 
time required. These issues are directly influenced by the design quality and its capability to 
respond not only to customer requirements but also to recovery necessity with higher 
environmental-friendly criteria. Several researches report that this phase is mainly carried 
out in a manual way, while the use of automation occurs only in case of large batches of 
standardized products [13]. The disassembly activity could be more complicated, if 
conducted by a third-party operator as it must develop a reverse engineering, rarely having 
access to OEM specifications. 

The inspection and sorting phases are closely related: the second activity can be seen as the 
completion of the first one. The result is the sorting of cores into three subgroups: 

 "as is" reusable cores without need of revision; 
 Recoverable cores, for which a refurbish activity is necessity; 
 Not recoverable cores. 

After inspection and sorting, it is possible to proceed to the cleaning phase of recovered 
parts. Cleaning goes beyond the elimination of dust and dirt from components [12]. Many 
cleaning processes cannot derive from the common ones of manufacturing processes. 
Therefore, the development of new ad-hoc solutions is necessary. As new methods are 
developed, they are more and more environmental friendly. It is crucial to implement such 
an operation with techniques and products that do not affect the component quality and 
combine a low environmental impact. 

Reprocessing activities involve all those operations necessary to the component to provide 
a planned performance (or even higher if compared to new ones). The technical tools 
normally used are the same of manufacturing processes. The small size of batches can 
lead to the prevalence of manual work. There are some cases in which production lines, 
used for manufacture new products, have been "updated" to remanufacture recovered 
products. 

The reconditioned components represent a large part of the remanufactured product. In 
order to limit the use of new parts, many times, the number of disassembled units can be 
increased if compared with the units to be re-assembled with the aim to recover enough 
parts from the cores. 

The reassembly is the final phase to obtain remanufactured products. The greatest difficulty 
arises from ensuring a continuous flow, quantitatively and qualitatively adequate, in order 
to avoid blocks or slowdowns, inevitably resulting in higher costs and lower profits. The 
reassembly operation can be carried out with reprocessed or reused components, with new 
components or with cannibalized components. A monitoring problem arises as it is 
impossible to know in advance how many components can be reused or reprocessed. A 
possible solution is to purchase and store new components in case of need. However, this 
solution is not always suitable, because it increases the inventory level and obsolescence 
problems. It can be difficult to coordinate the reassembly of the various parts, if the 
reprocessing lead-times are uneven. 
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At the end of the whole process, there is a testing phase to ensure the achievement of quality 
standard set for this kind of products. Testing in remanufacturing contexts affects all 
products and is more rigorous than the random sampling in new products case. 

2.3. Managerial issues of the remanufacturing process 

Remanufacturing systems have a high level of uncertainty and complexity if compared to 
the traditional production systems. The management of these aspects makes the role of 
planning and control systems critical .In fact, companies, involved in remanufacturing 
activities, have to face a series of problems that limit the efficiency of their production 
process. These problems are typical of this sector and cannot be addressed by the traditional 
tools of planning and control. In literature, several technical and management issues have 
been identified [14]: 

 difficulties in disassembly of the product; 
 uncertainty about the quality of returns; 
 difficulties in matching of the parts; 
 uncertainty in working cycles and processing times; 
 the lack of correlation between returns and demand; 
 uncertainty in quantities and timing of returns; 
 configuring and managing a reverse logistics network. 

From the Table 1 it can be argued that these features impact at various levels on the 
management of remanufacturing systems and in particular on the planning and production 
control activities. 

 
 
 

 
 

Table 1. Relationship between production planning and control activities and the characteristics of a 
remanufacturing system [14] 
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3. Remanufacturing as a business sector 

3.1. Features of a remanufacturable product 

Virtually every manufactured product may be remanufactured at the end of its life cycle. 
However, aspects such as the business model or product’s design makes remanufacturing 
a certain product more profitable than others, or in some cases totally not convenient. 
Literature has tried to trace the profile of a remanufacturable item, using some 
parameters. 

The main orientation of the research activities on this subject has been, not only to evaluate 
the "remanufacturability" from a strictly technical point of view, but also to verify the 
conditions that allow a sustainable business for the company. Parker identifies three key 
parameters for remanufacturable products [15]: 

 the intrinsic value, the market value of the product being  reprocessed; 
 the re-constructability, the ease of disassembly a product and then its assembly at the 

end of recovery process; 
 the evolution rate, the speed at which new variants of the product are launched on the 

market. 

Basing on these parameters, Parker recommends a legislative intervention intended to allow 
the reuse of components into new products, investments in research to develop the Design 
for Remanufacturing (DfRem) and the development of a system of services to extend 
product’s lifecycle and, if possible, to update it from a stylistic and functional point of view 
[15]. 

Robert Lund  identified 75 categories of remanufacturable products and developed 
reference criteria also confirmed by subsequent research [6]. 

These criteria are: 

 the product is durable; 
 the product has only failed in its functionality; 
 the product is standardized and consists of interchangeable parts; 
 the added value at end of life, is high; 
 the cost to obtain the core is low if compared with the remaining intrinsic value; 
 the product’s technology is relatively stable over a period of time that exceeds the single 

lifecycle; 
 the consumer should be informed about the availability of remanufactured products, so 

to create an adequate demand on the market; 
 a technology exists to remove parts from products without damaging them and to 

restore the product. 

Sundin identifies in a empirical way four relevant characteristics of product/component to 
simplify the implementation of activities required in a process of remanufacturing [5]: 
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 wear resistant; 
 easy to identify; 
 easy to remove; 
 easy to be reprocessed. 

These analysis provide a valuable support to identify those concerns during the design 
phase to facilitate a proper and simple reprocessing at the end of life. 

In the current scenario, there is also the additional requirement of a minimum market value 
for certain categories of products, to secure a profit at the end of reprocessing. In fact, only 
on this condition, today, remanufacturing may be considered as an attractive business and 
not only conceived for environmental issues, but physiologically in loss. The low profit 
margin is due to the high labor cost involved in the various recovery options. This, however, 
should become secondary in the future thanks to the  increased volumes of products to be 
treated with positive implications on economies of scale and experience, as well as the 
degree of automation in the process [16]. 

3.2. Remanufacturing business figures 

The remanufacturing business was born in United States during the Great Depression of 
the'30s and achieved the final consecration during the Second World War, when the plants 
were converted to military commitments. Most of the available resources were reserved for 
war needs, while those for civilian use were very low. In this context, to balance the 
decreasing in supply of new products,  used products were reprocessed extending their 
useful life.  

This recovery option is currently used for several categories of products among which: 

 Aerospace and aeronautical; 
 Automotive ; 
 Industrial machinery; 
 gaming machines; 
 data communication systems; 
 robot; 
 electrical and electronic equipment with high residual value ; 
 compressors; 
 office supplies; 
 copiers; 
 printer cartridges; 
 musical instruments; 
 refrigeration appliances; 
 ATMs. 

As it can be seen from the above list, the remanufacturing field mainly concerns consumer 
and durables goods for professional use. This recovery option has had, until today, a little 
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impact on consumer goods. On these products, in fact, aspects such as fashion design or 
status, have a strong relevance on the purchase decision. 

Today, remanufacturing is widespread in the sector of high value and high technology 
products. In addition, this recovery option thrives in those sectors that have adopted the 
concept of Product Service Systems (PSS), the costumer has access to the service provided by 
the product, without having the property of it. In this case, when the product is no longer 
able to deliver its performance, it is recovered to be used by other costumers, satisfying 
shared goals of longevity, durability and performance. 

The remanufacturing industry is defined by Lund as an "hidden giant", in fact many 
companies operating in this sector is not devoted exclusively to remanufacturing activities, 
but practice them as an aftermarket service.  

Data on the remanufacturing sector are rather difficult to find, because of the overlapping 
between Original Equipment Manufacturers and remanufacturers, among which there are 
OEM and "third party" operators, independent or working on commission. However, the 
potential  growth of this business is very high, especially in new sectors and in the EU 
market, where it has so far been undervalued. 

 
Table 2. Distribution of companies engaged in remanufacturing by industry sector [17] 

Basing on the research of Lund [17] the majority of companies engaged in this activity are 
independent actors with OEMs playing a restrained role. From Table II. 1 it can be argued 
that most of the US remanufacturers operate in the automotive sector, about 70% of the 
total. No coincidence that the automotive industry has a long tradition in the recovery of 
engines, but also of other vehicle parts, which can be used in several lifecycles before the 
final disposal. However, Table II 1 refers to data older than ten years. Today it is estimated 
that the weight of the automotive sector has been reduced in favor of other product 
categories such as office supplies or photography. 
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Turning to specific examples there are independent firms such as Flextronics, a US firm, 
with an international vocation and a comprehensive know-how to recover printers, PDAs, 
cell phones, medical equipment, notebooks and desktops. 

About the OEMs, Xerox is a global leader in the remanufacturing of photocopiers and other 
office equipment, whose return is secured by lease sales [18]. The greatest obstacle to the 
success of remanufacturing program, according to officials, has been the spread of the idea 
among some customers that products containing some used parts, may be less in terms of 
performance to products consisting exclusively of new parts. The unique process, the 
technologies used and the product’s warranty should ensure that all products regardless of 
the presence of remanufactured parts, have the same quality standards, the same 
performance and the same reliability. Other companies like Kodak and Fuji normally 
practice this option on disposable cameras returning for the development of films. 
Caterpillar, involved in this business from 1972, recorded in 2005 for "Remanufacturing 
Division a revenue of $ 1bn. Other well-known brands involved in this field are General 
Electric, Boeing, Deere, Navistar, HP and Pitney Bowes. In the U.S., however, the larger re-
manufacturer still remains the Department of Defense. 

Basing on these data it can be noted an intense activity, which, however, is still restricted 
within specific business ambits. Only in particular cases and conditions, products are 
recovered on a large scale. However the remanufacturing process has difficulty to come out 
these limited areas and it is struggling to establish itself as an industrial application on a 
large scale, beyond the traditional sectors in a consumer goods application. 

3.3. Business model 

3.3.1. Value proposition 

Remanufacturing companies tend to frame the satisfaction of customers’ need by placing on 
the market a product that optimizes also its life-cycle costs. More than through the selling 
activity, they try to create value providing a service through the product in a Product 
Service System concept, “a system of products, services, infrastructure and support network 
designed to be competitive, satisfy customers and have a lower environmental impact than a 
traditional business model” [19]. 

This business model has a central focus on customer satisfaction and value creation, keeping 
in mind that these results are not achieved only through technological development, but 
also emphasizing the contribution of intangible assets such as intellectual property, image, 
brand, design or style. These aspects, in fact, help the company to differentiate its products 
from the competition, improving the degree of "customization" of supply and strengthening 
the relationship between supplier and consumer. 

The PSS model is widespread in various business sectors, where the relationship between 
consumers and companies can be articulated according to the three main approaches in 
Figure 5 [20]: 



 
International Trade from Economic and Policy Perspective 220 

 product orientation, where the product sale  is also associated with additional services 
such as maintenance contracts and end-of-life repurchase agreements to ensure the 
functionality and the conservation of the product; 

 user orientation, where the product still remains central in the relationship but the 
service provider has the property of the product, that is available to consumers through 
various contractual arrangements such as leasing etc.; 

 result orientation , where the supplier and the consumer agree on a service delivery 
(without specifying a particular product). 

 
Figure 5. The product-service concept [21] 

Whatever is the orientation of the company, in general the value proposition relies on a 
combination of product and service with different weights. “The orientation to result, 
however, is the most popular definition and the most sophisticated interpretation, and with 
the greatest potential for a PSS model" [22]. 

In remanufacturing case, the value proposition is based more on a performance value than on 
product’s property. Corresponding to low economic sacrifices there are functional and psycho-
social benefits. A PSS model emphasizes the de-materialization of the offer and the strict 
relationship with the consumer. The company’s competitive vision moves towards a product 
life-cycle perspective that starts from the product development and production, passes 
through additional services delivery, and ends up with product recovery or final disposal [23]. 
In addition, a co-creating value process is highlighted: the end user is requested to work 
together and more closely to the supplier, moving from a logic of satisfaction based on 
property of the product to one based on access to benefits deriving from its functionalities [24]. 

Those producers, providing a combination product / service through the remanufacturing 
option, focus, of course, on the product’s use and on end of life phases aiming at a cost 
reduction. In this perspective, in fact, many levers of profit for a traditional business (i.e. 
supply of spare parts and maintenance service) are transformed into additional costs that 
the company must internalize. Considering that a product will have multiple life cycles, a 
correct life cycle cost/benefit analysis must take into account not only the initial cost (to 
which apply the markup), but also those costs related to the whole useful life of the product 
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and the corresponding revenues. The pricing strategy, in particular, will be evaluated 
according to criteria of multiperiod choice. 

The relationship between customer and company becomes very strong. In a traditional 
business model the profits to companies derive from the costs incurred by customers (e.g. 
price of the product, cost of spare parts, etc..). The transition to a PSS model, however, 
distributes these benefits among the actors of the economic system. Both the company and 
the consumer obtain benefits, creating conditions for a win-win situation. 

3.3.2. Players 

Remanufacturing business can involve OEMs, which remanufacture their own returned 
products, independent remanufacturers working on products from various producers, and 
committed, when OEMs decide to outsource remanufacturing activities. OEMs could face a 
great difficulty in controlling the entire product’s value chain and this can create the 
conditions for market entry of independent remanufacturers. In this case, the end of life 
products are remanufactured by small independent companies, faster to take market 
opportunities than the large ones. However, when the OEM itself chooses to rely on these 
independent remanufactures, as in the automotive sector, contracts on orders are developed. 

OEMs are becoming increasingly aware of the opportunities offered by remanufacturing. 
Beyond the possible profits, it offers feedbacks on failure modes and duration of the 
products, moreover controlling the remanufacturing process allows companies to maintain 
a good reputation of their brand. 

However, for different reasons not always  managers have had a positive attitude towards 
this type of activity. Primarily they raise the problem of cannibalization between new and 
remanufactured products. “...Cannibalism occurs when the sale of some of a company’s 
portfolio of products reduces the sale level of one or more products in the company’s 
portfolio of products” [25]. 

Although in literature the issue of cannibalization between products has been treated from 
different point of view, there is not an organic study concerning the cannibalization of new 
products by the remanufactured ones. However, that is to be considered desirable if it allows 
to maintain company’s market share [26]. In fact, the incertitude of an OEM may represent a 
business opportunity for independent remanufacturers, but also for direct competitors. 

Even if Linton verifies, for an OEM introducing on the market a remanufactured version of 
its product, a decrease, in relative terms, in profitability, considering all the market this 
trend is not so obvious [27]. An increasing in sales of remanufactured products could be 
accompanied by a lower decrease in sales of new products, perhaps because a 
diversification of the offer reaches customers who would never have bought new products, 
or because this move would make the remanufacturing business less attractive to 
independent actors with a consequent decrease in their competitive intensity. So, there are 
many good reasons to believe that a certain type of cannibalization can increase the overall 
level of sales, especially under two conditions: 
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 the remanufactured product, if sold at a lower price, could be used in alternative ways; 
 the product could be offered to market segments very sensitive to price 

The importance of the participation of an OEM to the remanufacturing process causes 
usually a positive effect on return rate and quality of cores (intermediaries, engaged in the 
collection of cores, may retain only those of higher quality). However, third parties cannot 
have the same economies of scale of an OEM and compensate this weakness with a wide 
freedom of movement both from a strategic point of view (an independent remanufacturer 
can treat cores of different brands) and technological. 

The use of outsourcing for remanufacturing activities can be a complicating factor in this 
context. Toffel, in fact, recognizes a trade-off between internalization and outsourcing [28]. 
According to this author, an OEM should consider a vertical integration (or even a joint 
venture), rather than relying on independent companies, when tacit knowledge, confidential 
information related to the design, engineering and production phase, are involved. 
Moreover, this choice should be made when there is a risk of becoming dependent on third-
party because of components becoming rare. 

So, a competitive or collaborative relationship may develop between the players of this 
business. The competition may concern both the final market and the procurement market of 
cores. For this reason, there are various deterring actions for new incomings. They range from 
legal restrictions (which prohibits a third party to remanufacture products) to technological or 
economic restrictions, such as encrypted code known only by OEMs or prohibitive tariffs on 
relicensing software, in order to discourage or, at least, make the process more expensive. 

The possible collaboration relationships may be work on commission or full outsourcing. In 
some cases the practice of de-branding could occur, i.e., the OEM requires that its products, 
entering a secondary market through third parties, have a different look, in particular, the 
original brand is removed. However, this operation requires additional work and may be 
expensive [29]. It is also possible to find cases of coopetition, where two or more independent 
producers agrees to develop a specific partnership, while maintaining a competitive 
relationship in other areas. 

3.3.3. Value system 

The system value of a remanufacturing process is depicted in figure 6. From this figure it 
can be argued that the value systems of direct production and remanufacturing are strictly 
integrated, sharing some upstream stages (on the supply side) and some downstream (on 
the distribution side). There is a very little difference if an OEM or an independent 
remanufacturer is involved in the remanufacturing process, in fact the current trend for 
OEMs is to devote different facilities to manufacturing and remanufacturing activities. In 
some cases they employ hybrid systems rather than fully integrated production systems 
because of the specificity and uncertainty characterizing the remanufacturing process. The 
trend is to configure two different networks for forward and reverse flows. 
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Figure 6. Value System of remanufacturing  The role of information is crucial in influencing consumer’s 
behaviour. Unfortunately there is not a systematic study on this subject. Nevertheless, basing on [30], it 
is possible to make some considerations on the relationship between customer and company, in the 
remanufacturing case. It is no coincidence that the most difficult obstacle in this business has been and 
is the prejudices of the market towards this category of products. As a remanufactured product is by 
definition not new, many consumers associate to it a judgment of low quality. This implies a low WTP, 
but it may be increased by working on communication. 
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What distinguishes the value configuration of a remanufacturing process is the creation of a 
reverse logistics system supporting the direct one to ensure the return of end of life products 
as input for the remanufacturing process. Actually, at network level the reverse channel can 
be seen as a further lengthening of the direct one. In this model, in fact, the use phase is not 
the final phase of life cycle, but rather an intermediate phase, to which the collecting phase 
follows to close the loop. 

This model of value creation integrates the end customer, not only, as a player in the use 
phase, but also as a potential supplier of products to recover. The customer becomes a node 
of the network and with his behaviour impacts on the effectiveness of reverse logistics. If 
consumers does not return back their end of life products, there is a lacking of raw material 
to remanufacture. The reverse logistics system creates physical flows of products, but also 
intangible flows of information. So, the remanufacturing player bets on a collaborative 
attitude of consumers, moreover it work to formulate specific policies to facilitate it. 
Remanufacturers rely on networks allowing to save resources and to spread fixed costs over 
more use cycles of products, whit physical return flows supporting feedback on products’ 
performance and on market evolution in terms of requirements. 

3.3.4. Customer relationship 

Consumers’ behavior is particularly complex to analyze with reference to the 
remanufacturing business, since they can cover two potential roles: 

 purchaser of a product (new or remanufactured); 
 supplier of a core. 

According to a microeconomic approach the preferences of a consumer can be analyzed 
through the “Willingness to Pay", the maximum price he are willing to pay for a certain 
good. This parameter can be measured through questionnaires, games, auction mechanisms, 
etc.. Camacho et al. studied the willingness to pay for an environmentally friendly product 
using surveys and economic experiments [30]. 

An interesting aspect of this study is that the participants said they were willing to pay for a 
product improvement in an ecological sense, but this inclination was not related to the 
magnitude of improvements made. This situation has important implications for corporate 
strategy, because the company could benefit from a rise in consumer WTP only marginally 
improving product’s environmental performance. Therefore, it depends much on the 
marketing policy adopted, than on the actual environmental performance delivered. 
Needless to say that situations which may lend themselves to abuse must be faced. 

An index to monitor the behaviour of the consumer as a supplier of used products may be 
the "Willingness to Receive" (WTR:), the minimum price at which a person is willing to 
make his product available to supply a reverse logistics program. In this situation, the 
customer must be encouraged to return its product through specific policies (e.g., 
repurchase price, leasing, buy-back transactions, etc.). 
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The WTR is, also, influenced by the exchange of information between the parties. With other 
conditions being equal, we can expect a high WTR if the company organizes an effective 
collecting system for end of life products, because this can be interpreted by customers as 
the demonstration of company’s interest towards the product. 

On the contrary, if the collecting phase is conducted by a no profit organization the WTR 
lowers significantly and philanthropic purposes take over. Contracts, linking enterprise and 
consumer, may be critical: in a leasing case, in fact, the company don’t have to push the 
consumer to return the product back. Moreover, it is important how the consumer perceives 
the value of used products. The remanufacturing is focused on preserving the added value 
of products, but in many cases the consumer is not aware of it [31]. 

It must be also considered the fact that, although European legislation is based on maximum 
transparency in order to promote an informed purchase, in many countries, especially 
developing ones, there is no obligation to communicate to consumers the status 
(remanufactured or not) of a certain product. In these cases firms may exploit the 
information asymmetry to their advantage, keeping silent about product’s nature. In 
contrast to it, there could be an information campaign with emphasis on the value 
proposition, namely low economic sacrifices to get the product in exchange for high returns 
for consumers in both functional (performance is comparable or higher of new products) 
and psycho-social (think about the value of environmental benefits for ecologically sensitive 
subjects). In many cases the result of information campaigns has been to overcome the 
distrust of the market, especially if it starts from a proper definition of the target customer 
profile. 

3.3.5. Target market 

The potential market consists of consumers and businesses. The drivers, that may spark 
interest for a remanufactured product, environmental sensibility, or in the case of durable 
goods, product’s features that discourage or not allow access to a new one. In a vertically 
segmented market, a company may choose to serve two different target customers with the 
same product, using variables such as price and quality. So, on the same iso-value line, it is 
possible to locate “the primary market” and “the secondary market”. The two offers are the 
same in relative terms, but different in absolute terms. 

On the primary market the value proposition concerns the best quality products sold at a 
high price, on the secondary market, on the contrary, are sold low quality products sold at a 
lower price. The product’s quality refers not only to functional aspects but also to product’s 
image and its perception by the customer himself. In fact, many remanufactured products 
are sold at a lower price than the new ones, even if they have similar characteristics, due to 
its perception by the consumer, who associates the concept of remanufactured product with 
that of used product. 

The different perception linked to new and remanufactured products is closely related to the 
philosophy of product recovery and not only to the specific required remanufacturing 
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activities. Some firms, for example, might sell new products at a certain price and 
remanufactured products (or as-is or repaired / refurbished products) at a lower price. 
Others, however, could sell remanufactured or returned products as new ones on the 
primary market. 

The type of products (new, remanufactured or refurbished) sold in the primary market, 
depends on the specific situation considered. Primary and secondary markets are generally 
separated from a geographical point of view, but this is not always true because in some 
cases they can even overlap. This is the case of offers devoted to consumers sensitive to the 
environmental impact of purchasing decisions, to the less affluent social groups most 
sensitive to price or, in general, to consumers of products with very high price elasticity (i.e. 
office consumables materials). 

However, in these evaluations are also involved aspects such as product’s characteristics, its 
intrinsic value or its propensity to technological obsolescence, brand policy, characteristics 
of the target market. For example, primary and secondary markets, which tend to be 
separated in the case of mobile phones, overlap when automotive components and 
industrial machinery are considered. The concept of primary and secondary markets are 
connected to the several possibilities of product recovery and to different prices of recovered 
products. 

The development of secondary markets, especially for Electric and Electronic Appliances, is 
strongly linked to growth in demand for these products in developing countries. It is easy to 
understand how these markets are definitely the most attractive to businesses. In areas like 
Latin America or Equatorial Africa, in fact, demand for these products is growing at two-
digit rates. For example in Nigeria that, from 2000 to 2006, there has been an increasing 
number of mobile lines (from one to about 25 million). Because of the economic conditions 
of that population, a significant share of this demand was satisfied with mobile phones and 
accessories (210,000 used cell phones imported only in 2005) used or remanufactured 
imported from more developed countries. 

In Nigeria there is a high rate of repair and reuse of mobile phones. This extends their life 
from about 18 months in developed countries to approximately 7 years. A further aspect 
that encourages the use of remanufactured products is the high availability of cores, 
especially in developed countries. 

In addition to Nigeria and other African countries, a significant demand also comes from 
countries of South America and Asia, particularly from Brazil and China. It has been 
estimated that the demand for second hand mobile phones is still higher than their 
availability [32]. 

Offering a remanufactured product can increase the usefulness perceived by the consumer, 
whose willingness to pay for products in like-new conditions should increase with respect 
to second hand products. Meanwhile the manufacturer can increase its profits leveraging on 
products that can become attractive after appropriate transformations. Therefore, changes 
on the demand level and price could occur [33]. 
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The importance of secondary markets for companies is demonstrated, also, by the fact that 
often a product not having demand in the primary market, could still have a certain 
attractiveness in secondary markets. For mobile phones, for example, the secondary market 
cannibalizes less than 1% of sales of new products [29]. Another type of secondary market is 
that of components. For example, computer chips may have an alternative use in devices 
simpler from a technological point of view, like toys etc.. 

3.4. Benefits of remanufacturing 

3.4.1. Environmental returns 

A remanufacturing process can allow an higher saving of natural resources if compared to 
other forms of reuse. According to the Energy Systems Division of Argonne National 
Laboratory, through this type of product recovery the equivalent of 422 * 1021J of energy per 
year can be saved. This energy would be used to satisfy the need of new components, that in 
the remanufacturing case is reduced of about 80%.  

The energy saving is associated with lower emissions of carbon dioxide in the atmosphere 
for 800.000 t. In a long term perspective if everything would be recovered from returned 
products, a closed loop cycle for management of products / wastes could occur eliminating 
the use of landfill. 

Waste form electronic and electric appliances, in particular, can cause serious health 
damage, since they contain a wide range of hazardous substances such as cadmium, 
chromium or mercury. For these reasons, the legislation from several countries in the world 
have been improved several times to ensure a correct management of potentially dangerous 
products during their lifecycle. 

However from an environmental point of view it is important to check the opportunity 
of prolonging the life of a product, especially if potentially obsolete or polluting. In fact, 
that the impact of many products is higher during the use phase than in the disposal one 
[34]. 

Therefore even the best environmental intentions can lead to product take-back regulations 
counterproductive if not coordinated with the type of materials resulting from the recovery 
process. This lack coupled with the breakthrough role of technology has created a strange 
situation that still does not find solution. 

3.4.2. Economic aspects of remanufacturing business 

The product recovery can be a profitable business, in fact a remanufacturing process can 
allow a general price reduction of 35% - 40% with an average margin of 20% [16]. 
Furthermore, the reuse allows saving in raw materials and energy, avoiding the disposal 
costs that OEM by law have to support. 
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The cost reduction is at the base of profitability of this business and can ensure appropriate 
returns on investment. This will benefit the competitive position of the company that can 
share these benefit with its customers. 

In a multi period perspective, the cost reductions do not affect only remanufactured products, 
but also the new ones. The pricing policy, in fact, has to take into account that many of the costs 
incurred ,during first production cycle, can also be amortized in the following remanufacturing 
cycles. Often, recovery programs are not started fearing for the negative effect on sales of new 
products. This is a push view of business, that does not consider the profile of the target market 
and competitive intensity. Actually, nothing ensures that the condition of maximum profit 
passes necessarily through a new release of product. The company can profit from new 
products on the primary market and from remanufactured ones on the secondary one, and if 
these markets are separated, there is no risk of demand substitution. 

Moreover, the strong tensions on market prices of materials, due to the rapid growth of 
some developing countries, are making the direct costs of materials an increasingly 
important factor of business profitability, as the labour costs. “…As valuable resources 
become scarcer and more expensive, companies managing their resources efficiently are 
likely to gain a competitive advantage” [31]. 

In many cases, strategies aimed at exploiting the added value of the product, as a policy of 
relocation, could be source of competitive advantage. Therefore, the profitability of this business 
is more pronounced if the incidence of raw materials, on the full cost of the product, is high. 

Among the benefits of a remanufacturing program we can find the achievement of 
economies of scale and experience. The increase of production size allows to spread fixed 
costs over a higher volume of output. However, the economies of experience allow to 
maximize the overall efficiency of the process optimizing the use of variable factors and the 
time required for operations. For example, the benefits may relate to aspects such as quality 
of recovered materials, waste reduction, processes organization. In this case tacit knowledge 
is very important. It becomes crucial how this resource is managed by the organization to 
allow a wide spread use and exploitation, through various stages of socialization, 
externalization, combination and internalization in order to create explicit knowledge [35]. 

Ferrer and Guide argue that ethical and environmental reasons alone are not sufficient to 
justify a remanufacturing program [36]. Each firm to produce profits focuses on core 
activities and outsources the others. Eco-friendly production logic and principles of CSR 
(Corporate Social Responsibility) follow this approach. 

In the US the business of product recovery and remanufacturing, has not developed only for 
regulation reasons or environmental awareness. Legislative obligations, incentives and taxes 
intended to address the problem, were not the key determinants for the emergence of this 
industry. This is also testified by the fact that the remanufacturing business was already 
established in different sectors before the concepts of EPR or Product Stewardship, grow up. 
The determining factor turns to be the business profitability, beyond environmental aspects 
or taxes. 
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3.4.3. Business strategy motivations 

The aspects related to policy and corporate strategy, although not directly related to the 
purpose of profit, could be particularly important for OEMs in starting remanufacturing 
activities. Among these there are the connotation of brand, the corporate image, the 
aftermarket coverage, feedback on sold products. 

The image is a very critical factor in a successful business because it can only be built 
through a shrewd marketing policy and substantial investment diluted in time. Products 
devoted to remanufacturing activities, if not consistent with market expectations, could 
significantly damage the relationship between consumer and OEM regardless of who has 
carried out the remanufacturing activities. 

For this reason it is crucial for an OEM to be interested in these activities. The purpose may 
be to stop any remanufacturing activity on its products, preventing others players from 
exploiting its brand image and possibly causing unwanted effects through lock-out systems, 
or to manage remanufacturing activities on its products. 

As regards the implications of building a strong brand image, the company that enhances, in 
the public eye, its focus on the environmental problems by means of a suitable marketing 
strategy, can create an environment friendly image. The key element to have an environment 
friendly approach rewarded by the market, is its correct presentation highlighting the 
commitment made by the company and providing data that spell out the benefits obtained 
by consumers and all stakeholders. 

The information used can be of two types: associated with the lower environmental impact 
of products and / or related to its higher performance. These two types are not mutually 
exclusive, rather, from their synergy the company can get the best results in terms of image 
return. 

The first type of information is intended to highlight the aspect of product such as reduced 
use of resources, greater durability, the reduced number of components, the absence of 
environmentally hazardous materials in the product or its production process. The latter, 
instead, aims to highlight the performance which consumers can expect using it as, for 
example, greater accuracy, increased flexibility, modularity, etc.. The latter, instead, aim to 
highlight the performance which consumers can expect using it as, for example, greater 
accuracy, increased flexibility, modularity, etc.. All these information are intended to 
influence judgments and feelings of consumers, to amplify the potential value of the offer, 
working on those aspects to which the target market is more sensitive. 

For an OEM collecting used components and products from its customers allows to preside 
over the aftermarket. In many cases this market turns out to be very profitable even more 
the main one. Recovery activities through the collection of end of life products is a way to 
preserve the aftermarket by competitors or potential players. The take-back activity 
represents an opportunity to maintain and increase the value of customer relationships. The 
product return represents a moment of interaction with customer with the chance to 
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establish a new relationship. Hence the importance of policies aimed at valuing this phase, 
perhaps through an incentive system that motivates the customer to return the product. 
Business models like "System Lock-In, Competitor Lock-Out" oriented to a "Restricted 
Access" can limit the opportunities for contact between the customer and competitors 
preventing new consumer experiences, and comparisons of several offers. The 
complementary aspects of the offer and the economies of the system should be taken into 
account, considering also those systems that allows the multi-period use of products [37]. 

Conversely, avoiding to consider this option, means not to cover a market opportunity, 
waiving a retention action, and, yielding to competitors. A evidence of that is represented by 
the statements of a German manager of the automotive industry: "officially a 
remanufactured engine can be purchased only if a core is returned. But if a customer 
provides the core without buying a remanufactured product , we tend to buy it anyway, 
because otherwise it could become "food" for competitors "(Seitz, 2007). 

The remanufacturing process allows to extend the offer and introducing also low-cost options, 
to conquer new market spaces. This could be particularly important when spaces are not 
relevant [38]. Moreover, for products with a very long life-cycle, remanufacturing represents 
the only option to ensure replacement parts, because it is very difficult that companies provide 
new manufactured parts beyond a certain period of time. Remanufacturing activities allow a 
continuous monitoring of customer needs and conditions of installed products. Basing on 
these information, companies may decide reformulate its offer in a proactive way. Information 
highlighting the strengths and weaknesses of products can be collected as an input for the 
design phase of the product. In particular, the most critical data are the deterioration under the 
actual operating conditions, since many information are impossible to anticipate or difficult to 
simulate during experiments. 

4. Conclusion and future developments 

There are several reasons for considering remanufacturing as a business opportunity very 
attractive in a competitive advantage view. Savings in terms of natural resources through 
remanufacturing may be viewed as a reduction of the transactions between the actors 
involved in order to improve the overall efficiency of the economic system. 

However, this improvement should be not considered only from an environmental and 
sustainability point of view, as produces lower production costs for companies. In fact they 
limit the purchase of raw materials and maximize the added value of their products with the 
additional benefits of feedback on products, image, customer relationships, and 
diversification. 

A virtuous business, recovery-oriented, requires the transition from an industrial economy 
to an access economy, where services and the dematerialization are predominant. Hence, 
the most advanced form of value proposition based on a remanufactured product is 
represented by a result-oriented positioning, where there is an agreement contract with the 
customer based on target performance. 
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However, not always the relationship between customer and producer has evolved into a 
pure access one for several reasons: a marked relationship with the ownership of the 
product still remains for certain categories of products; the companies have not been able to 
promote correctly their value proposal to the market; the market is not ready yet for this 
kind of experience. 

The criticality of technical, technological and design aspects in remanufacturing, shows that 
the value system of a remanufactured product goes towards a situation where the presence 
of independent actors decreases in favor of OEMs, who should overcome, therefore, fears of 
a possible substitution effect of remanufactured products with new ones. 

A future development of this study could be, as a preliminary activity to any 
remanufacturing program, the development of a logical model for the evaluation of 
remanufacturability a generic product taking into account logistics, demand and technology 
aspects of the recovery process. 

Author details 

Mosè Gallo, Elpidio Romano and Liberatina Carmela Santillo 
Department of Materials Engineering and Operations Management,  
University of Naples "Federico II", Naples, Italy 

5. References 

[1] Nasr N., Thurston M., Remanufacturing: A Key Enabler to Sustainable Product Systems. 
Rochester, NY-USA: Rochester Institute of Technology, 2006. 

[2] Thierry, M., Salomon, M., Van Nunen, J., Van Wassenhove, L. 1995. "Strategic Issues in 
Product Recovery Management". Californian Management Review. Graduate Schools of 
Business Administration, University of California, 1995, Vol. 37, 2, pp. 114-135. 

[3] Lund R.T., Remanufacturing, Technology Review. MIT, 1984, Vol. 87, 2, pp. 18-23 
[4] Agudo Dominguez E., Boosting Remanufacturing Industry: Looking for a Change in 

the Remanufacturing Paradigm. A Case Study in UK Automotive Sector. MSc Thesis. 
Cranfield University, United Kingdom, 2005. 

[5] Sundin E., Product and Process Design for Successful Remanufacturing, in Production 
Systems Dissertation, Department of Mechanical Engineering, Linköping University, 
Linköping, Sweden, 2004. 

[6] Lund R.T., Remanufacturing: The Experience of the United States and Implications 
for Developing Countries, World Bank Technical Paper, 1985, Vol. 31, ISBN 
0821300776. 

[7] Giuntini R., Gaudette K., Remanufacturing: The Next Great Opportunity for Boosting 
US Productivity, Business Horizons, 2003, November-December, pp.41-48 



 
International Trade from Economic and Policy Perspective 232 

[8] Lund R.T., Remanufacturing: An American resource, Proceedings of the Fifth International 
Congress Environmentally Conscious Design and Manufacturing. Rochester, NY, USA: 
Rochester Institute of Technology, 1998. 

[9] Mitra S., Webster S., Competitive Strategy in Remanufacturing and the Impact of Take-
Back Laws, Journal of Operations Management. Elsevier Science, 2007, Vol. 25, 6. 

[10] Ijomah W. 2002. A Model-Based Definition of the Generic Remanufacturing Business 
Process, doctoral thesis, University of Plymouth. 

[11] Guide V.D.R, Jayaraman V., Srivastava R., Production Planning and Control for 
Remanufacturing: A State-of-the-Art Survey, Robotics and Computer Integrated 
Manufacturing, 1999, 15, pp. 221-230. 

[12] Steinhilper R., Remanufacturing: The Ultimate Form of Recycling, Stuttgart: Frauenhofer 
IRB Verlag, 1998. 

[13] Clegg A., Williams R., The Strategic and Competitive Implications of Recycling and 
Design for Disassembly in the Electronics Industry, Proceeding of IEEE International 
Symposium on Electronics and the Environment, San Francisco, California, 1994. 

[14] Guide Jr. V.D.R.,. Production planning and control for remanufacturing: Industry 
practice and research needs, Journal of Operations Management, Vol. 18, No.4, 2000, pp. 
467–483 

[15] Parker D., Remanufacturing in the UK: A Significant Contributor to Sustainable 
Development?, Oakdene Hollins, Aylesbury,UK, 2003. 

[16] Nasr, N., Hughson, C., Varel, E., Bauer, R. 1998. "State of the Art Assessment of 
Remanufacturing Technology" . Draft Document. Rochester NY : Rochester Institute of 
Technology, 1998. 

[17] Lund R.T.. 1996. “The Remanufacturing Industry: Hidden Giant”. Boston, 
Massachusetts: Boston University, 1996. 

[18] Guide V.D.R., Jayaraman V., Linton J.D., Building Contingency Planning for Closed-
Loop Supply Chains with Product Recovery, Journal of Operations Management, 2003, 
Vol. 21, 3, pp. 259-279 

[19] Williams A., The Strategic Management of Product Service Systems, Working Paper. 
Cardiff, UK: The Centre For Business Relationships, Accountability, Sustainability and 
Society. Cardiff University, 2005. 28. ISBN 1904393608 

[20] Behrend S., Firzner R., Hrauda G., Jasch, C., Kortmap J., Velte D.,Eco-Service 
Development. Reinventing Supply and Demand in the European Union. Sheffield, Greenleaf, 
2003. ISBN 1874719446. 

[21] Sundin E., Ostlin J., Ronnback A.O., Lindahl M., Sandstrom G.O., Remanufacturing of 
Products Used in Product Service System Offerings, Manufacturing Systems and 
Technologies for the New Frontier. Springer, 2008, 14, pp. 537-542. 

[22] Baines TS., Lightfoot H.W., Evans S., Neely A., Greenough R., Peppard J., Roy R., 
Shehab E., Braganza A., Tiwari A., Alcock J.R., Angus J.P, Bastl M., Cousens A., Irving 
P., Johnson M., Kingston J., Lockett H., Martinez V., Michele P., State of the Art in 



 
A Perspective on Remanufacturing Business: Issues and Opportunities 233 

Product-Service Systems, Journal of Engineering Manufacture. 2007, Vol. 221, 10, pp.1543-
1552. 

[23] Lindahl M., Olundh G., Ostlin J., Ronnback A.O., Sundin, E., Integrated Product and 
Service Engineering, Proceedings of Changes to Sustainable Consumption. Workshop of the 
Sustainable Consumption Research Exchange. Copenhagen, 2006. 

[24] Prahalad C. K., Ramaswamy V., Il Futuro della Competizione. Co-creare Valore Eccezionale 
per i Clienti, Il Sole24Ore, Roma, 2004, ISBN 8883635558. 

[25] Taylor M.B., Cannibalism in Multibrand Firms, Journal of Consumer Marketing. Emerald, 
1986, Vol. 3, 2, pp. 69–75. 

[26] Chandy R.K., Tellis, G.J., Organizing for Radical Product Innovation: The Overlooked 
Role of Willingness to Cannibalize, Journal of Marketing Research. American Marketing 
Association, 1998, Vol. 35, 4, pp. 474–487. 

[27] Linton, J.D., (2008). Assessing the Economic Rationality of Remanufacturing Products. 
Journal of Product Innovation Management. 25(3), p. 287-302. 

[28]  Toffel, 2004 M.W. Toffel, Strategic management of product recovery Californian Management 
Review, 46/2 (2004), pp. 120–141 

[29] Neira J., Favret L., Fuji M., Miller R., Mahadavi S., Blass V.D., End of life management of 
cell phones in the United States, Final Group Project Report in the Master’s of 
Environmental Science and Management of the University of California Santa Barbara, 
Santa Barbra, California, U.S.A., 2006 

[30] Camacho, E., Gallego, A.G., Georgantzis, N., Sabater Grande, G, 2002, An experimental 
validation of hypothetical WTP for a recyclable product, Working Paper, 34/02, 
LINEEX, Universitat Jaume I, Castellon, Spain. 

[31] Michaud C., Llerena, D., An economic perspective on remanufactured products: industrial and 
consumption challenges for life cycle engineering, Proceedings of the 13th CIRP 
International Conference on Life Cycle Engineering, Leuven, Belgium, 2006, pp. 543-
548. 

[32] Osibanjo O., Nnrom I.C., Material Flows of Mobile Phones and Accessories in Nigeria: 
Environmental Implications and Sound End-of-Life Management Options, 
Environmental Impact Assessment Review, Elsevier, 2008, 28, pp. 198-213. 

[33] Robotis A., Bhattacharya S., Van Wassenhove L., The effect of remanufacturing on 
procurement decisions for resellers in secondary markets, European Journal of Operational 
Research, Vol.163, No.3, 2005, pp. 688-705 

[34] Bras B., Hammond R., Design for Remanufacturing Metrics, Proceedings of First 
International Working Seminar on Reuse. Eindhoven, The Netherlands, 1996. pp. 35-
51. 

[35] Nonaka I., Takeuchi H., The Knowledge-Creating Company: How Japanese Companies Create 
the Dynamics of Innovation, Oxford University Press, New York, 1995. 

[36] Ferrer G., Guide V.D.R., Remanufacturing Cases and State of the Art, In Ayres R.U., Ayres 
L.W., The Handbook of Industrial Ecology, Elgar Academic Publishers, 2002. 



 
International Trade from Economic and Policy Perspective 234 

[37] Hax A.C., Wilde D.L., The Delta Project: Discovering New Sources of Profitability in a 
Networked Economy, MacMillan, London, 2001. 

[38] Seitz M.A., A Critical Assessment of Motives for Product Recovery: the Case of Engine 
Remanufacturing, Journal of Cleaner Production. Elsevier, 2007, Vol. 15, 11-12, pp. 1147-
1157. 



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Dot Gain 20%)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.4
  /CompressObjects /Tags
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /LeaveColorUnchanged
  /DoThumbnails false
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams false
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments true
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 300
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 300
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 300
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 300
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 1200
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 1200
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<

    /BGR <>
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /CZE <>
    /DAN <>
    /DEU <>
    /ESP <>
    /ETI <>
    /FRA <>
    /GRE <>

    /HRV (Za stvaranje Adobe PDF dokumenata najpogodnijih za visokokvalitetni ispis prije tiskanja koristite ove postavke.  Stvoreni PDF dokumenti mogu se otvoriti Acrobat i Adobe Reader 5.0 i kasnijim verzijama.)
    /HUN <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /LTH <>
    /LVI <>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /POL <>
    /PTB <>
    /RUM <>
    /RUS <>
    /SKY <>
    /SLV <>
    /SUO <>
    /SVE <>
    /TUR <>
    /UKR <>
    /ENU (Use these settings to create Adobe PDF documents best suited for high-quality prepress printing.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToCMYK
      /DestinationProfileName ()
      /DestinationProfileSelector /DocumentCMYK
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles false
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /DocumentCMYK
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [612.000 792.000]
>> setpagedevice


