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Parametric Design and Evaluation of Aerospace Product Assembly Unit
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[ABSTRACT] For the issues that exist in the cur-
rent aerospace product assembly plant, for example, the
serial cycle is long, the staff assignments are unreasonable
and the assemble mode is difficult to meet the production
tasks, the method of parametric assembly cell division and
three-dimensional model generation based on data-driven
is put forward in this paper. With the three-dimensional
simulation platform QUEST and XML cross-platform data
exchange technology, a configuration system of logistics
parameters model is established to achieve rapid division
of assembly cell and automatic generation of simulation
model. By comparisons between the production capability
and personnel utilization of a particular model that unitizes
assembly process, the result indicates that the parametric
assembly cell design method of building models can pro-
vide enterprises with strong data support, which helps the
enterprises adjust and optimize the layout of the assembly
process quickly.
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Fig.1 Assembly general process and working hours distribution
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<Start] Process_Number="" Precedence_Process=""

Process_ChineseName="" Process_Time="" Equipment_

Name="" Worker_Amount=""">

<Input >
<Partl Part_Amount="1"/>
<Part2 Part_Amount="1"/>
</Input>
<Output>
< Partl/>
< Part2/>
</Output>
</ Start1>
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Fig.2 Parametric data model of assembly unit
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Fig.5 Parameterization configuration interface of logistics model
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Fig.7 Worker utilization of scenario 1
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SetAccessCommand(pCalAng,"CalAngHdr");

SetAccessNext(pPickMsg, pCalAng);
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