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Fig.1 Frame system of production line simulation technology
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Development of Production Line Simulation Technology and Its Application in
Aeronautical Manufacturing

LIU Chun, WEI Yafei, ZHANG Hongrui

(Key Laboratory of Fundamental Science for National Defense of Aeronautical Digital Manufacturing Process, Shenyang
Aerospace University, Shenyang 110136, China)

[ABSTRACT]

cess of manufacture in advance and solve bottleneck problems. Therefore, it has been widely used in production line in

Production line simulation, which is a key technology to realize the digital factory, can evaluate the pro-

recent years. Main contents of production line simulation are described, development of production line simulation technol-
ogy is reviewed, application situation of production line simulation technology in aviation manufacturing field is analyzed.

Finally, the bottlenecks restricting extensive applications of production line simulation technology in aviation manufactur-

ing industrial are discussed.

Keywords: Production line; Simulation; Digital factory; Aeronautical manufacturing
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Importance of Process Technology in Smart Machining Line Design and
Running Controlling

WANG Wenli', KANG Yongfeng”’
(1. AVIC Beijing Aeronautical Manufacturing Technology Research Institute , Beijing 100024, China;
2. Beijing NC Machining Processing and Equipment Technology Key Laboratory of Aero Complex Structure Parts,
Beijing 100024, China;
3. Aeronautical Science and Technology Key Laboratory of Numerical Manufacturing, Beijing 100024, China)

[ABSTRACT] Process technology of smart machining is the base of smart machining line design, which is related to
machine tools selection, productivity analysis, running control of the smart machining line. Process technology of smart
machining should adapt well to automation machining, which is different from traditional machining process. The feature,
effect and essentiality of smart machining technology are analysised ,and advice on smart machining process technology
development is put forward.
Keywords: Smart machining; Process design; Smart machining line design; Mature level of process technology
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