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Fig.1 Manufacturing process of aviation products
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Fig.2 Manufacturing process automation of parts
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Fig.3 Assembly of automated machining lines
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Fig.5 Logistics planning of machining lines
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Exploration and Research of Automation Machining Lines for Aviation Products

ZHANG Sentang, FU Long, MA Mingyang, ZHAO Heng, GAO Yang
(AECC Shenyang Liming Aero-Engine (Group) Corporation Ltd., Shenyang 110043, China)

[ABSTRACT] Intelligent manufacturing is the combination of artificial intelligence technology and manufacturing tech-

nology, intelligent production line of aviation products is the application of intelligent behavior in automated production

process. It is a complicated system engineering to promote the implement of intelligent production line, and it is not easy

to get successful. The core task is to realize integration of all aspects of production control and manufacturing process, and

meet the refinement integration control of process, quality, equipment, materials, and scene.

Keywords: Production line; Automation; Artificial intelligence; Intelligent manufacturing
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