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Fig.1 General planning for construct production line of light sport aircraft
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Fig.2 Final assembly workshop process layout
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Fig.3 Pulsation production line of U type layout
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Fig.4 Whole painting process
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Fig.5 Paint problem cause and effect diagram
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Fig.6 Test flight workflow
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Constructing of Production Line and Key Technology for

Light Sport Aircraft
GUO lJia

(AVIC Shenyang Aircraft Industry (Group) Company Ltd., Shenyang 110043, China)

[ABSTRACT]

Mastery of the core technology for the whole manufacturing chain production line of light sport aircraft,

has important significance and high economic value in improving general aviation manufacturing capability of our country.
At the same time, it can improve the whole spectrum of civil aircraft manufacturing technology system. Through the pro-
duction practice of a light sport aircraft, mastering the key technology of the production line, especially the key technology
of the whole aircraft painting and flight test, realize high rate of batch production ability and the localization of the parts.
And the general aviation quality control system, schedule planning system and supply chain management system are set up,
the establishment of the production line provides valuable experience. It can be used as a reference to the national aviation
manufacturing industry, and has greatly promoted the development of general aviation industry in our country.

Keywords: Light sport aircraft; Pulsation production line; Painting production line; Test flight production line; Key tech-

nology of production line
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