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Fig.1 Realtime monitoring platform of digital workshop
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Fig.2 Multi source data collection from workshop floor
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Fig.3 Production operation evaluation based on real-time data

BRI R Dy BB R

Excel &

VBA i

QUEST {}j B A5 Y

BCL/SCL %>

El4 SELREFHRITMAEE

Fig.4 Production efficiency evaluation based on parameterized model
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Fig.5 Visualization of production efficiency evaluation
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Research on Monitoring and Operation Evaluation Technology of Production

Line Driven by Real-Time Data From Shop Floor

ZHONG Keke', GUO Jutao', HE Qichang’, JIN Yonggiao'

( 1. Shanghai Spaceflight Precision Machinery Institute, Shanghai 201600, China;
2. College of Mechanical and Power Engineering, Shanghai Jiao Tong Univerisity, Shanghai 200240, China )

[ABSTRACT] The digital workshop is the key basement of fulfillment of intelligent manufacturing for aerospace manu-

facturing enterprises. In order to realize the independent decision-making and self-organizing of the workshop, the equip-

ment interconnection, automatic perception, virtual monitoring and real-time analysis have received considerable attention

in industry. This research is originated from the China’s first construction project of digital workshop in aerospace industry.

Based on virtual reality (VR) technology and the information communications technology (ICT), the real-time data acquisi-

tion and management from workshop floor, the modeling of production resources schedule and human-machine interactive

information visualization with 3D / 2D interface are developed. Integrated with MES, the production operation monitoring

and evaluation platform driven by real-time data from workshop floor is realized to achieve transparent production, so as to

improve the level of production operation management.

Keywords: Digital workshop; Real-time data; Information communication technology (ICT); Virtual reality;Production

operation evaluation
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