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Fig.1 Intelligent line application process
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Fig.2 Intelligent line system architecture
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Fig.3 Intelligent line design and optimization
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Fig.4 Intelligent manufacturing unit composition and logic
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Intelligent logistics system logic
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Fig.6 Production process analysis and control logic
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Fig.7 Line digital twins model composition and logic
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Fig.8 Basic logic of manufacturing schedule forecasting
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Application Architecture of Intelligent Line for Multi-Variety and

Variable-Batch Products

YU Chenglong', HOU Junjie', LU Jing’, ZHANG Wei', PU Hongbo', GUO Xukai'
(1. China Aerospace Academy of Systems Science and Engineering, Beijing 100048, China;

2. Zhongkexin Engineering Consulting (Beijing) Co., Ltd., Beijing 100039, China)

[ABSTRACT]

To promote the application of intelligent manufacturing technology in the producing process of multi-

variety and variable-batch products, the application architecture of intelligent line is studied. The application process

and system architecture of the line are put forward, and the key contents and technologies are sorted out. It is a good

reference value for the development of intelligent manufacturing technology, the construction of intelligent line and the

implementation of intelligent manufacturing application in production.

Keywords: Multi-variety; Variable-batch; Intelligent manufacture; Intelligent line; Application architecture
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