- -
I oru

I ) A sERE R % Z Sh bl
B B3 el i WE o

# L,

g, SN, BARTR K 45, U

(P BALE TG 2 ALE KSR TG, 5% 710021 )

[ ]
MR P T @

FEATE R S AU 8 A e AR A 38 b T E &)
7 A3 15 B AL RUFALA E

KW : AR BB £ 7 & %

LA RGN S48 & @ ) K

7 AR 4G 7

DOI:10.16080/j.issn1671-833x.2020.06.034

I
BREFH TEZENEEGEA

MoOMMtE BHESHEREER
ﬁﬁiﬁ‘/&ﬁf’iﬁ&ﬁﬂ%‘ lPep=t
F5&— 1T RZgpd 2 AT
R.ERRENS S SHEZIREM
BSHXRUE.

34 AiAEEA - 20204E 63 % el

Wiz K BB AL ZS 4 CATHR it
B 77, AR R R R R e A
LB R KA R T AR L
R IR THIUM , 2 AT AR T BE 4
i JE B AR W R B i R A
AT B 5 b () B Bk, A AR
) X B AN AR B AE TR A ™ 1
M H A5 5 R 19 Je A%
o BRIRERCRIAR A8 Ykt
N T A LR R R IR &
G 52, an ey o — 25 3 ey 2 L o
i TR RCRCR R R A T 4R
P 55 7 T, A A 28 A S LA R AR
FER ) A R

MG, BB GRS E bR ST
25 R BB A I AEAS W TR AL 57
Al A7 AR B FH R TR B K e T 3 A
R Tl AR 4 H L AR SR Al R
FRA TV A505 H7 DAR Ke E  J ) i
m il P BRI B A
AREA BN BT, i AR
BT BRI B 2T B, o4k
RN 2R B E R SR, IR

7R AL R AILE AL AT
TRRBEMEL AN FHERE LB AR, LT TRERNEABRZIARL, A
D RCFACA R RS E R

BRERA AT R

UE T 6l 38 it o 5 800% 3 RS
RS, BRI A 42K 10 J7 S5
&2 B R SRR FRi%
£ LEAP R4 kK EhHlA "4k I, i
o 1) 4R, FF A ER 240 Z R AL
P EA T (B B LA B A B I 45 9%
G, B B R A5 A 0 % A 4 RE
[] B 1) FH 7 28 AR R A B e R,
AR T ™ i 1 2 FC SR R T
T T AR MR 1500 £ &3S
HE

[ 20 22 90 A48 Lok, 38
m S RHLFEHLAE = B, DL T

mn SR AR T RE 1o B AR, IR IR
mu%ﬁ%%&ﬁmef%oA
RUR FHA - X HE02s & sh WG 3
RIS JENL T T AR AR 25 AR
KNG IR G5 BT X A2 K 3
BIL A 25 Tl 55 O o AR s, ST T L
B HEP YL | RIBE RS EE X
INTY 25 R B LR S A T A B R
RUCEESL T RS RS KRB E R
Bt XEEIETE T R I T ik sh 3¢



Intelligent Production Line %ﬁﬁﬂifm&

e REL AL 8 0 R A A
XBER R, R T —EMER
R, fe A R ST 7 dh 52T
RO 7 iy JOURE S5 5 TR A B —
UE7S)s

THTS B — 8 Tl i i 24, il
Tl i) B RE A B K
MR, At 2 2 T R 6K 1,
AT, [ ANEAL S K s PL i 7 T
P i SRR AR IR AT X
KB B R B ST [ 4
R BE ] s AL, kS H R
T IR RE A 2 e AR 7 R R i Wt
I, R, K AR
AR AR ST R i S R AL T
B, TSR M R SR T RE ) 4 A
B PC i ] | PR oA /N
P 7K 14 22 B AR BOAT 582
JE ST A A3 AE T5 T, HR R

F1 EAEEEHETRAEETREERRERIN
Table 1 Analysis on information technology development for the final assembly line of intelligent manufacturing products
S F A . %L g
Iziﬁ‘”, émﬁ)‘iﬁz—iﬁ, — pf R < S A o SR A -
HEH Iﬁﬂﬁ%, IEZ:\FIZ,:H; S T T Y VNG ST Y o N & T i
BOM‘E"IE Iﬂ%?&ﬁﬁ%m'ﬁﬁ@ﬂuﬁxﬁﬁ :IrkELI Léj-*@/pﬁ N ﬁﬂ/ﬁ'f‘t ﬁﬁbﬁfz ~ ﬁ{}}?\ ~ j:ﬂ'lr/nx Q Lj]ULEL
S SN A PR st
i U AL =] S L Sk O
L R SRR SO & T
e e SRR 52 TS B AT B
AP AT LR e e ST
P Y BT R Bt s S P
AT T, MM S i D BRI
IRE i WFA T it RS AT AR, KA
Tl T F R T AP B S R R | Bk
ey RREMEFFEBL% 5 WP SF ARG ; T B0 )T K 1 5
PIRHEFE | e WEhHL% , SR PRI J2 ANDON SR B B A ;
n 5;']’ WIRHE B RESLE 3 RFID K 46 SC BRI 5 B MEPERE S
o PP R R SEBRL E T R 1 BT AR
bRl TR, ARORCRRE R R, UM R
o PR B LB KA it 1 3 R R iyl
Bi‘iﬁ'(ﬁlf Fﬁﬁ\ﬁ_ F TR 5 T"‘%‘JTA?F{’?”’*%W’*LP' ﬁi@?xn*ﬁun*?,
Tl o PRI SRR A BT 7 L AR AR A B
BB 5 F RS 5; o 5 T 0 5 [y ;
S B T |k ) S A T e s SRl

R S

T 785 RE i S A = A mh 4l
BREFEERUERE
FEE L)

B BE i AR T Al
4 A 57 5 300 AN HIL SR B A R oL A
o PRI, B RE il 3 A fay LR
TR, RS AL L™ dh 7 b I
Az 7 2 AU A5 Y s AR o 0
B AR S5 Tl AL TR fil 5 B
SR AN BRAEHEAT 2 Al B i
il it e JR LR A A 1) R R i i
7 it Sl 2 A AR AN S — B T A 114
A, R LT B Al L 4% A R
F 2 2k, 5257 M Se ik (4 H 3h 4k
PR N TR ARFCR 1) 4L
PR IRALER PN Y RS
IR CELIE  FT A ) A S ] R

i, T IR 28R B A O AR R 2
Jo ik Mg R, A R )
W AR BB A ) P DL R A
B A T e TR B R
MR AR S AT TR S B ARl
B Sa S TR BRI K i, o i
Gy i v 1o

A A S R EA S
RANBRE RS
ERLE

S 1 I A 7 AT 55 iR A i
35 36 T R AR S B R T I
ST B AR SE PR A, B A A R
SHHL BT 25 Sy 1 1] AE il i R
FRAET K S 2 AR 0 SR AR
B S 0t A B B R A R
VSRR R T L TR
5 — AU BRI A, 4T 1

373 5k ) o S 30 i 3 A )

20204E 5563 6 0] - RLATRIEEIA 35



- -
I oru

R SR A A B 30 R
W 412 7 ity R AR ORI R
26 e LR TR Y R e TS B AR
L DO EEHSE s & N A PrOC N 5 & /1N
N T RE 15 I 25 38 4% B R 7 oK

FIUELL T LA
(1) T A7 45 BB 2k
REHAR TR

FEMLZS R HL L LT
A 0 [ 52 b o S Be L R, St
ik sl e me Oy =X, S AR T A0 R d
FEARM OB, UL, Ak P9 2R
MY K% MRP (Material
requirements planning ). &2 it %
5HERE APS (Advanced planning
and scheduling ) %55 B H AR
Tt R g il Oy 2 AT Al gt
)RR TR B R = )
TR, S W 2k A8 OE A 7 I A
i, $& T+ A= 7 3R] B i v 0 A] $hAT
P 5 [R) I 2L A A At Y B AR A
2, PEFE AN AL N B A e e 7, IR
Bk B s A A o

R Dii kS S S cE 3 NI =20V
AR R A 22 ] 8 G HR O
R, B A AR R B0 5 ) Rk
B B TS O, PR i e ek
B T ER A R 5 4 Xk B
HLEE A 7= YA S RS

2 B s AN T e
AR ST S I B A ) 1 I R
U FH AR SR R TR 2
SRS 5] 1R YR S T A R, A FR O
e i i B 4 B A5 TN SR B 1A A T
e BRSPS, PRAEAE 7 R R R

T AP
(2) St Se A il T2 x5 B
PRBITK

TR AT ELEAR, A
PR R AE S 3 AR R OK S Xt T
AR T e S EY, i
15 BN 45 B T 1A AT 55 A 161 7
Bitrfk oy A o
ALK T YRS 3 BOM (Bill of

36 MiAtMIEEA - 20204E 63 % 6l

materials ) 5% BOM 1 5% LAl
RHK, 35 BT A5 K s AL %< TG g I 45
F AL IR FIECTF AR LA S AR
Bz K S HLIE Y A s, 52
FAARZS e L B | Sy Bl
ik, SPPBRIR S T 2R i i
RSB B O B AR 1Y 4 7
55 R, DRI 8] g O3 A 0 B AR
BENBABIT R AREE RS
B REBR IR
o S F M LR B H AR, ST

RU R L A RT3 R 2 AL A
U, i AT SR A RE AR I R
AL, B T2 S B
R RIS ST i T
BE LA A 28 L R T o ot ) — B0k
FEEE M

(13) SE I B A AL 7 X175 8
HARMFT R

T 2 A AL R OC R E B SRM
( Supplier relationship management )
255 AL FER T ERP ( Enterprise
resource planning ) & 4t . il & 4
174 LR % MES (Manufacturing
execution system ) 2 BHE AR, JE i 2%
Bic 28 37 4T 55 3K 3 1) 6 fith ) B A0 2R
PRI, S sh F A AR R Ah
B RE AL R, S P Rk v B L
T RN L S BRI T O, sh A
R R B T, R R 2 TG 37 I i
i

e B SRR XS &
SHLE IR AT IR IR AF B EER
LMW MG BN E,
A E B R D i 2, BERAE B RS
AL EE R R | Jo o ) A 0 U

T E M T2 BOM 5 i
BOM ¥l &£ AR, B Wi E 1k
95 7 1 RN 22 3l 57 8l 250G T L 3%
22, SEILIA ) 55 1 2R TR 04 W R A
HERL 2% , A KT 182k TE 30 37 46 1 1
BT RS 2 A
R AL E AT P DT C A G
HoAR .

(4) HEDESe HF T2 3 & X HE B

i )

>
[ay

PRI

s SRS B PR S BOR
b0 K= = M R IR NI & X Rl
T H.VR/AR T H AGV /NE &
REC %5 A s ik TR B & T B
PRl R B, SCHEBK B A =k i ia AT .

T ) GEHEM = R 3l
WP BREFTEMARA
DL 5t 2 19 77 it 26 C 4 B A
LN R TE 125 )5 vk B A, ¥ Bk 5l
BETC A o5 2B 77 BOHE 3 S S
Az A, i) ERP L
4% % ¥ PDM ( Production data
management ), MES BT E . K
Bl S5 BHOR, LS B RGLdR
A7 il o 2 B R R T W IR N s
17, IR s RO B A A 7
HE PR B sh R AR
PR | B/ BT (= A O =¥ )
R TR 25 U S R st 2 i) g
F A, AT 4 T A AR 7 2R
e TC BB 1 AN AR K, 38 7 i s
A BT, 4 S A I BEEAER A 7 i
A(E 1),
1 EFEEMAIRREN A= At E
i
¥ PDM 1 h ik B Ak it
FERE BAE- & Ak M E
BT B Y PDM SR, TR BT
(i) S 1 B WL D 2%, S TR R TS U K )
(877 it BIMRI A S 1 338 DA B il i
B AR AL B, Ak N EREE T PDM
S il B TSRS G RN TR B BT 1)
B baittb T2 80t =, il 5
B A B4 B8R4 L S ERP
MES S AI A R REE R R G
AR B, TE U 5 7 i i AW
¥ T2t BTSRRI
ni e BER ARG B, PRI T AR R R
DU i B A 7 A R, AT S B
FET RN RS RY 5K By 7 i S T
2t S T EHOR B R RC
T2 RGP IE ™ ik 57
SBE Dk B A 7 2 4 i) BRI B B



Intelligent Production Line %ﬁgé’i?}:&

NMIEE RS

Al B TR GE

A TR GE

PUI=:3

v

\ax
=l

o
N

ik /NG

ke 1A SRL AL

BCFAAGIN B

E1

(K2),

(1) BERYK S 1) 53 b ) 7 P )
Wit

LTI AN T PDM R4
4 8 b I BT A DR RIS 5
YRTEARFE WS S50 T
FEAS AR FERTT , S b A AR DA
BT E il | it 2 oty 1) B 3 R L 4
AT S E R, LA™ e
et o 2 AR [ 00 0 Pk [ 15 31 p
JUBRFEAFE P A

(2) JEF R 8K 50 F01 %090 TR
R T 20T

DL s BOM Sy Lnids, A4
TR T AR, #4121 BOM #%
LR TE BOM, 1 077 26 e T2
B A PR LA SR TR i 5 Y Sl

T [0) %5 BE IS B P L Bk 3h B 38 A 7= 2k i R 2R B

Fig.1 Application architecture of digital pulsation assembly line for intelligent manufacturing

T =Y T 2RSS, T3 AR
RUE U =4 T 230, RN
TG B H A, B uE AR AL % e T
2K TS PDM LT
4ET BOM HEA T2 AL B, o e 4
T EBEEAEA =R E A8 T8
SEMC DAIE 3 RO SRR S ARE
T St 5 6y BOM Hl By T35 5224
FEFERE

(3) ETH T AN SR LRE
A PR S LA T

L R AT N HA
A58 e SR A vk S B B R e Bl
R BS54 7 %1 ERP L
4% MES. PDM A =B REE S Bhd
AN A - e R SR, 1
T AR A I LA E N 2

S ZRE AR 2R KT H
REFL A ;7 2 AR Ry A T 4 T
B UE LA K A7 52 st 5508 9K 50 1 475 2L
PEAL T SREHLRIRLAL, Sl A = e B2
A BRA R R R LR R S
1T B85 L

(4 ) FF 3% AT T 19 i 25 &
S T 25 HITRZE R0
ik,

T PDM HIPH S HLAEH 43
VG R 1k B LR T2 1% H RS
e T GRR PR R AR A S
X P b RE T 2 AR R BRI
PEFHERE T 2K SRCR, W4
AT RIS B AR Al 55
PEHULPRUER T 28508, PRI S Ll 3R
SR g 14326 .

20204E 5563 6 0] - MR EIA 37



- -
I oru

LT )
Pt

T8
PHERIE R

SETHRIGR S 1Y
e

Ly B gy

LR RE X

FHLEET
s

T b))

kA 45

H

IEEEZVTNR

I

P !
TR H TR

=0
R | [ABOM & BOP

==
- i
—

SET RIS
A

H it

b | [ &5

ST

H .
m f b o b
FITHFHEINE I

Hlat

LA A

L

Al
B LRI T

T E X PR
HAEMES T E
B2 EFERMMIRRNNHFLIZRITRFIERE

Fig.2 Frame diagram of model-based and knowledge-driven digital process design system

2 SERBSHENESHITIIEE
[ Eae

DI s A shpLIK 8 A 7 42 1) 5
% MES 1R 54 -5, 5 ERP it
o i A L 2R 95 A TR A R DA B Al
P bl DX GG ) o R AR
7 AR, SEIAA w7 R AR
SR T B — AR EK Bl
FIVEE I 5 5 6 R X 48 A5, SEBLAE
PR 151 e o E V) B O N L PR
7 i AR PR S 2 A o s B B ] £
Z )2 B T R P SR
25 RN R T AR 2 Wk
HERY O RIS A TC R ) A A
N, P22 00 SiEhigs 5 it
R FAL (] 3 ), P R o B AL
N, SCPE DA IS AR SE B,
WEH :

(1) R H5 4k 9K 2l SR A

38 AiATMIEEA - 20204E 63 % 6l

ek PRI E

DU ZS & Sl ML 20 7 i i ol i
BOM JyX}4:, i@k ERP 45 R A
2k MES EH A4 7728 MES I hj &%
B R G EE L, i BOM 5
ML BOM Fl G Wi, SCEl L T4 5%
JEAE FE AR A 7 R R | R R il
25 Z RIS SRS %) MRP i858, 51
AN L2 K SHL SR A R
YIRMIE R Al Py 23R 42 7= H
TS R e A 2 A A R B
B RV B T S sh A A=,
S e A PR R
R

(2) Z 245 B S B 3% 0 5
P 0K 3 A BE R REHE T S sl S

DL 3% MES b JE aitF &, i
A APS A B B A AT A

RS W R, BRI s & 8
BIL A2 P 0y 24 o R 2 AN TR
Yy SUH) APS B AP 1 BE
THRIHE™ A2 8] 5 B AR, B B3k
T APS BRI S22 5 7 1 il
FE 5 SR AT I PR S — R B
9,8 % 2 20 A5 A B 52 il IR R B
P 98 sh 0 BE 7= R REHE S ah 3
PRI $R T A LR A e S i N RE
1R AR B8 77, P B K sl 2 i 1
i 3B A7, S B A LR Y e A E A T
AkasE A

FE RS R BE= R
il 22 A T R R TR S8 BT
AEAE () RIS 5 J83E  sh AS BAN AE
PR RS, S B E
PRI ) A A AR L EA T T
VERE R AFAEE RN, SEBANTR]
JE LG PR R A R B T LA



Intelligent Production Line %ﬁﬁﬂif‘h&

LML FAIMES P hig) ERP 3 N SRM
it | N—— | B FMBHGT | —— ] | Btk

it ]
e P R A %
TR iy L) T A e
FRA N &
] 5l i
- 12 0 HE %[ T He
T et v :
IR )
[ FEEFAY /‘— He
B . — ( i
SR T ST £
B — 5

R R T

B3 SERESHENESHITIEEEIERE

Fig.3 Frame diagram of the plan management mode of multi-layer connection and push-pull combination

TRFIR REIRR
3 ETFEELREERIME

TEEMLR (R E

fit s K sh AL B 2% W B &3 14
Z WIRHMILN O¢ R AR 2% . K 1
PP AR I O B A e S A 25 Kk 3
MUK sh 2. DR, PRk Jal 45 B
VR A A PR A e 2 A =
TH ) A S Ay, AR A
WOy, KT ERP AlE%E MES
RN, DA 5 25 R4 A R
R e IR PR R Y,
A EA R A sh b Y s
() — AL kLA B, Ak b P B
Ko e Te 2o 2 () W0 3 A5 B L s A0S
A AT 3 ' S | A T A B
BB Al 7 i R 2R A
B 175 WAL 7 B D % 7 B) 0 3 I 1
7 AL B A AR ) B sh ke
T, DT S B3 F 0 2 S e B4 K
S PRAE HERE R PRBE (& 4 ) .

(1) 3T 379K sh (9 kL 11
RIE B

LT ERP MlLEL 2 MES £ BN,
FHVL 55 0 7= B 8 R S AR T 55
ARG, T A TR

7B ()R REAL IR ik e 14, W] %
LS RIS I F AR, B i
BCik IR 2 BRCR HRIE e E K
2RI HETE, T bR A 22 R STk}
ZURAR S5 T RS DL

(2) 3T 40 £ AR B0 25 B0 1)
YIRS R,

ZEA R —4Eft | RFID 284444
HAR, UFM RS Y-G, 5 SRM,
ERP . MES %5 R G045 1, t i 1 Sg it
SR I WG AR B, AR R 42
ZRAE AR L AR | 13 4
PENT 200 R BB R B T K 56
TR R S S R, NS
PRARRE A a8 | 4 A i R A0 L
FEHL™ A BB W FE I At

(3)FEEH,

BT MES iy A4 7= 4545 L))
fig, AL & T BOR 38 BE - 11 R &
RE AR B8 7 A G L BOM A= 7= 4R
ST A Kl B e e e L DA E L
b B IURE R LR 2 ERP, 77 R
JE YRS BN KT B S R TR
1 %, ERP R G YRtk 5 /
P95 455 B AL E 2 LB MES 5 4
7 2 WO £ 1 A ATURL, D) 4R HR

AR CIERS, B e
SR PR RGN A S TR R R
I RIS / P95 M BAL
1% 2] 5 MES,

PRk A 0 58 B O RLE sk
S o B A BN A R B
R G5, S 3 Aol A A B
U], BEA TG — VR RN A B, £ i 2
AP R IR
4 ETYBBAMNEREETS6

BEREE

PLE I R e EEH
(), N7 T A R R B
TR ) 1 45 B 4 R 3l A BN 1 A=
CRERER RS, BAGEEREN
I FERSS Aok s |
B, a5 25 g it A - Bl A L.
RE Lk BRI 4 SR R Y A
A 1) b 0 B b o it S At
H b A R W RN TR R
(K 5).

(1) 2T B3 B ds 3K 3l i R A
TR

PUAE = 2o B T A4 R A
DL A T R R RN
V-5, 5 B MES DL R

20204E 55634 60 - RLATRIEEIA 39



il

| ~
(EISN N 5/ s £ 1))

Fig.5

FORUM
Pkl AeG
ol ERP MBI | #hk 1
pUnZEEmes | et :D SRS
5 Al s
— il [ R (o et (e [ | [irmim | [semmn
ﬁﬂigxmu %ﬂiﬁﬂ# '«*@Fﬁﬁﬁ%
ik St Kl FEL H
AV
it
) e e Pk HIBEH RS R
SEBIET | i — £
HAEEE R HPRL R A N T
S RLE A AGVEHI RS ALk 4
P 1 4 P
SEEMES
—@ e
T HR ) TS
e ] [
i
Wil
[ wens G EEmmETE

.
.

LR B

B4 SSEREHRIRSh ) MR R R I IE SR

Fig.4 Frame diagram of precise material supply guarantee driven by real-time data

ﬂﬁﬁﬁl

&5

BRI

ML

HETFHITRIR B 1) T

BRI EFTREREERREN

T2kt

H- ST

paNzann

.
SRR S R

Intelligent control system architecture of final assembly pulsation production line

40 BB - 20204E 56348 Fell)




Intelligent Production Line %ﬁgé’ii"ﬁﬁ

IR B R GE AR A, SEHT BRI |
BLOEE R RS, BB D i L 0
H 2 s ) 53 0] 55 24
JEXHE = R R TR AR o

(2) = B AR BE PRI

Eifﬂifﬁfﬂ%ﬁﬁﬂﬂs%ﬂ%
FEml b AR B R
&ﬁﬁiﬂ%iﬁﬂ%ﬂeﬂ“‘é?ﬁi é%
I e SR ABE TR S e ok A e A R R
b B9 AN W20 B, KA AE B TR AE KL
W6 BE % S sk (AT WA, IF R K AR
[F] R T 2R S B AR
5 BEENLESERELEkERSE

iz

TG — b B LT AR, 5
— K a2, A Tl I R
REN T4, Tolk Hlds A B RE T
K& PR S ERP. PDM,
MES ., B b K il 3R 45 55 4 A% L
FH bt B B s 22 Mk sh ke A
(L 6)

(1) YRR UE PR RS

I F T BB R R AR
Rl SCADA (Supervisory
control and data acquisition ) R4 .
) V] B 2K St 56 A ST 40 R A G 3
RO, B B BB I
TH TR AR T i 17
%, B, PDM . ERP, MES % {55
BARGHE LY RSN H I
W, ARG RERE IR T 1T
DL SR 45 15 B REAE M B i
[ SEIT R AR

(2) 25 T HLES Ao

3 Tl B R s LA
N IR FE e B AL A AN i B o
RIS A AREEALES A S T AR
HMHRGEER. Ristlas AT
YIBHE B A ARG 2 LA KRB T
%e 0 TR BB A, KO X
IR PN I Ry a ik X N E |
AV 28 S A TR DL R ek A Bl

ERP

Jpig-gEgi

2 1
RIL

AKX 42 , EkG EE T e A AL g A
FHF 2R e o i 2 i 45, 3 s i s
K AHLEE BRI

(3 FRECHE S YIRS .

HF AGV/RGV RGE FHHL.
TR YN S BYR LN eV
REOE SYIIR RS, LI
B PR A PR B AT PRAE
PR AR GAER e L) NaRay &4
R K RIE g,

(4) Brressm

T B ARG TR S T AR
H 3R B AE LA T o
Aili , BB ARSI - 15 S B 4k
P bR AR S IR A3 N
HE B A% G A I F R P P 1) A A3
BB H

&g

28, 3 E LA &SPl E LA
lk B AR B — i B AR AR

Ho 2 3m

PDMi fic #%

ERP;&E Ac #%

Bl

PRIERLYE pye/iyERLl

R4

%*%%W-

BRI 558 SCADAJE L Bl K

(I Sl
$g®ﬁﬁ_»‘w

6 SEBIMINEKEZTEE

Fig.6 Schematic diagram of highly automated pulsation assembly line

20204E 5563 6 0] - HiATHIEEIA 41



- -
I oru

FHEER, (E i Ab T Tl B R v s 4,
B HNAL G A 7 T A A 3
e AR, T AR T X
A &, R — ARk A i
P o ity ZEHTVHE [ 5K S R 1 3 ik
WAL , AR AL RN A |
B ) AL TR A TR BE T, T
HABOGRATHEYE RS0 45 2 n
B RE M B 7 5 2 LUETT
JEESE B, AN W2 S s B IR, DAl
S5 , DTSRI [ B RE i i o
REHE BT 2, AL AER |

2 % X #

1] sk, ok, B, 5. s kb
ML H LR IE T 25 53 A Bt A J 22 0. s ol
HEHER 2019, 62(15): 14-21.

ZHANG Yu, LI Lin, CHEN lJin, et al.
Analysis of important assembly process of
aero-engine and prospect of research and
development[J]. Aeronautical Manufacturing
Technology, 2019, 62(15): 14-21.

[21 IR . E NSV RE R kR K
X 3 R s R SR A 7R [D]. s
il A, 2017, 60(18): 55-61.

SU Qiaoling. Development of intelligent
manufacturing and its impact on commercial
aircraft engine manufacturing[J]. Aeronautical
Manufacturing Technology, 2017, 60(18):

55-61.

[3] W . AU A B
Bt (M), dbat : HUBC Tl R, 2019.

JIANG Mingwei. Mechanical
manufacturing intelligent plant planning and
design[M]. Beijing: China Machine Press, 2019.

[4] JA ¥ . B aEHlE — b R
20257 5] [J]. P EPLMC TR, 2015,
26(17): 2273-2284.

ZHOU Ji. Intelligent—main direction of
" made in China 2025 " [J]. China Machanical
Engineering, 2015, 26(17): 2273-2284.

[5] Bk, 4807, £llE, & XT
B A B R A R B ], A il L
A, 2015, 58(8): 50-52.

HOU Zhixia, ZOU Fang, WANG
Xiangnian, et al. Suggestions on aeronautic
intelligent production line construction[J].
Aeronautical Manufacturing Technology, 2015,
58(8): 50-52.

[6] ks, Lo, BB, & MEH
AE LT I REARHE SHEZLR R [J]. fizs i
A 2015, 58(8): 26-31.

DU Baorui, WANG Bo, ZHAO Lu, et
al. Basic characteristics and framework of
the intelligent factory in aviation industry[J].
Aeronautical Manufacturing Technology, 2015,
58(8): 26-31.

(71 BRARAS, WG S0, ERF, 55
23 R Sl AL Al R RE LT ], Al
WEHAR 2018, 61(16): 52-56.

SHAN Jidong, CAO Zengyi, WANG

Zhaoyang, et al. Smart factory construction

research of aero-engine manufacturing
enterprises[J]. Aeronautical Manufacturing
Technology, 2018, 61(16): 52-56.

(8] JHIE . BT ARATEAT S HLAL™ g
PEMC AR RS (9], A AR
2019, 62(15): 22-30.

TANG Jing. Study on application of
digital twin in assembly process of aviation
electromechanical products[J]. Aeronautical
Manufacturing Technology, 2019, 62(15): 22-30.

[91 Rlide . T il ) & RE G AT &
PPN RIS T SRS (1], AR 5K
PETAR , 2016(23): 174.

LU Bo. Design and manufacture of
aeronautical engines based on intelligent
manufacturing[J]. Electronic Technology and
Software Engineering, 2016(23): 174.

[10] A% . 1 1) 85 RE 3 B4 o0 2 K 3
BLARAL R HEAL R TE [7]. ML priiefl S5
2017(4): 6-9.

LI Wei. Research on the standardization
of aeroengine enterprises oriented to intelligent
manufacturing[J]. Aeronautic Standardization &
Quality, 2017(4): 6-9.

(111 BRBT, B8] B Rehild 2 f - 5L
FAELT M. HEat : HU Dk AL , 2015,

CHEN Ming, LIANG Naiming, Smart
manufacturing system and practices|[M]. Beijing:
China Machine Press, 2015.

BIREE: kAR, S LRI, RS
TS AL EOR BT 5 H TAF, E-mail »
shanjidong999@qq.com.

Research on Construction of Aero-Engine Digital Final Assembly Line
Oriented to Intelligent Manufacturing

HUANG Jiang, YANG Hai, SHI Xiaoqiang, SHAN Jidong, ZHANG Jing, HAO Feng
(AECC Xi’an Aero-Engine Ltd., Xi’an 710021, China)

[ABSTRACT]

Based on the characteristics of aero-engine final assembly business, this paper puts forward the ap-

plication architecture of aero-engine digital final assembly line oriented to intelligent manufacturing by analyzing the

information development trend and construction demand, and expounds the main construction content and technical

realization route. It provides an important reference for the construction of digital production lines for intelligent

manufacturing products in China’s aero-engine manufacturing enterprises and equipment manufacturing industry.
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