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Fig.1 Overall architecture of intelligent production line 3D monitoring system
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Fig.2 Data model for visual monitoring of production line
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Fig.3 Real-time data integration method of 3D monitoring system
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Research on Key Technologies of Digital Twin-Oriented Intelligent Production

Line Monitoring System

SUN Yuanliang, MA Wenmao, ZHANG Chao, SONG Yongjie, CUI Jing
(China Aviation Planning and Design Institute (Group) Co., Ltd., Beijing 100120, China)

[ABSTRACT]

Traditional manufacturing management is often beset by the serious “Black Box” problem, that is the

inability to grasp various types of information on-site in a timely manner, which causes the actual status of the site lagging

behind the expected plan and further reduces efficiency and quality. To solve this problem, the key technologies of digital

twin monitoring system were studied. A three-dimensional model of the production line was established in the virtual space,

and the association mapping between the data and the model was established via the collection of realtime on-site data. And

then, a virtual leadership cockpit was created presenting various status and performance boards to solve the transparency of

the production site and to improve production efficiency and quality.

Keywords: Digital twin; Virtual-real mapping; Intelligent production line; Data acquisition; Monitoring system
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