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Abstract

With the development of the space launch application market, the current serial unit assembly
operation mode of launch vehicle segment products has been unable to adapt to the rapidly chang-
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ing mission situation. Based on this background, this article combines the current advanced tech-
nology in the field to sort out the key construction contents and key technologies, and proposes a
stable manufacturing unit/production line layout based on product group assembly and a tran-
sient state based on flexible processing capabilities for products with different configuration cha-
racteristics. Production unit/production line layout and two assembly capacity layout construc-
tion plans, and the feasibility of the two plans was verified through examples. It provides ideas for
improving the manufacturing efficiency of rocket body structure cabin products and coping with
changes in mission modes.
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Figure 1. Overall plan
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Figure 2. Workstation quick change process
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Figure 3. Manufacturing task pool and manufacturing resource pool construction
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Table 1. Launch vehicle section product grouping
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Figure 4. Continuous application of automated assembly
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Figure 5. Generic assembly process flow chart for stable manufacturing cells
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Figure 6. The layout of a certain booster product manufacturing unit
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Figure 7. Transient production unit/line layout diagram
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Figure 8. Assembly process flow chart
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