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Abstract

Through analysis of the process characteristics as well as difficulties in the manufacturing process
of large aircraft flaps, a process control as the center of the flap manufacturing quality control
methods is proposed in this article. The method combines the flaps large passenger aircraft man-
ufacturing process and the characteristics of their use of advanced composite materials, stressing
on the need for comprehensive control of the internal quality of the advanced composite materials.
The result of the application proved that, through this approach can improve manufacturing qual-
ity and reduce volatility when the real breakthrough in the manufacturing process is difficult to
obtain.
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Figure 1. Five aspects of flap manufacturing quality control
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Figure 2. The idea of concentrating on process control
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Figure 3. Constraint decomposition tree
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Table 1. Qualification rate after adding four constraints
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