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Digital Coordination Technology Analysis and Application in Finish Machining

Production Line of an Aircraft
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[ABSTRACT]

for aircraft digital assembly and finish machining, produc-

In order to meet the requirements

tion problems that may be encountered when converting
analogue quantity into digital quantity are analyzed, a new
process solution is put forward, and product rapid reverse
modeling is realized by comparison between theoretical
digital model and physical samples and secondary correc-
tion method. By introducing a on-line detection, automatic
posture adjustment, CNC digital finishing production line,
concurrent manufacturing of multi-type aircraft is realized,
quality of products is ensured and production cost is re-
duced.

Keywords: Analog coordination Digital co-
ordination Process tolerance allocation Process
flow Digital finishing

DOI:10.16080/j.issn1671-833x.2015.21.150

B CHLAY BT 5 HiE 1A 2 A R B BOoR T
— A B KL B AR AR AR 2R R g, % R
EIME R AR T B A 2R, AR 45 & 52
A 8RR R B R R R A X IR RMLRE (RS
JE AR R R 2R 22—, PR RALR IC B AR BORS I 4%
ARALAL TR M HE R =7, DL AL I g4 i i e 22

DR CALE R LR e B P i 2R
PRI AR E 58 JUR 7 0 R 25 5 5 itk
TR T o AR GER R4 5 58 ORI T3 7 24

150 BizERE A - 2015 4658 21 1]

A =

Fyak PR KE=x
RIS B IRAPRIINT. & _LREAT IR B RS I T 5 $ A
(GEN 7N B NN I PN DRI Ak A e I
B R RS PR , Gl R , CIGIEIE AR
TCHLIHR T 2 HURR LR R TR R EDSR

Wit A A I TR B AN W B e, ARG = B
AW R IO PR BRI THARAE YL BC A5
PR Z AR . S TR T RS i i ()
I B i A 7 SR | R B AR 3 B 2 ML A A
AR, R A IO I T A P R N e SR ) 32
.

RS EZE R IR BRI T T p UL i
Fs By A A SE B A 204 1 D AR
ey Uy IE n] REIE B A AR 7 (R R, iz P BE R0 5 5
PIREAEXS A IE R T i, S BT 7 i A bR 338 ]
AR BRJE TR T HATELAS I | F Bl S
RN T I RER B A = e S B, sl i i L A S 2
BB AT i, PR L™ i JoH A9 TR T, A5 20 i v 2 7
RO R AR

1 ARMHEFRRERRER

IS FEVRHE RN AL 2 RS LA BT
A7 FERLIREE LA B se Aa6 B i LR B LA
FER AR T L8, (HR AP RIS &
2 AN T AR 2 R FASAUL s EA TR, SRl Jr =X
CL ™ F A A 29 T CHLAY A P45, 30 D) 75 B0 AR 24
FTAA) A A s a5 U 1 T s e b A
&, NIRRT
1.1 WEIZHENSH

ORI T2 D5kt Ay 3 KRR in 12, &
FAFAELL T [n) L

(1) TR ) KK . BRTARS I TR H
RS PR RSN TR BR AR ST O, SR 6 S
PR N T Fsh A7, a2 2 N (BRI E
A2 N BLA R 0 & S T T B, 4
TSR ] RS I RSN G 70% 224

(2) ZHVREE I TAE B, Z PR 2 8] 0 55 R
FHPRAERECE S XT3 B ARG I T 65 -7 e 46, S %%



ASSEMBLY LINE TECHNOLOGY %ﬁailﬁ:&ﬁ*

RIS 57 R R . FRAEREAF AR E T A%
& ek, o ks TAE S, S HIRZ 57 ghnm Bk
3=

(3) RS B sz B B, R FE A it A T
H PG A 1S G 5 5t | 3 0 A PP AR I B R A T
A GENL K, 3 A LEERLRE R R AR A T H S
HERE BERE PG T X LE 5

(4)mTIHREZ, T I E AL HY L L
HETT, M TP IRE R, T B2 2, 7] HAS PRIRAE,
hn T, HAZ B R 3R s 5, i TR R — it
HRIEZE 0.035~0.05mm ( H8~H9 ) Z Jd];

(5) BT R YRS AL IR R X
UG R, T 248 1 T WA 20 ™ e REPp ] s 4
FIFHLSE B SE I L DEA T, ATV 2 BIAR A B 1

g5 Rk, BRTA A 3 KEIFRR I .6 o5 528
Z S5 Sl A SRR A T FE T L
AU I T4 e . Bev- i iy 2R T4 — B
W N s el 1B 78 VI TR A ) 31 S5 7 N i O
AT UG T, i T AR P A T R T T4
R il T A AR AR . T DA, R — AR R 2 AL
LA P R ARE I T 5 BAE DT,

1.2 WEIZMNRESW

TG [P J TR0 A% 3o IO bR vfE T 260 2 LA S e
AR P 3k e TR RS PE K, 254 & 2%, 1 HLA
A BB AN G — , PRI IR — D B 5 e R 2=
FRUEREAE AR AR A AN AR A 451 R I T 5 N
a5, RS I T B 094 e A IO AR IR EE D R T
TREE L2540, O R TEMA S &40, X T4
R Mk 2, Hh iR A 4002 22~24, 4N 10~13, TR EE
F 140 8~12 , RH BN SR HE T SR T,
FEORK B R 2T SCMBERE R E TR Z R &Sf
0.05mm P25, %M F) BB 5 0F, 0K IR 25 35 ]
TE +5°CLAN, HRE4% 217 10 A8 Ak e 1538 B (%) B[] i
JFE ST, SRR ERE R S LRI X & N T B B E K
PLASZ (B 48 LA K™ ok I TR A2 31 TAR R 2,
TR T SERIZARAIERDE | 1R 545 — KO0
1.3 KREE

Bifi 5 22 HILR A7 A 7= FURH O AL AR 1L 1 A 7= T 5% 1)
B, 28 /) H AT R A AT 55 LA R A B i 2 S 8
THRERIRE, Ry 1 R B AR K R R R K, FRATT
o B BRA 2 S b G R R 1 & R T il iE RE T,
MARAS I AR A% G2 LB L il o O =X, 2 R
TE SR ARG BE B, 4 J6 S R B L2 e 1 1 SR 30
PEFHA BT AR e ) 3 R BB T FIKF . A Rl
7€ I RN B AL G I T TP AE B e

P A PR IR, S i 1) RAILER PR i B R e
AR5 R, SEBL RHUEC AL 0 TR A R 5
[

2 EMHFEEMTHRRRE2T

3 5 X 2 ) B A 7 AR R B 3 A A BN R R SR
BRI, SR A P R ST AT R B AA T
o 2, HHTIXLENLRIF AT PSR, dnfaf S8 2D
B AR Rl 3D FCT A, il (R IE AR O AT
RN T AR 5 U A, 2 22 S0 B AT 5 3K
S0 R SBR[ A
21 HFERIN=HEERIN

HUARZE R AR SRR FDRS B —ZE IR 48 7™ i i %
ooy = AR R R R S AR B AT X L
G, A e i B R 76 A = v BB AT T
TR e, e FE R T A A AR R K, B
B2 w9 A PR BN SRV, 45528 I BRI A7 fig
DRE R AT BTSSR AR e R n A
), I SRR HEA T LERAIE , X A7 A ) 25 5%
TUABIEAMER T IE AT SR , AR A B AT
TN R fe 2L 5 I B 36k [ Ao 75 B 19 gl
FHTTRHL™ i AR HORE IN DRt RS AEL B Bl ] v
AR AR 390 i) B D 8 A A AR AR 1% T2
Tk EEM T SIS LA SRR
22 HFEHRBSHMGHTRIRES

25 w) H HT B B AR R AR AR U IR IO R
18, BT B A ARER P AL R PR A
#hox AR 2E , BB S S)S B B A —
IR ZE o

FUAT, 1% 381 LR IS i A7 i, 7 il i
1A Pl SR (I LSS ) AR IR R
S AHXALEIE R TR R E S R R 2%, )
BEAUE CANRECE RS ) B2 3BT SRS R R
BOR, TRHUEG i B RO AR AR R LA 2 )R]
REAF AR 22 , T 4 G T 23 A5 S5 R 2 TR AR
R LA T A , X5 e P 1 52 AL
(B WA TR, SRS B AT S, A AL
A R T R PR CRAIE PRI AN LAy DA
I A BRI R A ST B R S B A BB U, T RE
A R R SR P [T, PR, o] 5 BT R PP AG O
B E AR Y 2RI R S L A PR
TR AL

3 EMIIZHRERE
FF s KA I T 6 B TARZS 0, o T 5K
2015 4E55 21 0] - piashiEReR 151



%ﬁaiﬁ&ﬁ* ASSEMBLY LINE TECHNOLOGY

PRI A AT A RHLEC AR B i AR oK, AR A
B L DG ) |G By s W e =Y vl e
B AR T AR i, 46 5 R BA LRl il 1
JARA, 2wt — & T AL SOR R PERE R T AR
M R EC ARG I T & TR G, 5 i e CALRR
PR BB 5 FL / T AN T VR 4R AL /
T RN T 6 A/ FL AN T, ML L3 B o5 i F T 4
% R G SO B TR EORS B R T i, S
A PR T IR I T RS RESAE S5 i AL =
I N T2 AL,

RT3 SRR A R T A, Y
KM T PRE T R Ty AR s R AR U I
B, T XK I T T2 AR T e
3.1 HIEREHFE

FEIN T A 2250 H R AL e WL Ul fin T 5%
Ak B0 MR 0 T, o) o AR B [ A R ek R
W, FIEEA F SN R RSB ORI T TP AT K
TR C MR ik B A B ARG i T A P i il i
R BB S 4 A, TR AR R 1 e 4 L B
HSESEAR TR, B IERME . B ATA B AR UE
FAT 55 S, AR ] P 58 R AR TERE XA A
30 r) AR T AR RE I AN | Fh LA e B ARG i 1A =
ARG, 7 S B R 4 R AR RS i T
FRGE T 0 AR R A DG | B2 B e e o i
AR, T TR A I T A = my e i Tl . s
KGN TA =28 5 bR B TR I TR e
PEAT IR D) B RS i s K i A G e, T £ s
MR | 5 R R S S I e e A T )
L6, A5 L EE 5 AR RS R £ 4 22 001 3d 0
IRIEHL B 3 BRI P2 oI T 360 2 75 BEKs b 1 22 in
oA, SR 5 X EE BE HEA T R AB IE FIAME i & IE
FRME G B BRVE RS I T Al s B , B ek i 1T
A PR AR AR BRI T 25 AR 1 R .

32 FHAIEIZHREZENNE

TE R AT R, JEIS R DR SR AR
PR, ZA ) i 2 R B PRI A AR T R 22, B E
AT TR ZE 04y, AR TB L TAE &, SR IE
TR, PR T RHLEE T2, RIE e T T
A A T A MRS SR AR E TR T M
JE K e e i

il 3 1R 22 B AR BB A iR AR 5 45 28 i AL 9 £L
N SIS HIR A — 2 R 22, D THBR R R IR ZE TR,
FEZAF N T B BE e 78 4558 o5 FL R 115 Ao T A i Bl
BEAD T 2045 22 10 43 Bie - S5 400 5 BRI (ARG In T A 7= 2
— 20, AR R R S R, B S B R ZE R,

152 BizEhlE A - 2015 4658 21 1]

PN TG B R i e F e ey
AL/ T KA Bk = AR AR R A
Y PSR AR R A

'
| BRI RS |

¥
it
K Eaia Fire -
FEAV B A ik Hopie g

i 1

PEEPRHERE P L9455 PEHGHR S L9455
Herd AL /T SR || R XA L /T K R
YA R TR AR AR

l |
{

XTSI T IE
%ﬂ*ll“r%
XHMEE AR A
HEATHIE

|

[ Ak S S BRI T

AR e R i
v

Bl B ITEFHISRBEHRRIZERE
Fig. 1 Drawing process of finish machining production reference
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Fig. 2 Distribution diagram of part register differences
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Fig. 3 Flow diagram of digital finish machining process
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Fig.4 Layout diagram of digital quantity coordination finish
machining production line
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Fig.6 Finish machining machine tool for nose landing gear
intersection point

E7 &, NEEMIVR
Fig.7 Finish machining machine tool for fuselage and wing
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