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Posture Calculating Algorithm Based on LM Algorithm for Large Part Docking

HE Xiaoxu'?, SHI Zhanghu'?, ZENG Debiao'”, LEI Pei'?, LIU Changming'
(1. AVIC Chengdu Aircraft Industry Co., Ltd., Chengdu 610092, China;

2. Sichuan Aviation Intelligent Manufacturing Equipment Engineering Technology Research Center,

[ABSTRACT]

Chengdu 610092, China)

In the alignment of large parts of aircraft supported by numerical control localizer, the accurate

orientation of large parts is the basis to ensure the accurate alignment of large parts. In order to reduce the error of the pose
fitting of large parts, four key measurement points on large parts were measured by laser tracker. A method of fitting large
parts pose vectors was proposed based on the position accuracy requirements of different measurement points. This method
has the advantages of fast convergence speed and small fitting error, and is a good method to estimate the pose vector of
large components accurately.
Keywords: Large parts docking; Fitting of posture vector; LM algorithm; Least square method; Laser tracker
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