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METHOD AND AN APPARATUS FOR
PERFORMING A PROGRAM CONTROLLED
PROCESS ON A COMPONENT

Matter enclosed in heavy brackets | ] appears in the
original patent but forms no part of this reissue specifica-
tion; matter printed in italics indicates the additions
made by reissue; a claim printed with strikethrough indi-
cates that the claim was canceled, disclaimed, or held
invalid by a prior post-patent action or proceeding.

RELATED APPLICATIONS

The present application i1s a Reissue of U.S. Pat. No. 7,813,
830 B2, issued Oct. 12, 2012, which patent is based on Inter-
national Application Number PCT/GB2006/000266 filed
Jan. 26, 2006, and claims priority from British Application
Number 0513899.5 filed Jul. 6, 2005, the disclosures of

which are hereby incorporated by reference herein 1n their
entirety.

The present invention relates to a method of performing a
program-controlled process on a component and an apparatus
therefor.

Machining or performing other processes on components
that require actions to be eflected on the component at a
plurality of different locations with a high degree of accuracy
are typically etlected with the use of a program-controlled
machine, for example, a multi-axis multi-jointed robot. In

certain applications, the accuracy of the robot used 1n the
process may be affected by temperature, manufacturing tol-
erances, and even loading of the robot. Efforts have been
made to reduce errors that reduce accuracy arising from such
elfects, but with limited success. For example, such robots
may selif-calibrate 1n dependence on temperature, and on the
load carried by the robot. The calculations mvolved 1n cor-
recting such errors are complicated and whilst able to
improve accuracy to some degree may still render the robot
inappropriate for certain applications demanding high accu-
racy. For example, 1n the aerospace industry an accuracy of
+-0.5 mm may be required, whereas the robots typically used
in machining certain massive aecrospace components may be
unable to attain such high accuracies, despite the efforts made
in the robotics industry to improve accuracy of such robots.

The present mvention seeks to provide a method of per-
forming a program-controlled process on a component with
improved accuracy.

According to a first aspect of the present invention there 1s
provided a method of performing a program-controlled pro-
cess on a component comprising the following steps:

a) providing

(1) a component,

(11) a first machine arranged to perform a process at a target
location on the component,

(111) a second, program-controlled, machine for effecting
relative movement, in three dimensions and about a plu-
rality of different axes, of the component and the first
machine, the second machine being able, upon nstruc-
tion, to move an object within an acceptable margin of
error to a target position,

(1v) a metrology system for ascertaining the position of the
component relative to the first machine,

(v) component data concerming the shape ol the component
and including details of a plurality of locations on the
component at which processes are to be performed by
the first machine, and
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(v1) process data including details of movements to be
made by the second machine to enable processes to be
performed by the first machine on the component at said
plurality of different locations on the component,

b)1ssuing a command to perform a process on the component
at a target location on the component,

¢) 1n dependence on the process data, causing the second
machine to effect relative movement of the component and
the first machine towards a target position, at which the first
machine and component are so positioned relative to each
other that the first machine 1s aligned to perform a process at
the target location on the component,

d) ascertaining with the metrology system and the component
data the relative position of the target location on the compo-
nent and the first machine,

¢) calculating the relative movement required, if any, to move
the component and the first machine to the target position by
means ol a calculation using inputs concerning (1) the
expected position of the first machine relative to the compo-
nent and (11) the actual relative position of the component and
the first machine as ascertained 1n step d),

) repeating steps (¢), (d) and (e) as part of a closed-loop
process until the second machine has effected relative move-
ment of the component and the first machine to the target
position with a given degree of accuracy,

g) elfecting a process with the first machine on the compo-
nent, and

h) repeating steps b) to g) in respect of a plurality of locations
on the component 1n accordance with the process data.

Thus the method of this aspect of the present mvention
facilitates the integration of a metrology system with a pro-
gram-controlled machine for effecting relative movement of
a component and a machine arranged to perform a process on
the component. In an embodiment of the invention, the inte-
gration of the metrology system with the program-controlled
machine 1s advantageously so effected that process data
enables the component and first machine to be moved into
approximate alignment with a target position, and component
data, for example CAD data, can then be used in a closed-loop
process in which the actual relative position of the component
and the first machine may be ascertained and then corrected in
view ol information from the metrology system and the com-
ponent data. The method of such an embodiment of the inven-
tion thus facilitates greater accuracy of performing processes
on a component at predetermined locations than the prior art
systems mentioned above that have focussed on solely
improving the accuracy of the positioning of a robot. In par-
ticular, the method of such an embodiment of the present
invention enables CAD data to be used when performing
processes on a component to ensure that the locations on the
component of the performance of the processes 1s 1n accor-
dance with the target locations by direct reference to the CAD
data.

Preferably, there 1s provided a processor for performing
step ). A processor may be arranged to 1ssue the command to
perform a process on the component at a target location (step
b). A processor may be arranged to cause the movement of the
second machine. Preferably, there 1s further provided a
memory for storing the component data, and/or the process
data, and the processor 1s arranged to read data stored 1n the
memory. The processor and memory may together form a
processing unit.

It will of course be appreciated that separate processors
may be provided to perform such actions. In a case where the
first machine, the second machine and the metrology system
are sourced from separate suppliers, 1t may be that each 1s
provided with a separated dedicated processor and a further
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processor 1s provided for controlling the performance of the
method of the invention. Alternatively a single processor may
be provided to perform such actions. For example, a single
processor may be provided for controlling the first machine,
the second machine and the metrology system.

The method 1s of particular application in a case where the
method includes effecting a process at a multiplicity of dif-
terent locations on a single component with the first machine
by performing steps b) to g) 1n respect of each such location.
Steps b) to g) are preferably repeated for substantially all
locations on the component at which the first machine per-
forms a process.

The method may be performed 1n respect of a plurality of
components all to be processed 1n the same way. In such a
case, the method may include storing, for example 1n memory
accessible by a processor controlling the process, offset data
concerning the difference between the position attained as a
result of effecting movement in accordance with the process
data 1n respect of a target location on the component (and
without performing the closed-loop position-correcting pro-
cess) and the target position. Such offset data can then be used
in successive performances of the method on a further com-
ponent, to be processed 1n accordance with the same compo-
nent data, such that the second machine can 1nitially effect
relattve movement of the component and the first machine to
a position 1n accordance with the process data in view of the
olffset data.

The method may be performed to calibrate the movements
to be effected by the second machine. Such a method may be
performed to enable the second machine to effect relative
movement ol the component and the first machine with a
given degree of accuracy without further need of the metrol-
ogy system. In accordance with this aspect of the present
invention, the method may be considered as a closed-loop
calibration system for calibrating a program-controlled
machine that effects relative movements of objects in space. It
will be appreciated that in performing such a calibration
method, the provision of a component and the performance of
processes on a component may be optional features. How-
ever, 1t 1s preferred that the calibration method be performed
as 1 the component were being processed 1n accordance with
aspects of the method of the invention as described herein
which require processes to be performed on a component.
The method may further include storing details of the move-
ments effected by the second machine taking 1nto account any
correcting movements made as part of the closed-loop posi-
tion-correcting process and then performing processes at
locations on a further component using the details so stored.
Thus, after the movements effected by the second machine
have been calibrated 1n relation to performing processes at
locations on a component in accordance with component
data, the use of a metrology system may be optional 1n rela-
tion to performing processes on a further component in accor-
dance with the same component data.

Step ¢) may include causing the second machine to effect
relative movement of the component and the first machine
towards the target position in dependence on such offset data.
After effecting relative movement of the component and the
first machine in dependence on the process data and the offset
data, the closed-loop position-correcting process may be per-
formed 1n order to bring the component and the first machine
into alignment with the target position with a given degree of
accuracy. Using oflset data in this way can significantly
improve the accuracy of the mitial movement to the target
position effected by the second machine before performance
of the closed-loop process and can therefore improve process-
ing cycle times. Those skilled 1n the art will appreciate that
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4

robots, once suitably programmed, may be able to perform
previously conducted movements with little or negligible
discrepancies between the positions attained on successive
repeats of the same movements, despite the absolute accuracy
of the robot being subject to much greater discrepancies
between actual and target positions.

The calculation using (1) the expected position of the first
machine relative to the component and (11) the actual relative
position as ascertained in step (d) may involve a step of
comparing (1) the expected relative position with (11) the
actual relative position. For example, the calculation may
include a step of ascertaining the difference (or differences)
between (1) the expected relative position and (11) the actual
relative position. The calculation may include assessing
whether the expected and the actual relative positions meet
preset criteria. For example, the difference (or differences)
between (1) the expected relative position and (11) the actual
relative position may be compared to preset criteria. Such
preset criteria may include one or more thresholds, such that
if the one or more differences as calculated are below the one
or more thresholds no corrective action 1s deemed required.
The preset criteria may define the degree of accuracy of
positioning the component and first machine 1n alignment
with the target position.

It will be appreciated that at least some of the steps of the
method of the invention need not necessarily be performed 1n
order. For example, step (d) may be performed before or after
step (c). Step (d) 1s preferably performed after step (b). Step
(¢) 1s preferably performed after steps (¢) and (d).

The method may be so performed that, in respect of the
steps performed 1n order for the first machine to perform a
process at a single target location on the component, the
second machine 1s caused to effect relative movement of the
component and the first machine substantially the entire way
to a position 1n accordance with the target location and then
step (1) 1s performed for the first time. Accordingly, the
method may be performed such that as an mnitial step the
relative positions of the first machine and the component are
brought into approximate alignment by means of the second
machine with the use of the process data that does not neces-
sarily enable accurate movement to the target position (for
example, the second machine 1s only able to effect movement
to a given position within a margin of error that 1s much
greater than the degree of accuracy required) and thereatter a
closed-loop process 1s performed (by means of step 1) to bring
the component and the first machine 1nto accurate alignment.

The mput concerning the expected position of the first
machine relative to the component, as used 1n step €), may be
calculated 1n view of information concerning the position of
the second machine. The expected position of the first
machine relative to the component may be calculated with the
use of calibration data that 1s used to calibrate the movements
of the second machine. For example, such calibration data
may form part of a kinematic model of the second machine
that allows the second machine to effect movements within a
given margin of error. The expected position may be consid-
ered as the position in which the second machine “expects”
the component to be relative to the first machine. The calcu-
lation of the mput concerming the expected position may
additionally use data that relates the position of the compo-
nent relative to a position of a feature able to be measured by
the metrology system. The expected and actual positions of
the component used 1n the calculation may thus comprise
expected and actual positions of one or more features able to
be measured by the metrology system. The calculation may
thus effectively comprise a direct comparison of the actual
and expected positions of one or more features dependent on
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the position of the component in the same coordinate system.
The calculation of the input concerning the expected position
or the actual position may use the component data.

It will be appreciated that, in the case where step (e) 1s
performed after the second machine has effected movement
in order to bring the component and first machine into align-
ment 1 accordance with the target location, the expected
position will be the position that 1s 1n accordance with the
target location with possible discrepancies relating for
example to errors or inaccuracies in the movement effected by
the second machine. (This may, for example, be explained by
considering that the second machine “expects” to have made
the movements necessary to bring the component and first
machine into alignment 1n accordance with the target loca-
tion. )

The method may be so performed that, 1n respect of the
steps performed 1n order for the first machine to perform a
process at a single target location on the component, steps (¢),
(d) and (e) are repeatedly performed during the relative move-
ment of the component and the first machine and before there
1s effected relative movement of the component and the first
machine substantially the entire way to the position 1n accor-
dance with the target location.

The metrology system may detect the relative position of
the component and the first machine a multiplicity of times
for each process cycle. Any or all of steps (¢), (d) and () may
be performed many times during each process cycle. For
example, step (d) may be performed many times per second
and may be performed more frequently than ten times per
second.

It will be appreciated that the relative position of the com-
ponent and the first machine may be ascertained without
either ascertaining the absolute position of the component or
the first machine relative to another fixed reference. The rela-
tive position may be ascertained by detecting the position of
an object that 1s fixed relative to the component and or the first
machine. Thus, the metrology system need not directly mea-
sure the position of either the component or the first machine.
The metrology system may make measurements that yield a
parameter that allows the change in the relative position to be
ascertained, there being provided suificient data that allows
the relative position to be calculated.

In accordance with the method of the mnvention, steps (c¢),
(d) and (e) are performed as part of a closed-loop system for
enabling the second machine to effect relative movement of
the component and the first machine to a position 1n accor-
dance with the target location with a given degree of accuracy.
Such degree of accuracy may be determined 1n advance and
defined, preferably after or during installation of the second
machine or for example by the end-user. The degree of accu-
racy may be defined by preset criteria. For ex ample, the
preset criteria may include limits on the absolute distance
between the target location on the component and the actual
location at which the performance of a process by the first
machine on the component 1s to take place. Such a limit may
for example be less than 0.5 mm and may be of the order 01 0.2
mm or less. In the case where the performing of a process on
the component at a given location 1s defined not only by a
position 1n three dimensions on the component, but also by a
direction with one or more degrees of freedom, the preset
criteria may also include limits on the absolute deviation from
the target direction relating to the process to be performed on
the component. For example, the criteria may set a threshold
angle of deviation from the target direction, under which
threshold any error 1n orientation 1s deemed to be acceptable.

The process data preferably includes information concern-
ing the actions required to be made by the second machine 1n
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order to bring the component at least into approximate align-
ment with the first machine 1n order to perform a process on
the component at each of a multiplicity of different locations.
Preferably, the process data 1s, 1n advance of the performing
of the process at the first location, calculated from component
data, for example in the form of a computer model of the
component. The computer model may be 1n the form of a
CAD model. Preferably, the process data comprises com-
mands passable by the second machine. Thus, much of the
processing needed to control the movements effected by the
second machine may be conducted off-line and separately
from the performance of the processes on the component.

The actions required to be made by the second machine 1n
order to bring the component into substantially exact align-
ment with the machine 1n order to perform a process on the
component at each of a multiplicity of different locations may
be calculated 1n advance, for example by means of off-line
programming, to produce a sequence of commands for
istructing the movements to be effected by the second
machine. It will of course be appreciated that 11 the second
machine were moved 1n accordance with the sequence of
commands so produced, whether or not the component would
actually be brought into exact alignment with the first
machine 1n respect of each of the multiplicity of different
locations would depend on the accuracy of the movements
elfected by the second machine. The process data may there-
fore be 1n the form of OLP (off-line processing data). OLP
data may comprise a sequence of a plurality of movements to
be made by the second machine 1n respect of a given location
on the component to be processed by the first machine. There
may for example be movements to intermediate relative posi-
tions, between successive target positions, of the component
and the first machine that the second machine effects to avoid
a collision.

The second machine may include a dedicated controller for
controlling the movement of the second machine, such that
the commands produced during performance of this aspect of
the invention are passable by the controller.

The computer model of the component that may be used to
produce the process data, 1s preferably a model of the tully
processed component (1.e. after completion of all of the pro-
cesses performed by the first machine). The component data
may be 1n the form of a model of the fully processed compo-
nent (1.e. alter completion of all of the processes performed by
the first machine). The component data may for example be in
the form of CAD data. It will of course be appreciated that the
physical component on which processes are performed by
means of the method of the mvention may differ from the
component represented by the component data. For example,
in the case where the processes change the shape of the
physical component, the shape of the component will change,
as for example material 1s machined away from the compo-
nent, during the performance of the method. Also, the com-
ponent may after performance of the method of the present
invention be subjected to further processing, and the CAD
model may include details of the component once such fur-
ther processes are conducted. Thus at the end of the perior-
mance of the method of the present mvention the physical
component may only represent an intermediate state of the
component as represented by the component data. The com-
ponent data may be generated by means of using the metrol-
ogy system to ascertain the shape of a previously manufac-
tured component.

Preferably, the sequence of commands produced 1s
checked prior to performing steps (b) to (h) by means of a
simulation of the performance of the method on a component.
The sequence of commands produced may for example be
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checked to ensure that the metrology system will be able to
measure adequately the relative positions of the component
and the first machine during performance of the method.
Also, the sequence of commands produced may for example
be checked to ensure that there are no singularities during the
movement of the second machine during the performance of
steps (b) to (h). A singularity might occur, for example, where
a part of the second machine 1s able to be rotated about two
different axes and, during the movements, the two axes are
positioned such that movement of a part of the second
machine about an axis can equally be effected by moving the
second machine about either of the two axes. Such a choice
between axes of rotation can, if appropriate measures are not
taken, lead to the second machine failing.

The second machine may be calibrated by means of cali-
bration data, the calibration data enabling the second machine
to move an object within the acceptable margin of error to a
target position. The second machine may be pre-calibrated,
with calibration data for example, to take account of discrep-
ancies arising as a result of manufacturing tolerances. It will
be appreciated that any dlscrepancy between the target posi-
tion obtained by movement eflected by the second machine
and the actual position may be as a result of 1naccurate or out
of date calibration data. As such, the closed-loop process
conducted to effect movement of the component and the first
machine to the target position may include a step of refreshing,
the calibration data 1n view of the discrepancies between the
actual and expected relative positions of the component and
the first machine. Such arecalibration may be performed once
in respect of a plurality of components. It may be conducted
once per component. It may even be conducted every time the
closed-loop position-correcting process 1s performed. Where
the calibration data 1s updated or refreshed, the calibration
data may be stored 1n memory accessible by a processor used
in performing the method. It will be appreciated that with
suificiently accurate calibration data the second machine
would be able during steps (b) to (h) to effect movements to
align the component and the first machine 1n relation to the
target locations with said given degree of accuracy. Thus, in
the case where there the calibration data 1s refreshed in
respect of each location, there may be no need for there to be
any processing to translate errors between target and actual
positions ol any objects 1nto corrective movements 1n com-
mands passable by the second machine.

The metrology system may be able to measure the position
of a part of an object 1n a coordinate system having at least
three degrees of freedom. The metrology system may be able
to measure the position of a plurality of different parts of the
component. The metrology system may be able to measure
the position of a plurality of different parts of the second
machine. The metrology system may be so arranged that
during step (d) 1t ascertains the position of only certain fixed
points on the object to be measured. The object to be mea-
sured may of course be the first machine, the second machine,
the component or a reference spot. The measuring of the
position of an object by the metrology system may be effected
by means of measuring the positions of points that are fixed in
space relative to the object. For example, the position of the
component may be measured by means of detecting the posi-
tion of a j1g that holds the component 1n a single orientation.

In accordance with the invention the relative position of the
component, for example the target location on the compo-
nent, and the first machine 1s advantageously ascertained with
the metrology system with the use of the component data. As
mentioned above, such component data may comprise CAD
data. The component data may include data concerning the
positional relationship between the position of the component
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and one or more features, on the component or on another
object, that are during the performance of the method of the
invention positioned in fixed relation to the component and
which may readily be measured by the metrology system. For
example, such features may be readily identifiable features on
the component or features on a jig holding the component.

The method may include a step of identitying the relation-
ship between the position of the component and said one or
more features. The one or more features may for example be
in the form of light spots that are fixed relative to the compo-
nent. The method may include a step of using the metrology
system to 1dentity the position of the component by means of
recognising the shape of the component or one or more por-
tions of the component. Once the position of the component
has been ascertained by the metrology system the relationship
between the position(s) of the one or more features, (those
teatures to be recognised by the metrology system during step
(d) of the method when ascertaining the relative position of
the component), and the position of the component may be
identified. In the case where the one or more features are inthe
form of light spots or other easy to measure features, the
metrology system 1s then able, 1n use, to readily 1dentity the
position of the component without needing to recognise
shape of the component or one or more portions of the com-
ponent. The metrology system may effectively track a
notional reference frame that 1s defined by the position of the
one or more features. The position of the reference frame may
be ascertained by means of the metrology system ascertaining
the position of the one or more features, and the position(s) of
the component and/or the locations on the component to be
processed by the first machine may be ascertained by means
of knowledge of their position(s) relative to the notional ret-
erence frame. (It will of course be appreciated that 1f the
position of the component 1s to be ascertamned with six
degrees of freedom then the one or more features on the
component, 1f 1n the form of points, must comprise at least
three points fixed 1n space relative to the component. )

The metrology system is preferably arranged to ascertain
the positions of a multiplicity of different points fixed on an
object. The metrology system may for example be arranged to
ascertain the position of each of at least three and preferably
at least six different points fixed on an object. The points
detected may be reference points. In such a case the method
may include a step during which the relative position of the
first machine and the component are related to the detected
position ol the different points detected by the metrology
system.

The three or more different points measured by the metrol-
ogy system may all be on the same object, for example on the
component. Being able to ascertain the position of more than
three different points on the same object may allow the
method of an embodiment of the invention to account for
deformation of the shape of the object from an expected shape
(for example a previously measured shape). For example, the
component may change shape as a result of thermal expan-
s10m, or as a result of deforming under the action of gravity.

The metrology system may alternatively or additionally be
arranged to ascertain the position of at least three different
fixed points on the first machine. The metrology system may
alternatively or additionally be arranged to ascertain the posi-
tion of at least three different fixed points on the second
machine. The metrology system may alternatively or addi-
tionally be arranged to ascertain the position of at least three
different fixed points on a reference object. Such a reference
object preferably has a known location. Alternatively or addi-
tionally, the reference object may be fixed 1n space.
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The metrology system may be arranged such that it ascer-
tains the position of an object by means of detecting electro-
magnetic radiation. The metrology system may be arranged
such that 1t views an object by means of detecting visible or
inira-red light.

The method may be so performed that during step (d) the
metrology system views a multiplicity of points defined by
light spots. The light spots may be 1n the form of reflectors
that reflect light. The light spots may alternatively be 1llumi-
nated light sources, for example inira-red LEDs.

The relative movement that the second machine 1s able to
clfect preferably allows the first machine and the component
to be moved relative to each other with at least five, and
preferably six, degrees of freedom.

The second machine may comprise a multiplicity of pairs
ol parts, each part of each pair being rotatably mounted rela-
tive to the other part of the pair. For example, the second
machine may comprise a multiplicity of rotating joints. The
plurality of different axes about which the second machine
may effect relative movement are preferably movable relative
to each other. The second machine may for example comprise
at least five sets of rotating joints.

The second machine may comprise a multiplicity of inde-
pendently driveable actuators. The second machine may
comprise a robot. The second machine may comprise a plu-
rality of robots for effecting the relative movement of the
component and the first machine. The or each robot may be 1n
the form of a multi-axis rotational robot, for example a six-
axi1s rotational robot. The use of one or more multi-axis robots
provides greater flexibility in the movement of the robot(s)
but complicates the calibration of the robot geometry. This 1s
because the or each robot has many different “solutions™ (or
ways) to move an object to a point having a particular loca-
tion, because the configuration of the axis positions 15 typi-
cally such that the same point may be reached via more than
one route (and typically with more than one configuration of
the robot axes). As a result of the calibration of the geometry
of such robots being so complex, the use of an embodiment of
the present invention, 1 which the metrology system 1s
advantageously present during operation of the robot(s), 1s
particularly beneficial.

The second machine may be arranged to hold and move the
component relative to fixed space.

The second machine may be arranged to hold the compo-
nent at two separate locations. The part of the component at
cach of the two locations 1s preferably able to be moved 1n
space by the second machine with at least three degrees of
freedom. For example, the component may be held and
manipulated at one end by one robot and the component may
be held and manipulated at other end by another robot.

The metrology system may be arranged to output data
concerning the relative position of the component and the first
machine 1n a first coordinate system. The method may be so
performed that the movements effected by the second
machine are 1n response to commands using a second coor-
dinate system. The second coordinate system may be differ-
ent from the first coordinate system. For example, the first
coordinate system may be a Cartesian system whereas the
second coordinate system may be a coordinate system mak-
ing use of the relative rotational positions of a multiplicity of
pairs of parts of the second machine (for example 1n the case
where the second machine comprises a multiplicity of pairs of
parts each part of each pair being rotatable mounted relative
to the other part of the pair).

Data may for example be provided that converts between
the first and second coordinate systems and may for example
include calibration data. The calibration data may be suifi-
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cient to allow the conversion between the first and second
coordinate systems. Alternatively, further conversion data
may be required to allow conversion between the first and
second coordinate systems.

The performance of the method may be performed in such
a way that there 1s no need for knowledge of the actual
position or orientation 1n {ixed space of the component or of
the first machine. The relative position of the component and
the first machine may be ascertained by measuring the posi-
tions of one or more features that are fixed 1n position relative
to one of the first machine and the component and establish-
ing a first notional reference frame and then ascertaining the
positions of one or more features of the other of the first
machine and the component and defining a second notional
reference frame and then ascertaining the position of the first
reference frame relative to the second reference frame 1n a
single coordinate system. Thus, one ol the component and the
first machine may be used as an origin in a single coordinate
system. The coordinate system so used may thus move 1n
fixed space.

The method may include an 1nitial step of mounting the
component and obtaining an 1nitial indication of the position
of the component relative to the first machine. The 1nitial
indication of the position of the component relative to the first
machine may be obtained by means of manually aligning a
teaching wand. The initial indication of the position of the
component relative to the first machine may be obtained by
means of detecting standard reference points 1n predeter-
mined positions. The initial indication of the position of the
component relative to the first machine may be obtained by
means of detecting and recognising the shape and 1ts position
and orientation.

The method may be so performed that the first machine
elfects a process on the component with a direction having at
least two degrees of freedom. The process performed by the
first machine may be 1n the form of a machining action. The
machining action may be in the form of a grinding action. The
machining action may be in the form of a drilling action. The
first machine may be a drilling machine. The process per-
formed by the first machine may be one that does not affect
the shape of the component. The process performed may
comprise applyving a substance onto the component at a
desired location. The substance could for example be an
adhesive or a paint or another coating material. The process
performed may be to measure a parameter at a particular
location on the component. The process to be performed may
be conducted along a preset path. In such a case, the method
of the mmvention may be performed in order to bring the
component and the first machine into accurate alignment so
that the first machine can start processing of the component at
the start of the path. Thereafter, the metrology system may
advantageously be used to directly control the relative move-
ment of the first machine and component along the path,
along which the process 1s to be performed. The control of the
relative movement of the first machine and the component
along the path 1s preferably controlled with use of component
data. In such a case the component data advantageously
includes details of the process path on the component, for
example details the layout of the path on the component.

The first machine may comprise a multiplicity of indepen-
dently driveable actuators. The first machine may comprise a
robot. The first machine may comprise a plurality of robots.

During performance of the method, the first machine may
be fixed 1 position. It will however be appreciated that the
method 1s able to be performed etlectively whether or not the
first machine 1s fixed in position. The method 1s therefore able
to account for accidental movements of the first machine even
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though the machine i1s configured with the intention of the
machine being fixed 1n position. Moreover, the performance
of the method may be such that both the component and the
first machine are moved relative to fixed space and/or the
metrology system.

The method of the present mnvention may be of particular
application 1n relation to the machining of large and/or mas-
stve components. For example, the component may have a
mass greater than 1 Kg. The component may have a mass
greater than 10 Kg. The component may have a maximum
dimension of greater than 200 mm. The component may have
a maximum dimension of greater than 500 mm, or even
greater than 1 m. The component may be an aerospace com-
ponent.

The method may be so performed that the second machine
cifects movement of the component relative to fixed space.

It will of course be appreciated that certain terms used
herein 1n relation to the data used in the method can merely be
considered as labels to enable the reader to distinguish
between types of data or between the same types of data at
different stages in the performance of the method. Examples
of such terms include “process data”, “component data™ and
“calibration data”.

In accordance with various aspects of the present invention
actions, such as making correcting movements, are stated to
be effected in response to the “difference” between expected
and actual positions. It will be appreciated of course that any
calculation that 1s performed to assess what action should be
taken need not include a calculation in which such a differ-
ence 1s actually explicitly ascertained. Also, it may be the case
that 1f the difference or differences meets certain preset cri-
teria, the difference 1s deemed to be acceptable, thereby not
requiring any action.

According to certain aspects, the present invention seeks to
align a component and a first machine 1n accordance with a
“target location”. It will be appreciated that 1n certain appli-
cations, the process to be performed on the component may
require the component to be aligned with the first machine
both so that the first machine 1s able to act on the component
at a certain location on the component, and also so that the
first machine may act 1n a given direction relative to the
component. The target location may thus be considered as
being defined by a target position of the first machine relative
to the component. Such a target position may require five, and
possibly six, independent variables to define the target posi-
tion. In other cases, for example where the process to be
performed by the first machine simply requires a tool of the
machine to contact the component at the target location with-
out any particular direction, there may be one or more degrees
of freedom 1n relation to possible relative positions of the
component and the first machine 1n which the component and
first machine are correctly aligned.

The present invention also provides an apparatus for per-
forming the method of the invention as described herein.

According to a second aspect of the present invention, there
1s provided an apparatus for use in the manufacture of a
component, for example an aircrait component having a mass
of greater than 1 kg, the apparatus comprising;:

a first machine for performing a process on a component,

a second, program-controlled, machine for effecting rela-

tive movement, in three dimensions and about a plurality
of different axes, of the first machine and a component,

a metrology system for ascertaining the position of the

component relative to the first machine,

a processor arranged to send signals to the second machine

and to recerve signals from the metrology system, and
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memory, accessible by the processor, for storing compo-
nent data concerning the shape of the component and
including details of a plurality of locations on the com-
ponent at which processes are to be performed by the
first machine, and for storing process data including
details of movements to be made by the second machine
to enable processes to be performed by the first machine
on the component at said plurality of different locations
on the component,

the apparatus being arranged so that

a) 1n use, process data stored 1n the memory 1s used by the

processor to instruct the second machine to effect rela-
tive movement of the first machine and a component
towards a target position, at which the first machine and
component are so positioned relative to each other that
the first machine 1s aligned to perform a process at a
target location on the component,

and so that

b) 1n use, during each cycle of operation that results 1n the

first machine performing a process on the component,
the apparatus performs a closed-loop process resulting
in the second machine effecting relative movement of
the component and the first machine to a position in
accordance with the target location with a given degree
of accuracy,

and the processor being so programmed that

¢) 1n use, the closed-loop process includes the processor

repeating the following steps:
1) obtaining a first input concerning the expected posi-
tion of the first machine relative to the component,
1) ascertaining a second input concerning the actual
relative position of the target location on the compo-
nent and the first machine by means of data recerved
from the metrology system and the component data
stored 1n the memory, and

111) ascertaining whether the first and second 1nputs are
such that the relative position of the component and
the first machine 1s 1n accordance with the target posi-
tion with a given degree of accuracy.

The processor may also be arranged to control the perform-
ing of processes by the first machine on the component. The
processor may also be arranged to control the metrology
system. During performance of the closed-loop process, the
processor may cause the second machine to perform correc-
tive movements in response to a calculation involving the first
and second 1nputs. The programming of the processor so that
it obtains a first input concerning the expected position of the
first machine relative to the component may simply be 1n the
form of programming that causes the processor to derive the
first input from the target location/position. Thus, the imnfor-
mation concerning the position of the second machine that 1s
used may for example simply be in the form of a flag that
indicates that the second machine has completed its effecting
of relative movement of the component and the first machine
up to the target position 1n accordance with the process data.

The present 1nvention further provides a processing unit
programmed to perform the steps performed by the processor
of the method according to any aspect of the mvention
described herein. The processing unit includes for example a
suitably programmed processor and a memory accessible by
the processor.

According to a third aspect of the present invention, there 1s
provided a processing unit for use in a method of performing
a program-controlled process on a component, the method
using a first machine to perform a process on the component
at a target location on the component, a second, program-
controlled, machine for effecting relative movement of the
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first machine and the component, and a metrology system for
ascertaining the relative positions of the component and the
first machine, the processing unit including a processor and a
memory accessible by the processor, wherein

a) the processor 1s so arranged as to be able 1n use:
to send signals dertved from process data stored 1n the

memory to the second machine instructing the second
machine to eflect relative movement of the first
machine and a component towards a position so that
the first machine may then perform a process on the
component at a target location on the component, the
process data including details of the movements to be
made by the second machine to enable processes to be
performed by the first machine on the component at a
plurality of different locations on the component, and
to receive signals from the metrology system, which
together with component data, stored 1n the memory,
concerning the shape of the component and including
details of said plurality of locations on the component,
provide information concerning the actual relative
position of a location on the component at which a
process 1s to be performed and the first machine,
b) the processor 1s so programmed that 1n use during each
cycle of operation that results 1n the first machine per-
forming a process on the component, a closed-loop pro-
cess 1s performed during which the second machine
elfects relative movement of the component and the first
machine to a target position, at which the first machine
and component are so positioned relative to each other
that the first machine 1s aligned, with a given degree of
accuracy, to perform a process at the target location on
the component,
¢) the processor 1s programmed to repeat the following
steps during the performance of the closed-loop process:
1) obtaining a first input concerning the expected posi-
tion of the first machine relative to the component,

11) receiving and using data from the metrology system
together with component data to ascertain a second
input concerning the actual relative position of the
target location on the component and the first
machine, and

111) ascertaining whether the first and second 1nputs are
such that the relative position of the component and
the first machine 1s 1n accordance with the target posi-
tion with a given degree of accuracy,

until the processor ascertains that the relative position of
the component and the first machine 1s in accordance with the
target position with the given degree of accuracy. The proces-
sor may be so programmed as to be able in use to ascertain
data concerning the position of the second machine. Such
data may be used by the processor to ascertain the expected
position.

The present invention also provides a programmed proces-
sor for use as the processor used when performing any aspect
of the method of the mvention described herein or for use as
the programmed processor ol the processing unit of the inven-
tion described herein. The processor may be provided with a
memory for storing calibration data.

The present mvention further provides software, for
example 1n the form of a computer soitware product, for
programming a processor to produce the programmed pro-
cessor ol any aspect of the mvention described herein. The
soltware may for example be recorded 1n electronic form on
suitable electronic media.

According to a fourth aspect of the present invention, there
1s provided software for programming a processor of a pro-
cessing unit, the processing unit imncluding a memory and
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being for use i a method of performing a process on a
component, the method using a first machine to perform a
process on the component at a target location on the compo-
nent, a second machine for effecting relative movement of the
first machine and the component, and a metrology system for
ascertaining the relative positions of the component and the
first machine, the software enabling the processor, once pro-
grammed with the software, to be able 1n use:
a) to recerve process data from the memory of the process-
ing unit, and to send instructions to the second machine
to elfect relative movement of the first machine and a
component to a position so that the first machine may
then perform a process on the component at a target
location on the component, the process data including
details of the movements to be made by the second
machine to enable processes to be performed by the first
machine on the component at a plurality of different
locations on the component,
b) to recerve data from the metrology system and compo-
nent data, from the memory of the processing unit, the
component data concerming the shape of the component
and including details of said plurality of locations on the
component, which together may be used to ascertain the
actual relative position of a location on the component at
which a process 1s to be performed and the first machine,
and
c) to perform a closed-loop process which enables the
second machine to effect relative movement of the com-
ponent and the first machine to a target position, at which
the first machine and component are so positioned rela-
tive to each other that the first machine 1s aligned, with a
given degree ol accuracy, to perform a process at the
target location on the component,
wherein
(d) the software includes a closed-loop module that 1s
arranged to cause the processor to repeat the following
steps:
1) obtaining a first mput concerning the expected posi-
tion of the first machine relative to the component,
11) recerving and using data from the metrology system
together with component data to ascertain a second
input concerning the actual relative position of the
target location on the component and the first
machine, and

111) ascertaining whether the first and second 1nputs are
such that the relative position of the component and
the first machine 1s 1n accordance with the target posi-
tion with a given degree of accuracy,

until the processor ascertains that the relative position of
the component and the first machine 1s 1n accordance
with the target position with the given degree of accu-
racy.

It will of course be appreciated that any of the above-
described apparatus, processing unit, processor, and software
may incorporate any of the features described with reference
to the method of the invention described herein or any other
aspect of the present invention. Also, the method of the mven-
tion may include a step of using apparatus, processing unit,
processor, and software according to any aspect of the inven-
tion described herein.

According to a fifth aspect of the present invention, there 1s
provided a component on which there has been performed
processes by means of the performance of the method accord-
ing to any aspect of the invention described herein, by means
of using the apparatus according to any aspect of the invention
described herein, by means of using an apparatus including a
processor according to any aspect of the invention described
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herein, or by means of using an apparatus including a proces-
sor programmed with software according to any aspect of the
invention described herein.

Embodiments of the present invention will now be
described by way of example with reference to the accompa-
nying drawings ol which:

FI1G. 1a1s aperspective view of a program-controlled appa-
ratus for machining a component using two robots,

FIG. 1b 1s a further perspective view of the apparatus of
FIG. 1a, but showing the robots semi-transparently for the
sake of clarity

FIG. 1c 1s a further perspective view form the side of the
apparatus of FIG. 1a, again showing the robots semi-trans-
parently,

FIG. 2 1s a perspective view of a j1g of the apparatus used to
hold the component during machining,

FI1G. 3 1s a perspective view of the drilling machine used to
cifect machining of the component,

FI1G. 4 1s a schematic diagram showing the processes used
during the machining of a component with the apparatus, and

FIG. 5 1s a high-level schematic diagram illustrating the
main component parts of the embodiment.

FIGS. 1a, 1b and 1c¢ show an apparatus for performing a
program-controlled process in which holes are drilled at pre-
determined locations on an 1mtermediate component 10 that
will ultimately form a D-nose (a component of an aircraft
wing). The apparatus includes two robots 12, 14 for manipu-
lating a j1g 11 1n which the component 10 1s held, a fixed head
drilling machine 16 with drilling tools 16a of a type standard
in the art, a metrology system and a computer for controlling
the operation of the apparatus. The jig 11, in which the com-
ponent 10 1s secured, 1s held at one end 11a by one 12 (the
“master” robot) of the two robots and 1s held at the other end
11b by the other 14 (the “slave’ robot) of the two robots.

The robots 12, 14, provided by KUKA Roboter GmbH
(whose Headquarters are at Zugspitzstrasse 140, 86165
Augsburg, Germany), are Kuka Series 2000 KR250 robots
and are each provided with a KL linear track. Each robot 1s
therefore in the form of a six axis jointed arm robot and 1s able
to carry a load of up to 240 kg. The robots are each provided
with a drive unit that sends the signals to the motors that effect
the movement of the robot. The drive unit 1s controlled by
means ol a PC-based robot controller (not shown 1n FIGS. 1a
to 1¢). During manufacture of the robots, each robot 1s cali-
brated by means of a CMM calibration (a calibration effected
by a coordinate measuring machine, which measures objects
in a coordinate based “‘space” or “measurement volume”).
This CMM calibration uses Kuka Roboter algorithms to cre-
ate a solftware mapping (comprising calibration data) to
increase the spatial accuracy of the robot within 1ts entire
working volume to a tolerance specified as +/-1 mm from
robot base to robot flange. This 1s known within the art as an
“Absolute Accuracy” robot. Each robot thus has calibration
data that enable the robot to work to accurate tolerances,
despite the factors introduced during manufacture that would
otherwise reduce accuracy. Without this calibration, standard
robots can typically be 2 mm to 5 mm away from nominal in
Cartesian space, and sometimes higher. Of course, standard
robots are rarely truly specified in terms of spatial accuracy,
but rather their task repeatability.

Once installed, the tools that a robot uses and the j1g(s) that
it works 1n or with can be calibrated with respect to the robot.
This 1s most accurately done with an external CMM. Without
this, the manual errors created when calibrating “on-line” waill
typically only make the error from nominal greater than the
“out-of-box” error on the robot. Without an external CMM,
the tolerances and accuracy of the manual calibration depend
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on the skill of the operator, the accuracy of the installation and
the accuracy of the robot, because the robot (which 1s inher-
ently inaccurate) 1s elffectively used as the measurement
device. Such a calibration process 1s called “Tool and Envi-
ronment” calibration, as 1t 1s specific to the robot envelope
within the robot cell environment.

Within the art “Tool and Environment™ calibration of a
standard robot, using the robot as a measurement device,
would have an error of up to 10 mm, requiring touch-up (1.e.
manual adjustment) of the robot program on almost all pro-
cess points (the robot program being the sequence of com-
mands that effects the movements of the robots 12, 14 to bring
the drilling machine 16 1into alignment with the component 10
at successive positions in accordance with the “process
points”, that 1s, the predetermined locations on the location at
which holes are to be drilled).

Using an external CMM to iitially calibrate an absolute
accuracy robot typically yields tolerances of up to 3 mm. As
such, the touch-up of the robot program is still necessary.
Using specialist robot metrology software in addition to an
external CMM, such as that supplied by Metris from Inter-
leuvenlaan 15D, B-3001 Leuven, Belgium, could be used to
reduce the error to about 1 mm. In this embodiment, two
“cooperating robots” are used, and the need for the robots to
know exactly where each other 1s 1n space 1s a pre-requisite.
Also, errors of the order of a millimetre 1n relation to the
location at which holes are drilled on the component are too
high when machining certain acrospace components, such as
a “D-nose”. Such an error 1s therefore still unacceptably high
in applications such as the present one. In addition to the
difficulties inherent in any calibration method, there 1s a need,
when calibrating such robots, for the software to approximate
a large number of variables on a series of revolute joints, back
into Cartesian space. Also, other effects, such as temperature
and deflection underload, make accurate calibration of arobot
in Cartesian space extremely difficult throughout 1ts work
envelope.

In the present embodiment, when machining a particular
type and shape of D-nose, the robot controllers of the robots
12, 14 are each pre-programmed with commands that are
used to effect the movements of the component relative to the
drilling machine tool so that the component 1s brought into
correct alignment (within a given degree of error depending
on the accuracy of the calibration of the robots and the rest of
the system) with the tool 16a so that the drilling machine 1s
approximately aligned to drill the component at successive
predetermined locations on the component 10. The pre-pro-
grammed commands are generated using Off-Line Program-
ming (OLP)procedures and algorithms that are well known in
the art. The OLP used 1n the present embodiment 1s that used
in DELMIA V5 Robotics simulation software provided by
Delmia Corporation (whose Worldwide Headquarters are at
900N, Squirrel Road, Auburn Hills, Mich. 48326 USA). The
programming of two or more “cooperating robots™, as shown
in this embodiment, i1s also integrated with Kuka Robotics
KIR Technology (Virtual Robot Controller). It will be appre-
ciated that the use of OLP commands 1s not 1n itself sufficient
to align the dnlling machine and the component 1n accor-
dance with the successive predetermined target locations on
the component as a result of the difficulties associated with
calibrating the system to perform with absolute accuracy (as
described above). The present embodiment uses a metrology
system, 1n a closed-loop vision and movement process, to
improve accuracy as described in further detail below.

The metrology system 1s in the form of a “Krypton K610
series” CMM system, which 1s a 3-D coordinate dynamic
measuring system provided by Metris of Interleuvenlaan
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15D, B-3001 Leuven, Belgium and comprises an optical
camera unit 18 and associated computer hardware and sofit-
ware (not shown in FIGS. 1a to 1c¢). The camera unit 18
houses three linear CCD cameras and 1s able to measure the
3-D position of an infrared LED with accuracy of the order of
about 60 microns. The field of view of the camera 1s shown 1n
the Figures by means of a notional envelope 20. As can be
seen 1n FI1G. 2, the j1g 11 which holds the component 10 has
attached to 1t eight infra-red LEDs 40 which allow the camera
unit 18 to ascertain the position and orientation of the com-
ponent 10 by means of detecting the position of the LEDs 40.
Also, as can be seen 1n FIG. 3, the drnilling machine 16 has
attached to 1t four infra-red LEDs 42 which allow the camera
unit 18 to ascertain the position of the drilling machine 16 by
means of detecting the position of the LEDs 42. In both cases,
the LEDs 40, 42 are powered by means of local power units
and controlled wirelessly. In use, the LEDs are caused to
strobe, lighting one LED at a time 1n quick succession, by
means ol the Krypton system computer hardware. The cam-
era unit 18 then detects the radiation from the LEDs and sends
the resulting data to the Krypton system computer hardware,
which uses triangulation to 1dentily the coordinates of each
LED 1n a 3-D Cartesian coordinate system.

It will be appreciated, with reference to FIG. 1b for
example, that the envelope 20 of the field of view of the
camera unit 18 1s not large enough that all of the LEDs 40 on
the j1g 11 will be visible all of the time. Also, the position of
the component 10 and/or jig 11 may obscure some of the
LEDs 40, 42 on the jig 11 and the dnlling machine 16,
because the camera unit 18 will not have direct line of sight of
all LEDs. The system 1s however able to cope with such
situations because the positioning of the LEDs on the jig 11 1s
such that at least three LEDs will be visible at any given time,
thereby allowing the system to ascertain the orientation of the
component at all times. The position of the drilling machine
16, despite being fixed, 1s also checked with the same fre-
quency as the position of the component, so that the relative
position of the target (drill 16a) 1s always known with respect
to the component 10 (held by the robots).

The PC unit (not shown in FIGS. 1a to 1c¢) supplied by
Kuka as their Kuka robot controller, 1s also arranged to pro-
vide a software and hardware interface between the robots 12,
14 and the metrology system, such that the metrology system
streams the LED positions to the interface. Within this inter-
face, the dynamic positions of the LEDS are processed to
provide a 6DOF (6 degrees of freedom) frame that represents
the position of the component 10 1n space, relative to a 6DOF
frame that represents the position of the target (drill 16) 1n
space. These frames are processed 1nto an ActiveX software
interface, which also sits inside the Kuka robot controller. The
robot program, as created in OLP, also resides and runs on the
same Kuka robot controller. The robot program 1s created
using the same two Cartesian space 6DOF reference frames
for component 10 and drill 16, that, using the robots, move
relative to each other. The robots are effectively informed
several times during the processing of a component of the
variance between the nominal position required by the robot
program, and the actual position, thus allowing the robots to
correct their respective positions so the robots hold the com-
ponent 1n the correct position with respect to the drill, for each
drilling process to accurately take place. The tolerance 1s user
defined, and has been proven at 0.1 mm and 0.05°.

The use of the apparatus to make a D-nose aircrait compo-
nent will now be described with reference to FIG. 4, which
shows the various modules and processes that are used when
manufacturing a component with the use of the apparatus

shown in FIGS. 1a to 1c. The hardware of the apparatus
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shown 1n FI1G. 4 includes the master robot 12, the slave robot
14, the metrology system 32 including the camera unit 18, the
drilling machine 16, and a central computer system. The
computer system, represented by box 34, performs various
functions including controlling the movement of the robots
12, 14, the dnlling operations performed by the dnlling
machine 16, and the interrogation of the metrology system.
The computer systems 34 thus include a robot controller 36
for controlling both robots 12, 14 and a drill controller 38 for
controlling the drilling machine 16. The computer system 34
interfaces, via a notional interface 50, between the metrology
system 32 and the robot controller 36.

The metrology system 32 includes a camera unit 18, which
1s able to ascertain the position of the component 10 by means
ol ascertaining the positions of LEDs 40 mounted on the j1g
11 holding the component 10, and 1s able to ascertain the
position of the axis of the drill tool 16a of the drill machine 16
by means of ascertaining the positions of LEDs 42 mounted
on the drilling machine 16. During use, the data acquired by
the camera umt 18 from the positions of the LEDs 40, 42 1s
processed by means of the integrated computer system 44 and
associated software.

With reference to FIG. 4, a CAD model 30 of the compo-
nent to be machined 1s created. The CAD model 30 includes
information defining the shape of the component 10 including
information relating to features fixed 1n the position relative
to the component, the features being recognisable by the
metrology system 32, and also information concerning the
drilling actions to be performed on the component including
the positions of the holes on the component, the drill tool type
to be used, and the direction 1n which the drilling action 1s to
be performed.

OLP commands are created from the CAD model 30 by
means of an OLP process, represented by box 52 to provide a
sequence of commands passable by the robot controller 36 to
cause the robots to make the movements necessary to move
the component relative to the drilling machine to bring the
component 1to approximate alignment (within an accuracy
of the order of several millimetres) 1n respect of each location
at which a hole 1s to be drilled. The OLP commands are
calculated to bring the component and drill machine into
exact alignment with each of a series of locations on the
component, at which holes are to be drilled 1n accordance
with the CAD model, assuming that the robots have absolute
accuracy. The physical movements actually made 1n accor-
dance with the OLP commands so calculated are unlikely to
result 1n accurate alignment as a result of the robots not

having absolute accuracy.

LEDs 40 are fixed to the j1g 11 at a variety of locations. The
component 10 1s secured in position 1n the jig 11, the com-
ponent and j1g being so shaped that there 1s only one position
relative to the j1g 11 1n which the component 10 (and future
components of the same shape) may be secured to the j1g 11.
Thus the position of the LEDs 40 relative to the component 10
1s fixed. The positions of the LEDS 40 on the j1g 11 are
calibrated 1n respect of the first component so to be machined.
The calibration, which provides a relationship 1n software
concerning the relationship between the positions of the
LEDs 40 and the position of the component 10, comprises
establishing a notional reference frame for the j1g (and there-
fore the component) by using a calibrated portable CMM
hand probe (called a SpaceProbe of the Krypton system). The
hand probe 1s used to measure the position of each of the
LEDs 40 relative to the position of the component, the posi-
tion of which being ascertained with the metrology system,
acting as a CMM system, by recognising the shape and posi-
tion of the recognisable features comprised imn the CAD
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model. A notional component reference frame 1s then set
which 1s fixed relative to the LEDs 40 and the component 10.
Thus the position of the notional component reference frame
can subsequently be established from the positions of the
LEDs 40 and the position of the component 10 may then be
ascertained by knowing the position of the notional compo-
nent reference frame. As well as during initial set-up, this
facility may also be used for maintenance (i.e. when replacing
a LED and/or re-referencing the system).

The definition of the notional component reference frame,
which defines the relationship between the positions of the
LEDs 40 and the component, 1s stored 1n the computer system
34. Information from the metrology system concerning the
position of at least three of the LEDs 40 on the j1g 11 1s thus
able to be used by the computer system 34 to ascertain the 6-D
position and orientation of the component. LEDs 42 are also
fixed to the drilling machine and calibrated in the same man-
ner to produce a notional drilling machine reference frame,
information concerning which also being stored 1n the com-
puter system 34. As such, information from the metrology
system 32 concerning the position of the LEDs 42 on the
drilling machine 16 can be used to 1dentily 1n fixed space the
position of the fixed drilling machine and consequently the
position of the axis of the drill tool 16a. Thus, the computer
system 34 1s able to ascertain the position of the component
10 relative to the drilling tool 16a of the drilling machine 16
by means of using information from the metrology system 32
obtained by ascertaining the relative positions of the two
notional reference frames.

The master robot 12, runs the main OLP program, and as
such needs to “know” where the j1g 11 1s with respect to the
drill 16. This 1s achieved 1 the metrology system can see a
mimmum of 3-oif LEDS 40 (1.e. three LEDs not lying on a
single notional straight line in space) on the j1g 11, and 3-off
LEDS 42 on the drill. The positions and visibility of the LEDS
are accounted for and form a part of the stmulation and OLP
process. They are therefore proven “oif-line”, before running,
in production. The slave robot 14 tracks the movements of the
master robot 12 and 1s 1n effect geometrically coupled. Both
robots 12, 14 are controlled from the same robot controller 36.

The masterrobot 12 1s continuously informed of 1ts relative
position via the Active X interface that streams the actual
6-DOF positions in Cartesian space. As part of the “intertace”
50 residing 1n the computer system 34, there 1s provided a
soltware 1nterface, using “cross-com”, that acts as an 1nput
socket for the true notional reference frame positions mea-
sured by the metrology system 32 and as an input for the OLP
52, and decides how to move the robots to the correct position.

The robots 12, 14 are thus instructed, by means of the
commands generated by the OLP 52 under the control of the
computer system 34, to move the component to align the
component relative to the drilling tool for the tool to drill the
next hole at the next set location on the component 10, the
position being corrected and adjusted 11 necessary thereafter
with the use of the metrology system. This process 1s con-
trolled by means of a control program module 54 of the
computer system 34. First the robots are caused to move to the
next coordinate (the start of this instruction being represented
by box 56) by means of the computer system sending to the
robot controller 36 the OLP commands that will move the
component 10 to a target position such that the robot drilling
tool 1s aligned approximately (within an error margin) over
the location on the component to be drilled and in the correct
direction for drilling (so that the axis of the hole to be drilled
1s aligned with the axis of the drill tool). It will be appreciated
that such a target position can be defined by means of a
coordinate system having five degrees of freedom. During the
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movement of the robots 12, 14 that causes the component 10
to move to the target position, the position of the component
1s tracked by means of the metrology system, the position of
the component being ascertained with a frequency of 1000
Hz.

After the OLP commands have been effected by the robots
12, 14 1n respect of the present coordinate 56 the target loca-
tion of the component should be aligned with the drill tool 16a
within a given margin of error (dictated by the absolute accu-
racy of the robot, which as mentioned herein, 1s not likely to
be highly accurate), typically of the order of several millime-
tres. The position of the component 10 1s then ascertained
with the metrology system 32, and communicated to the robot
controller and the 1nterface 50 (Step 60). A closed-loop pro-
cess 1s then conducted to ensure that the component 1s in the
target position to within a preset threshold margin of error of
+(0.1 mm and £0.05°. The tolerance 1s stored 1n memory in the
interface 50. This tolerance 1s based upon the minimum step
s1ze of the robot, as well as measurement certainty of CMM
and 1s user-defined.

The closed-loop position-correcting process 1s illustrated
in FIG. 4 as a subprogram, which 1s represented by box 57, of
the control program module 34. The interface 50 effectively
checks 11 the actual position attained 1s within tolerance 62 1n
relation to the target position and effects correcting move-
ments until the desired target position 1s achieved. Thus, the
sub-program starts (box 58) by requesting the metrology
system 32 to provide details (box 60) of the current position of
the notional component reference frame (and therefore the
robots) relative to the notional drilling machine reference
frame. The subprogram then calculates the difference, if any,
between the actual relative position as measured with the
metrology system and the target position (which may be
considered as the “expected position” of the component 1n
view of the positions of the robots and their current calibra-
tion data) and compares this difference with the preset toler-
ance thresholds, eflectively enquiring whether the position 1s
to tolerance (box 62). I the difference 1s greater than the
threshold, then the relative position 1s not to tolerance (rep-
resented by the “No” box 64 1n FIG. 4), and the position of the
component 1s adjusted by means of the interface 50 instruct-
ing the robots 12, 14 to perform an appropriate corrective
movement (represented by box 66). The new position 1s then
checked again by starting the sub-program again (represented
by box 58 of FIG. 4). The sub-program 1s a closed-loop
process and thus continues adjusting the positions of the
robots 12, 14 until the difference between the actual relative
position of the component 10 and the target position 1s below
the tolerance threshold (represented by the “Yes” box 68). It
will of course be appreciated that there may be circumstances
in which no correctional movement 1s necessary, 1n which
case the relative position of the component 1s not adjusted.

Once the sub-program 57 for checking and, if necessary,
correcting the position of the component 1s completed, the
system 34 instructs (represented by box 70) the drill control-
ler 34 to cause the drilling machine 16 to drill the hole 1n the
component 10 with the appropriate tool 16a. If the drill tool
16a to be used 1s different from the previous tool that has been
used, the new tool 16a 1s selected by the drnilling machine 16
and moved into position during the movement of the compo-
nent 10 into the target position. The depth drilled by the drill
tool of the drilling machine varies from one hole to another,
but 1n this embodiment the maximum depth to be drilled 1s
less than 6 mm. The holes drilled pass from one side of the
component to the other 1n the present embodiment.

Once the drilling of the hole at the current target coordinate
on the component has been completed the process continues
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by moving onto the next coordinate (box 72) and the process
1s repeated by starting again (box 36) by processing that
coordinate 1n the same way as the previous coordinate. Once
all coordinates have been machined the program finishes, and
the component may be removed from the j1g 11.

A new component to be processed 1n accordance with the

same OLP and CAD data may be installed in the j1g 11 and the
process repeated. Of course, given that the position of the
component 10 relative to the j1g 11 1s fixed there 1s no need
when repeating the process with a new component of the
same shape to perform 1mtial set-up of LED calibrations.

Those skilled 1n the art will appreciate that the core tech-
nology represented by the embodiment described above may
be reproduced by combining a metrology system from Kryp-
ton, an OLP suite from Delmia, and a suitable pair of robots
from Kuka including a robot controller installed on a PC, by
creating the iterface 50 and software program 54 that allow
the apparatus to facilitate the dynamic coordinate measuring,
and the closed-loop position-correcting process that enables
the component to be positioned 1n accordance with a target
position to within a user-defined threshold. The interface 50 1s
of course provided partly by means of suitable software 1n the
PC that performs the function of the above-described com-
puter system 34 and partly by a suitable connection (software
and/or hardware implemented) that effectively provides a
communication link between the hardware of the Krypton
metrology system 32 and the robot controller 36 of the com-
puter system 34. This interpretation of the present embodi-
ment 1s 1llustrated by means of FIG. 5, which shows the OLP
52 feeding into the robot controller 36. The standard pro-
gramming of the robot by means of the OLP 1s represented by
box 37. The metrology system 32 1s connected to the robot
system via the interface 50. In use the camera unit and 1nte-
grated computer system 44 and associated software of the
metrology system (collectively represented by box 19 1n FIG.
5) recerve signals from the LEDs 40 on the jig and from the
LEDs 42 on the drilling machine and calculates practically in
real-time the coordinates of the LEDs. This mformation 1s
then passed to the interface 50 via streaming software (rep-
resented by box 60) that calculates and streams data defining,
the position of the component as a 6-D coordinate with almost
zero latency. The interface 50 provides to the robot controller,
on 1ts request, a close to real-time 1ndication of the absolute
position of the component, 1n the form of a coordinate 1n the
reference system used by the robots (the reference system
being the position of a notional reference frame fixed to the
component relative to a notional reference frame fixed to the
drilling machine). The robot controller 36 1s then able to
compare this data on the position of the robots as measured by
the metrology system 32 and make correctional movements
as appropriate (by means of robot controller subprogram 57)
as a closed-loop position-correcting process.

The embodiment described above has been developed to
use robotic systems 1n applications requiring tolerances sig-
nificantly higher than the tolerances to which the robotic
systems are designed to operate in normal use. This gives a
step forward 1n the potential deployment of robotics 1n high
accuracy applications, whilst using the robots flexibility, re-
programmability, and lower unit costs than bespoke automa-
tion. This will deliver low cost flexible automation.

Whilst the present invention has been described and illus-
trated with reference to a particular embodiment, 1t will be
appreciated by those of ordinary skill 1n the art that the mnven-
tion lends itself to many different variations not specifically
illustrated herein. By way of example only, certain variations
to the above-described embodiments will now be described.
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Real-time checking of the position of the component dur-
ing the movement of the component to the target location may
or may not be conducted. It will of course be appreciated that
not checking positions between process points would relieve
and free up for other purposes processing power that would
otherwise be used for this purpose.

Using a j1g to hold a component may prove unsuitable with
large components. In such a case, the j1g may be dispensed
with and the robots may be secured to the component via
other means. Without the use of a j1g, which determines the
position of the component relative to the point of attachment
ol each robot to the j1g and thereby allows the system to
ascertain the absolute position of the component by reference
to the previously calibrated LEDs fixed on the j1g, there needs
to be another way of ensuring that the system 1s able to
accurately determine the absolute position of the locations to
be processed (for example drilled) on the component. One
way of achieving this aim 1s to place LEDs at predefined “key
characteristic” points on the component, where the key char-
acteristic 1s such that an LED may be secured in relation to the
key characteristic with high accuracy. The key characteristic
could for example be a corner on the component or a pre-
formed hole in the component. The positions of such key
characteristics would of course be provided as part of the
CAD data provided to the system. LEDs could alternatively
be placed 1n rough alignment with preselected positions on
the component and then be calibrated by recognising features
of the component defined 1n the CAD model of the compo-
nent and detecting the positions of the LEDs 1n relation to
such recognisable features. Such a calibration would of
course be needed 1n respect of each component to be pro-
cessed. At least some of the LEDs fixed on the component
may themselves be fixed in relation to each other, by means of
providing the LEDs pre-mounted on a sub-jig for attachment
to the component. Such an LED calibration 1s similar to the
calibration of the LEDs on the jig as performed during 1nitial
set-up of the system as described above.

Instead of the positions of the LEDs on the jig being cali-
brated with reference to features of the component recognis-
able by the metrology system, the recognisable features being
derived from the CAD model, the position of the component
relative to the LEDs may be ascertained by means of fixing
the LEDs to the j1g 11 at accurately predetermined locations
that are 1n accordance with locations defined within the CAD
model of the component. The LEDs may thus effectively be
considered as recognisable features which form part of the
CAD data. Of course relying on the positions of the LEDs
without using the metrology system to calibrate the position
of LEDs 1n relation to the shape of the component relies on the
initial positioning of the LEDs to be at least as accurate as the
user-defined tolerances to be used when performing pro-
cesses at the predetermined locations on the component.

Particularly 1n the case where the component 1s large and
massive, the component may be so configured that 1t bends or
otherwise deforms under the action of gravity and so as it 1s
mampulated 1n space by the robots may adopt a slightly
different shape 1n dependence on its orientation relative to the
ground. If the component 1s large, thermal expansion and
contraction of the component can cause deformations of a
s1ze large enough to affect the accuracy of the above-men-
tioned embodiment. Also, 1f the component 1s very massive,
the mass of the component may aflect the calibration of the
robot 1n that the joints and parts of the robot may deform
under the weight of the robot. It will be appreciated that such
deformations, even if they are simply elastic deformations,
will affect the accuracy of the machining 11 not accounted for.
In the case of very large or heavy components, LEDs may be
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provided at discrete positions spread over the whole of the
component to enable the system to compensate for local
deformation of parts of the robots and/or of the component. In
such cases, the LEDs recognised by the metrology system
when seeking to correct the positioning of the component
relative to the machine for performing a process at a prede-
termined location on the component are preferably positioned
locally 1n relation to the location on the component. In such
cases, 1t will be appreciated that LEDs mounted on one region
of the component may, during performance of the method,
move relative to LEDs mounted on another region of the
component.

The above-described embodiment has been described with
reference to drilling holes 1n a component for an aircraft. It
will of course be appreciated that the present invention has
application in other industries and 1s not limited to machining
of components or to the aecrospace industry. For example, the
drilling machine could be replaced with any machine for
performing a localised process on a component, where high
accuracy 1s required to ensure that the location at which the
process 1s performed on the component 1s within an accept-
able margin of error. Such a process might for example be to
attach a part at a given location, to inspect the component at a
particular location, or to perform a welding action.

More than one camera unit may be provided, which can
allow the provision of fewer LED:s.

The OLP data and/or the CAD data may be produced far in
advance of the machining of the component. Such data may
for example be produced 1n a different country from the
country in which the machining of the component 1s per-
formed for example.

The correcting of the robots” positions may also result in a
correction of the calibration data. The calibration of the
robots may therefore update many times during the machin-
ing of a single component.

Where, 1n the foregoing description, integers or elements
are mentioned which have known, obvious or foreseeable
equivalents, then such equivalents are herein incorporated as
if individually set forth. Reference should be made to the
claims for determining the true scope of the present invention,
which should be construed so as to encompass any such
equivalents. It will also be appreciated by the reader that
integers or features of the invention that are described as
preferable, advantageous, convenient or the like are optional
and do not delimit the scope of the independent claims.

The mvention claimed 1s:

1. A method of performing a program-controlled process
on a component comprising the following steps:

a) providing

(1) a component,

(1) a first machine arranged to perform a process at a
target location on the component,

(111) a second, program-controlled, machine for effecting,
relative movement, 1n three dimensions and about a
plurality of different axes, of the component and the
first machine, the second machine being able, upon
instruction, to move an object within an acceptable
margin of error to a target position,

(1v) a metrology system for ascertaining the position of
the component relative to the first machine,

(v) component data concerning the shape of the compo-
nent and including details of a plurality of locations
on the component at which processes are to be per-
formed by the first machine, and

(v1) process data including details of movements to be
made by the second machine to enable processes to be
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performed by the first machine on the component at
said plurality of different locations on the component,

b) 1ssuing a command to perform a process on the compo-
nent at a target location on the component,

¢) 1n dependence on the process data, causing the second
machine to effect relative movement of the component
and the first machine towards a target position, at which
the first machine and component are so positioned rela-
tive to each other that the first machine 1s aligned to
perform a process at the target location on the compo-
nent,

d) ascertaining with the metrology system and the compo-
nent data the relative position of the target location on
the component and the first machine,

¢) calculating the relative movement required, 1f any, to
move the component and the first machine to the target
position by means of a calculation using mnputs concern-
ing (1) the expected position of the first machine relative
to the component and (11) the actual relative position of
the component and the first machine as ascertained 1n
step d),

1) repeating steps (¢), (d) and (e) as part of a closed-loop
process until the second machine has effected relative
movement of the component and the first machine to the
target position with a given degree of accuracy,

g) elfecting a process with the first machine on the com-
ponent, and

h) repeating steps b) to g) in respect of a plurality of
locations on the component 1n accordance with the pro-
cess data.

2. A method according to claim 1, further including repeat-
ing steps b) to h) 1n respect of a plurality of components of the
same shape.

3. A method according to claim 1, wherein the method
includes a step of storing ofiset data concerning the difference
between the position attained as a result of effecting move-
ment 1n accordance with the process data in respect of a target
location on the component and the target position.

4. A method according to claim 1, wherein step ¢) includes
causing the second machine to effect relative movement of
the component and the first machine towards the target posi-
tion 1n dependence on oflfset data generated during a previous
performance of the method and step ¢) 1s conducted before
step €) 1s conducted.

5. A method according to claim 1, wherein, inrespect of the
steps performed 1n order for the first machine to perform a
process at a single target location on the component, the
second machine 1s caused to effect relative movement of the
component and the first machine substantially the entire way
to a position 1n accordance with the target location and then
step (1) 1s performed for the first time.

6. A method according to claim 1, wherein the degree of
accuracy of the movement of the component and the first
machine to the target position achieved by means of step 1) 1s
defined 1n advance by preset criteria.

7. A method according to claim 1, wherein the process data
1s, 1n advance of the performing of the process at the first
location, calculated from the component data.

8. A method according to claim 1, wherein the process data
comprises commands passable by the second machine.

9. A method according to claim 1, wherein the process data
1s 1n the form of OLP data.

10. A method according to claim 1, wherein the component
data 1s in the form of CAD data.
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11. A method according to claim 1, wherein the metrology
system 1s able to measure the position of a plurality of differ-
ent parts of an object in a coordinate system having at least
three degrees of freedom.

12. A method according to claim 1, wherein the metrology
system 1s so arranged that during step (d) it ascertains the
position of only certain points fixed 1n relation to the object to
be measured.

13. A method according to claim 1, wherein the relative
movement that the second machine 1s able to effect allows the
first machine and the component to be moved relative to each
other with at least five degrees of freedom.

14. A method according to claim 1, wherein the second
machine comprises a plurality of robots for eflecting the
relative movement of the component and the first machine.

15. A method according to claim 1, wherein the second
machine holds and moves the component relative to fixed
space.

16. A method according to claim 15, wherein the second
machine holds the component at two separate locations, the
part o the component at each of the two locations being able
to be moved 1n space by the second machine with at least three
degree of freedom.

17. A method according to claim 1, wherein the metrology
system outputs data concerning the relative position of the
component and the first machine 1n a first coordinate system
whereas the movements effected by the second machine are
in response to commands using a second different coordinate
system.

18. A method according to claim 1, wherein the first
machine effects a process on the component with a direction
having at least two degrees of freedom.

19. A method according to claim 1, wherein the first
machine effects a machining action on the component.

20. A method according to claim 1, wherein the component
has a mass greater than 1 Kg and has a maximum dimension
of greater than 200 mm.

21. A component on which there has been performed pro-
cesses by means of the performance of the method according
to claim 1.

22. An apparatus for use in the manufacture of a compo-
nent, the apparatus comprising:

a first machine for performing a process on a component,

a second, program-controlled, machine for effecting rela-

tive movement, in three dimensions and about a plurality
of different axes, of the first machine and a component,

a metrology system for ascertaining the position of the

component relative to the first machine,
a processor arranged to send signals to the second machine
and to receive signals from the metrology system, and

memory, accessible by the processor, for storing compo-
nent data concerning the shape of the component and
including details of a plurality of locations on the com-
ponent at which processes are to be performed by the
first machine, and for storing process data including
details of movements to be made by the second machine
to enable processes to be performed by the first machine
on the component at said plurality of different locations
on the component,

the apparatus being arranged so that

a) 1n use, process data stored 1n the memory 1s used by the

processor to instruct the second machine to effect rela-
tive movement of the first machine and a component
towards a target position, at which the first machine and
component are so positioned relative to each other that
the first machine 1s aligned to perform a process at a
target location on the component,
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and so that
b) 1n use, during each cycle of operation that results 1n the
first machine performing a process on the component,
the apparatus pertorms a closed-loop process resulting
in the second machine etfecting relative movement of
the component and the first machine to a position in
accordance with the target location with a given degree
ol accuracy,
and the processor being so programmed that
¢) 1n use, the closed-loop process includes the processor
repeating the following steps:
1) obtaimning a first input concerning the expected posi-
tion of the first machine relative to the component,
11) ascertaining a second input concerning the actual
relative position of the target location on the compo-
nent and the first machine by means of data recerved
from the metrology system and the component data
stored 1n the memory, and

111) ascertaining whether the first and second 1nputs are
such that the relative position of the component and
the first machine 1s 1n accordance with the target posi-
tion with a given degree of accuracy.

23. A processing unit for use 1 a method of performing a
program-controlled process on a component, the method
using a first machine to perform a process on the component
at a target location on the component, a second, program-
controlled, machine for effecting relative movement of the
first machine and the component, and a metrology system for
ascertaining the relative positions of the component and the
first machine, the processing unit including a processor and a
memory accessible by the processor, wherein

a) the processor 1s so arranged as to be able 1n use:
to send signals dertved from process data stored in the

memory to the second machine 1nstructing the second
machine to effect relative movement of the first
machine and a component towards a position so that
the first machine may then perform a process on the
component at a target location on the component, the
process data including details of the movements to be
made by the second machine to enable processes to be
performed by the first machine on the component at a
plurality of different locations on the component, and
to recerve signals from the metrology system, which
together with component data, stored 1n the memory,
concerning the shape of the component and including
details of said plurality of locations on the component,
provide information concerming the actual relative
position of a location on the component at which a
process 1s to be performed and the first machine,

b) the processor 1s so programmed that 1n use during each
cycle of operation that results 1n the first machine per-
forming a process on the component, a closed-loop pro-
cess 1s performed during which the second machine
clfects relative movement of the component and the first
machine to a target position, at which the first machine
and component are so positioned relative to each other
that the first machine 1s aligned, with a given degree of
accuracy, to perform a process at the target location on
the component,

¢) the processor 1s programmed to repeat the following
steps during the performance of the closed-loop process:
1) obtaining a first mput concerning the expected posi-

tion of the first machine relative to the component,
11) receiving and using data from the metrology system
together with component data to ascertain a second
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input concerning the actual relative position of the and including details of said plurality of locations on the
target location on the component and the first component, which together may be used to ascertain the
machine, and actual relative position of a location on the component at
ii1) ascertaining whether the first and second inputs are W%Ch aprocess 1s to be performed and the first machine,
an

such that the relative position of the component and >
the first machine 1s 1n accordance with the target posi-
tion with a given degree of accuracy,

until the processor ascertains that the relative position of
the component and the first machine 1s 1n accordance
with the target position with the given degree of accu-
racy.

24. Software for programming a processor of a processing,
unit, the processing unit including a memory and being for
use 1n a method of performing a process on a component, the
method using a first machine to perform a process on the 1°
component at a target location on the component, a second
machine for effecting relative movement of the first machine
and the component, and a metrology system for ascertaining
the relative positions of the component and the first machine,
the software enabling the processor, once programmed with 29
the software, to be able 1n use:

a) to receive process data from the memory of the process-

ing unit, and to send instructions to the second machine

to effect relative movement of the first machine and a
component to a position so that the first machine may 23
then perform a process on the component at a target
location on the component, the process data including
details of the movements to be made by the second
machine to enable processes to be performed by the first
machine on the component at a plurality of different 3¢
locations on the component,

b) to recerve data from the metrology system and compo-

nent data, from the memory of the processing unit, the
component data concerning the shape of the component S I T

¢) to perform a closed-loop process which enables the
second machine to effect relative movement of the com-
ponent and the first machine to a target position, at which
the first machine and component are so positioned rela-
10 tive to each other that the first machine 1s aligned, with a
given degree of accuracy, to perform a process at the
target location on the component,
wherein
(d) the software includes a closed-loop module that 1s
arranged to cause the processor to repeat the following
steps:
1) obtaining a first mput concerning the expected posi-
tion of the first machine relative to the component,
11) receiving and using data from the metrology system
together with component data to ascertain a second
input concerning the actual relative position of the
target location on the component and the first
machine, and
111) ascertaining whether the first and second 1nputs are
such that the relative position of the component and
the first machine 1s 1n accordance with the target posi-
tion with a given degree of accuracy,
until the processor ascertains that the relative position of
the component and the first machine 1s 1n accordance
with the target position with the given degree of accu-
racy.
25. A method according to claim 1, wherein theve is pro-
vided a processor for performing step c).
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