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Abstract

Although the extra two rotary axes deliver
the advantages of five-axis machining, the
increasing kinematical complexity makes it
difficult to measure the overal positioning
errors and to find a suitable compensation
method. Therefore, a new measurement device,
the probe-ball, has been developed which can be
used to measure the overall position errors of

1 94 7 31

five-axis machine tools directly. The errors can
be estimated and compensated based on the
measured overall positioning errors.

The purpose of this paper is to
development a new error compensation method
named decouple method for five-axis machine
tools. Although the extratwo rotary axes deliver
the advantages of five-axis machining, the
increasing kinematical complexity makes it
difficult to measure the overall positioning
errors and to find a suitable compensation
method.

Based on the fully known error model of
five-axis machine tools, a new error
compensation function is developed in
UG/postprocessor. According the results of
experience, the new error compensation method
has been proved.

Keywords: error compensation, five-axis
machine tools
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The purpose of this paper is to development a new error
compensation method named decouple method for five-axis maching
tools. Although the extra two rotary axes deliver the advantages of
five-axis machining, the increasing kinematical complexity makes it
difficult to measure the overall positioning errors and to find a suitable
compensation method. Based on the fully known error model of
five-axis machine tools, a new error compensation function is
developed in UG/postprocessor. According the results of experience,
the new error compensation method has been proved.

CAM

CAM




