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The Development of An Error Measurement System of 5-Axis Mill & Turn Machine
Tool by Double Ball Bar Test

T H Kim(Mech. Eng. Dept., CNU), Y G. Jung(Mech. Eng. Dept., CNU), H J Ko(Mech. Eng. Dept., CNU)

ABSTRACT
In this paper, the development of an error measurement system of 5-axis mill & turn machine tool presented by
double ball bar test, which has been widely used to measure the overall accuracy of machining center. and the
reliability of an error measurement system of 5-axis mill & turn machine tool was secured by the direct cutting test.
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Table 1 Condition of DBB Measurement

sample speed 83.333 Hz
Ballbar length 50 mm,
Measurement plane BO XY, Y7, ZX
B9 XY, YZ, ZX
Feed 1000 mm/min
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