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Error Measurement and Estimation for Geometric Errors of 3-axis Machine Tool
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Fig. 3 Z-directional angular error for Y-axis

Table 2 Maximum estimation error of simulation

Error Opa Opy Oss €4y €nn €z €yy €sw €

Yy ry yx vy 2y

Max. Estimation 44 00> 008 005 0.0 024 0.66 236 024
Error [¢m or prad]
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Fig. 2 X-directional straightness error for Y-axis
Table 1 Results of curve fitting
Max. Error [¢m] 2.57 1.86 9.89 1.44 7.35 0.53
adj-R? [%] 988 885 954 571 965  88.9
RMSE [/m] 0.01 0.03 1.42 0.35 0.72 0.20

Max. Estimation
Error [m] 025 063 352 057 145 057
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