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A Study on the Measurement of Rotary Table Error
with 5-Axis CNC Machine

S.H. SUH*, S.Y. JUNG*, E.S. LEE*",

ABSTRACT

The purpose of this study is to develop a geometric error model and path compensation algorithm for
rotating axes of the 5-axis machine tools, by a method to calibrate a rotary table using one master ball and
three LVDTs. [t was developed a new methodology to measure 3 translation errors of the rotary table and
with a compensation procedure for setup errors of the master ball. The method is experimentally verified
using a ball-table and on-machine inspection method. The results showed that the geometric error models
with the path compensation strategy can be practically used as a means for improving the accuracy of the
machine tools with rotary table.
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Fig. 5 Compensation of the C-axis rotating error
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Fig. 9 Picture for the rotary table experimental set-up with
an autocollimator
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