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A Study on the Measurement for Straightness and Orthogonality Using CT Method
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Abstract |

L

As high-precision parts are needed with manutacturing techniques improved, the demand of high-precision machine tools

has been increasing. They are made to develope the precision measuring skill to maintenance the accuracy of themselves
as a matter of course.

I We on the paper measured straightness and orthogonality of the square to verify that it is possible for CT(circular test)

~ method by 2-dimensional probe and the square to measure orthogonality. Furthermore, we compared the result of the study

with the computer simulation’ s to prove its possibility, and made an improvement of measuring method.
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Fig. 2 Measuring direction of square

RS oA 2Aste 7 HA o E e ARgst

E
W AP 042 FY 4 b PHE Lo

3. HIOIE Xza|Yy

2371018 L(mm), °|$&EE F(mm/min), 183 AY

Z9 £2 Nolg} 51 MEYAZ Ark b o] Bk

L

At="F/65

X—Jl\j(sec)

< MEY MZKsampling clock)2. 2 31 Eg|A7}
SREE AAZobch 3 AR MEYIEE St

ol%e] dlolg AL YTRNLEFY toje el
W ol ZEEE S04 Poid X, Yo 41 DX

84

Two~dimensional probe



EREEI|A &S =2 Vol.1t No.1 2002. 2.

4 DY i o] 120e] MY DR HEAIch

D,=VDX:+DY? )
o714 D ZR2H2 HY
DX: Xuafe] LZ2Ho| Wy
DY : Yo Z2Ho] We
n: 101*5194 BJ:«'?
ojt}. o] P A shof LR H ol WYE T 4 glon, HojH
ot Bierel 47%] H L2 UERd 5 Qi)

Ap5ho] MW}

A8k Ag ’\?%8
K)2| 7+ AMFE Table 19] HL‘# Ao, okt 2|4
Fig. 33+ Zrch. A 2(stylus) ) A2 Snjo|w X2
o] 55.5mm, AP H&d= R 12 AL 6mm
ol A& ARGERGITE 1elll it ejima s 2 41y
of 42 FEEL oF 24ui2 o, XYF U Yo
B % B 0lumolth E3 Ao Bk 24y
@) 7 A AT 30Hzo|t 121 AIDHE|L 4
FE B 2F WA RA 249 124 E9] A& AHgs}
o} dlolg Al IBM 328|E AFejo] AZslgict

Tl Aol ARESE 44 1o HAMY A7) Fig. 4
of LeRSict.

& AW FHe Fig 59 23, & Mg Agst
X-YeJo] &2 v 5} & Z(semi-closed loop)H|o|9} ¥ it
(closed loop)A|of & 2% & £ Q4= Jtzolt} 121 X

Table 1 Specifications of 2-dimensional probe

Item Specification
Model BIDIM-K
Measurement range * Imm
Measurement pressure 12g
Stylus material Ruby
Stylus diameter 6mm
Repeating accuracy <0.1pm
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Fig. 3 Structure of 2-dimensional probe and shape of stylus

%0

150

.30 .

100

Fig. 4 Shape and dimensions of square

NC contro ler

Measurement

“arsenal comouter

Fig. 5 Schematic diagram of experimental apparatus



Ol - AUIZF - 2¥E - MAHZ
a Sampling
Yo b Two-dimensional probe ﬁ
(a) Measuring direction of square | _Eﬂm
]
1
I 1
= 3 . : . - Square y
3 - o
- 2 *‘//,, P SIS + I
Bl = e
s —o-- b
= 0 il L L Lo
5 0 20 40 60 80 100 120
Position mm (a) Start (b) Movement : 50 m
(b) Displacement of square
Fig. 6 Measuring direction and displacement of square Fig. 7 Movement of stylus
(BLU, basic length unit)= 1 g mo]t}. ol Ay 2A Fy] A7AE ARl wEef Fig. 7
of WERUL o] RARAY) 2309 ERELE NCZR1Ho
4.2 Alsidry ofaf 27| #elgol 50m7k o Bejr7h e ol
2719] Lo Mrhe 2 hAbEe] AzbETHo] 2 Hol $Edh= SOl 248 b dolek L o] $4= 7]
o] H2A)7)2 AN EAAL O ehd A5E GPIB A7t 45 5% shu loka vhAste] WA 7ok
b ORE DOl AT oS oA S Tl AuwoCAD  C1E1S WE shalrh el A4 e vl et
Aol A9 E u(script file)& WMEAIA 1 Aabg o] Az o) yaHe| A ko YRhehng sfal M
7} 50um 2 W72 Elo] B o] Hek &, A7 of HaY

A ZaEZ EHAA,
7o) AR AUES 2R b 24y 1

22] W] DX, DVE 1) 4831ct 111el 4l D

wgslo] Hagel Srzlom MR el Harg

QU OF AR 4 . (e HS] 15

=
=

(e}

o!

P A el AR 2l SIsh )
o 242 oEOAAR T sal 1 A AL g}
o c1ejan 7 ey Aol A 7)o wlis ol dished Azt
o o] 715 HAE Fatol ol S LEA A ] HejahE
A2z selet

2o Ais A7t WEHE V] ool
& o]83ato Fig. 69 (a)2} Zo] &Asth

X3 Yao) Z4uae aglolde 2ol o byso

2 A]

}“‘EJr 1 Ak Fig. 69 (byoll WrERd H}% bt 2
o] yEdel dAve X YIeF 2% 3um o
01%”4 w4l Fig. 8o YEp La7]—‘?—(projection)
P9 gAbeatel ofgh Aol opHE o 4

"1‘

32 10 & J}L
o o kU o;.‘
pxY rl—‘

SELEE RIS
ol gatich. stx|ut o]

86

@ oz A7AAte E4H) FEAY ¥ g A
A0 o) A wow ofAIHA 248 A%
ataie.
5. 48ZEn ¥ 1
51 Mg 8 Xznzol £
Fig. 80] 21245+ ol-goto] Z4d Wi ey
of A7 g e L) T1Yo)A Pointiz 204, WOk

20 ppmHQIA 72k JEgsto] SEAJSRGITE ESt T1R(a)ol] 4
L glo]29 o|44% 200 mm/min® &R A7 LER]

0rt1 T(b)ol M= o4 e 500 mm/ming] &% A

£ Upeholch 1ol T EolA X, YR AT S 2
7 XA Y 3G BAT folch £ A e
S AR IRleIAS) o] A2Ael WS Y
A ARE A AR W), HuEe] Xl we
L 2 e, YA O] W91t vhatel ojef 2249l 3
Zug Aesje] JAoR AL WS Herde o &

ek,



RFXI|AEE =28 Vol.11 No.1 2002. 2.
80 i : 1 ] 150 ¢ L i
SQRIY XYY ) . SRR )
60 PR 2 100 [ e
. WA - ! ;
L W 54 | S i
= v £ 00 Do !
z A B | , , !
£ 2 2
2 ¥ \ Z 0l
Z R i X
: \‘(‘ Ao 50 ! L . - e}
20 J I | R Y T
i 20 40 60 80 100 Number of points
Number of pomnts {a) Feedrale © 200 mm/min
(a) Feedrate = 200 min/mn
80 i - [ 190 oo - . .
0 - SQRT{ XX+YY ) H
= b SORTEXX YY) ey = [ e
R N ST |
4D Voo G ﬁi\ & lmitnd displaceent. |
£ ‘ b |
= Y ¥ E (‘
= / 24 !
i ' = i
= 0 v X X i
i o
:()1 1 i 1 L )() ‘; h " - h n o
O N N TR oo A b0 B0 T

Number of points
[b) Feedrate - 300 mm/min

Fig. 8 Relation between number of points and displacement
for inside square

Appearant ervol

Fstde sepinve T

Probu path

Riby | A qan
Fig. 9 Visual indication of appearent error
s E A Ao A 229 i ‘ﬁ/! HI91F 50 4
Ptz ‘.’(}

1°l # °l% 5 7119

me il olof e AeelAl A2

St shde whebA 50 e m’

R R Bty e ] 5 e R S e AL R R
gfo] Al 50 e mojubil spg ko] rl]O]H».;% REIE TN

Sreup el F 9l Fig 99| Azl Sl vheht v
o yrol HFsFZIRO|A 27| wigliko] 50 ,molA Hof
et atebA] of fIxjefiAlz HAL 1ALl Gl AT L.
Aol elppAbel @ xbvh ghElo] LhERIohaL 7R ek

o] Lhelvl 5] 1oge] 9ol Sl4Ael 9.3/} g
Kot Qlepil /I efRE 1) S Slbbel @ b )

87

Number of points
(b} Feedrate 500 mm/min

Fig. 10 Displacement of X-Y direction for number of points

i ok @abe A Aotk TLafA] | H SR
100 m W 200 g mo 2 AAstol (ke AEL g o

TL APt Fig 10 8 Fige 1of vhebifeh
A5 200 mm/min®} 43, 2]
o ol oF 10me] 17} on 5o
71 MY 100 eme it SFOE dis OF 25 pmof &
0}‘5&9;,{ vhebup Qdgich 2ol 271 S 200 4 mo.
2 Bhe S aolts 9] Lheht %/19] A7 70 im 4
e AL sl 20l L vk o1
U ERES ofulgheh. o}7]4] SITApe] 9 4oh Lheht
§labs el oF 5 Atk ol&% et 500 mm/
min®| ¢, s 9lEko] 50 0 mol ol Hrar gkl A|
off Al 22kl st dsp bl Hol A qlv] ujitel] A
of sS4 b=tk Jreju 2] BefEFol 100 2 mS aff 229
&7k 44‘%9} E A 7] uH

s}

G o A
o 0] S 27101901 2000l 518
2} 2]

/( {oﬂ 6}/\ ;'< OH olp,oﬂ o ),t;

6},17.

ch 5‘:‘6‘{?47}91( datol chitd btk o] A8 27]wl gl
ol Aol uhit 9! W oAk A HojA ofe} (o) s

Algl AoE
o Z A A Aol A Aoirl He| 11—1, ig.
upe} gho| 7] Al2] S.apule, 'f'l k.

HE



Ol& - ZUlx - &y - MUK
300 ¢ - : .
SQRT( XX+YY
Lo} QRI(XY) ]
=200 F ]
B 150 - - T
]
g 100 \ 4 7F~
g 50 ,_,/ \ 7 A 1 B
ol - 5
o w0 60 80 100 ! \
Number of pomts/ | / A 1 [ Inside square
Feedrate : 200 i 1
{a) Feedrate mm/min ) V7 A / \/37 |
—< Probe path
300 , : : ‘ ‘ Ry — k/ \/ ‘
Lot SORT{ 1Y ) 4 " Z/
2200 { Displacement ™ !
B 150 N EEEE TR Friction \
S0t VAR Error
s \ ‘/C/_> )
E 50 Y_J \ Initial displacement \\ /1
L ¥
0 J \%\ . uy c
) 2 40 60 80 100
Number of points
(b} Feedrate : 500 mm/min
Fig. 11 Displacement of X-Ydirection Fig. 12 Visual indication of error vector
(Initial displacement : 200 z m)
o A 7R g Eo] vt 24y 2R BT YEFHEY wi2o] o] A-& Algdold Axket vjwsty] $JsiAE 22}

Ao 9h& dolle AEdE e 4] XEH Y
FAO HFsta Jlome YXAFEs} s, of f updhd
B 0otk I8ja ZRHIF X53} Yo R ofF
81 912 wiof+= Fig. 8, Fig. 10 9 Fig. 113} Zro] ¥
9 A718 ¢ AN HYE o £ Uk 2y 2 *liEé]
Ao i YT CAE U o gloni o BAY
= 28 Tk of7)of HejA = FE Egsord AA
ojth. wheF 9o ot 2AE U 234 ZrHL A
& 71ELE sto] 2 ARl dloleE HAstd 2A 714

SENAL & 5 e o] oz NCAojA Y 2345

7ke 4 & Aol

|

il

(

o rlo

=
A

Y,

l
!

ot 1o

5.2 S5Mo| HZ
2 EAAAR] AZRTHY WPHIRY SH 2
o] Ye A4S Sush] da) oA e o) Aol
He Wole AZEGOS ol§ste] ANNLLE A8
o4& ANSIA O, 1 AT Fig. 130 trehhgich. A

= a2

o] ol 8% ABE NCAZHA K18 71401 A2, 3
FAQL el gloh X4 9 Yol 1390 ¥
S XA A ARFE e . oA

A LR} Adbol A XHEF 9 Yo Wejehs oY)

88

ol wejz A Aok stv] 11 AE Fig. 130] YEd

Zoltt, 1%!’-1]01‘4"1] % At B A A" 98 HY
Aol 2 dA|sh= AgS Lheh ol
18— SQRT( XX+YY |

o 150

St ,

2 gl V

s wf ,"‘)\

E ol ) // Q

o
f
|
i

40 60

Number of points
(a) Feedrate : 200 mm/min

\SQRT Yy
//4

80

400

g 300t
b=
& 200 - / -
8 N
£ / X ;
210 - / ~
v/ el
0 . . n .
0 20 40 60 80 100
Number of points
(b} Feedrate : 500 mm/min

Fig. 13 Simulation of displacement for linear motion



B2 ZE 7| A28 =28 Vol.11 No.1 2002. 2.

80 - < T T
{ g SQRT( XX+7Y)

Displacemenl  pum

J Y R i - A
0 20 40 60 80 100
Number of points

(a) Previous Method (Limit Switch)

80 ; : ; : -
*  SQRT{ XX+YY )

Displacement  pm

6 20 40 60 80 1o
Number of poinis

{b) Advanced Method {Trigger)

Fig. 14 Comparison of previous method and advanced
method

5.3 oloje] YEH2 F7|%

&4 22Hof 57] HolYs ‘Ji 7] SlafA Auba o
B AMShe v ’\H*l” AZEgare] A ARl o
AA dlojE & uhe ¢lo] & ’*\ ZaH7E A7EASt
ol &= F8Y %41— 9. h:; EsHA wrk ahebA
2 Ao A e olgE volH HEg e B8k v
E 4947 thdlo] E2jAE o] §slo} smnH o ofdi ] 4]
35 R WOl RN Fig. 14049} o] Al

diole g 225 AAT 5 Qleir.

iH”

Im of Hm H
il

5.4 YUY HY

B Ao Mg o] a8 Ho|v] Yate] ZAYES
A 315HA T Fig. 22 T18i(a)o) A LFERY A o] o] M 9] &4
HeFel WA, J2)al bl A vepd Aol AdE &
Aurgkol wpuBolth, el 11 AR T ZE Fig 169)

e et A e g Fig. 29] (a)9h o] Az o)
WS afebd Sle) SAstgan o1 @’ﬂrﬁ— ekd Aol
Fig. 159 182 (a)o|t}. 1¢(a)el 4] B upe} o] -1
o] Frtof A of 10 umef ofef & JJ\ /} VHERSLEE. o]
off Le Aol Fig. 29) (b)e} Ho| A ko] 4R HFsko)
A|RHEE Ol A WA RS A A Z gk, ohA )

o) AlApR o] 4 WM S W4 24etert. 11 4

@
>
4
i

‘QN’I‘( XYY

o
&

.
>

Displacement pm
ZC\>1

=
i

1 S S S |
0 20 40 69 80 100
Number of points
{a) Result of method A
80 e e
| kLvRT( KHYY )
-
= f - e - -
405
2 j |
£ 2 /
=2 S A
VCX}- i
& 0 T T ’
20 ‘”, S I SO S
0 20 0 ) 80 100

Number of points
(b} Result of method B

Fig. 15 Comparison of method A and B

I Fig. 159] Z1HZ (b)@t o] oF 6 pmO] E717} ebyt
o whebd SRS M AHE PHoR HES
HozM o 4pm o WA 0 s £ 527} 9l
04[}
T

6. 2 8

AYE EA0) AR 229 ne}ﬂg A/wbﬂw. o]
B30l NCEFA/| A X-Y Hojre] 1485
s RS AseLom, AT ST o)

ge Age A,




M

St B71248 2 4 A%
2 7|

v shRmel y8sAR@Es 98-
1007-044-DA MO 2 SHEHYL.

%

Ho
re

i

(1) ISO 230-1 “Acceptance Cord for Machine Tools.
Part 1, Geometric Accuracy of Machine Operating
Under No-load or Finishing Conditions”, 1992.

Q) ' O, YT AEEE, S A A AEAL pp.
274 ~281, 1997.

(3) ISO/DIS 230-4, “Acceptance Code for Machine
Tools, Part 4, Circular Tests for Numerically
Controlled Machine Tools,” 1944.

(4) JIS B6191, “Machine Tools-Geometric Accuracy
Tests and Practical Tests-Test Method”, 1993.
(5) BrE, N, A2, “Ho[HE o83t HolE A
A EA3 A EHolAo] Jeh A", AT ATIAS

3], Vol. 8, No. 6, pp. 55~63, 1999.

90



