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Five-Axis Machine Tools - Test and Evaluation Technology
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X, Y Z A, C = axis name or travel distance Ho3A "

e = location deviation

Xr= center offset between C-axis and ball bar 2. 7|5t8HE FHET

r = ball bar length
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Fig. 1 Tilting rotary table type five-axis machine tool
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Fig. 2 Test method of parallelism between C-axis and Z-
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Fig. 3 Evaluation of offset between A-axis and C-axis
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"""" - Fig. 5 C- and X-axis velocity profile (feed 1500mm/min)
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Fig. 4 Tool path around C-axis table
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