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Study on high-efficient estimation method of geometrical deviation in five-axis
machining center
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Tablel Coordinates on a ball-plate

Fig.4 Ball-plate

Table2 Designated value of measurement

x(mm) | y(mm) | 2(mm) | a(deg) | c(deg)
) 0 0] -80 40
2 -10 120 -49 80
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Fig.5 Method of measurement
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Fig. 6 Estimated results of each geometric

deviations
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