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Abstract: In this paper, a novel positioner fixture with a high repeated positioning accuracy and a
high stiffness is proposed and investigated. A high-precision end-toothed disc is used to achieve the
high repeated positioning accuracy of the designed positioner fixture. The mathematical models of
the cumulative error of the tooth pitch, the tooth alignment error and the error of the tooth profile
half-angle of the end-toothed disc are analyzed. The allowable tolerance values of the cumulative
error of the tooth pitch, the tooth alignment error and the error of the tooth profile half-angle of the
end-toothed disc are given. According to the theoretical calculation results, a prototype positioner
fixture is fabricated and its repeated positioning accuracy and stiffness are tested. The test results
indicate that the stiffness of the proposed positioner fixture is 1050.5 N/µm, which is larger than the
previous positioner fixtures of the same type. The repeated positioning accuracy of the proposed
positioner fixture in the x, y and z directions are ±0.48 µm, ±0.45 µm and ±0.49 µm, respectively,
which is significantly higher than the previous positioner fixtures.

Keywords: positioner fixture; high-precision; repeated positioning accuracy; high stiffness

1. Introduction

In the machining process, the fixture is the most used auxiliary tool and the accuracy
and reliability of the fixture directly affect the processing efficiency and the manufacturing
accuracy of the part [1–3]. Studies show that about 40% of parts that are rejected are mainly
because of dimensioning errors due to poor fixture designs [4]. Furthermore, the parts need
to be demounted and installed for exchanging between different machining procedures
and a transposition error value is generated in this process. Therefore, the reduction of the
positioning error caused by the clamping process is very important to the forming accuracy
of the part. A high-precision positioner fixture can ensure that the positioning reference
of the part is unchanged when the processing station is changed, thereby reducing the
positioning error caused by the clamping process as much as possible [5,6]. In the field of
precision machining, most parts are produced in small batches; this is particularly the case
for customized parts, which need to be demounted and installed frequently during the ma-
chining process. If positioning errors caused by the disassembly and installation processes
cannot be controlled, it is difficult to realize the final machining accuracy of the part [7,8].
Therefore, a high-precision positioner fixture is indispensable for precision machining.

The design process of conventional fixtures is usually divided into four sub-steps:
(1) setup planning, (2) fixture planning, (3) unit design and (4) verification [9,10]. In
addition, computer-aided technology has been widely used for improving the fixture
design process since the 1980s [11–14]. The sub-step design process of fixtures and the
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application of computer-aided technology simplifies the fixture design, especially for fixture
configuration design [1]. Zhou et al. proposed a feature-based fixture design methodology;
previous fixture design cases and design rules are described in association with features
and thus the design knowledge is integrated with the geometric information of aircraft
structural parts, which improves the efficiency and quality of the fixture design [13]. Peng
et al. proposed a new fixture design methodology where the rule-based reasoning and case-
based reasoning methods are combined for a machining fixture design in a virtual reality-
based integrated system [15]. However, the stiffness and repeated positioning accuracy
of the fixtures are less considered in the computer-aided fixture design methodology.
Scholars have conducted much research on positioner fixtures for meeting the different
applications and needs in the manufacturing market. Kartik et al. proposed a mobile
positioner fixture based on three high-precision steel balls to achieve the positioning [16].
The three steel balls are distributed in an equilateral triangle and it is matched with
a V-shaped structure that can move in the groove so the adjustment of position and
direction can be realized. The experimental results demonstrate that the positioner fixture
had a good repeatability and high stiffness stability [17]. Yingguang et al. designed a
responsive fixture based on product dynamic detection technology and the test results
indicated that the deformation of the workpiece during processing was reduced by using
the responsive flexible fixture [18]. However, a high machining accuracy was achieved
through online monitoring and the adjustment of the fixture deformation. Thus, the fixture
had a complicated structure and a high manufacturing cost. The research of Gonzalo et al.
indicated that the main factors affecting the accuracy of parts are static deformation and
dynamic vibration and static deformation is mainly the deformation caused by the clamping
force and the cutting force [19]. Pellegrinelli et al. proposed a method to quickly replace
the part substrate. Based on the flexibility provided by the positioner fixture, the substrate
could be quickly switched between different machine tools [20]. It should be noted that the
stiffness and repeated positioning accuracy of the positioner fixture were not considered
in this paper. Several companies have also developed commercial products of high-
precision positioner fixtures. The SCHUNK company developed a high-precision positioner
fixture for large parts, which could provide a clamping force of up to 20 kN and a repeat
positioning accuracy of about 5 µm. The System 3R company developed a high-precision
positioner fixture for small parts and its highest repeatability positioning accuracy could
reach 2 µm [21].

The literature review indicates that much work has been conducted for developing
positioner fixtures. However, there are two shortcomings. First, existing positioner fix-
tures have a low repeat positioning accuracy and it is difficult to meet the requirements
of precision machining, especially for the precision machining of precision microparts.
Secondly, much research related to fixture design has concentrated on the design method,
deformation analysis, stability evaluation and fixture repeatability. There is relatively
little research on the error calculation and analysis of high-precision positioner fixtures,
especially the allowable machining tolerance values of key parts, which further inhibits
development. The structure of this paper is as follows. Firstly, the configuration of the
high-precision positioner fixture is presented in Section 2. The calculation and analysis of
the positioning error of the positioner fixture and the design of the machining tolerance
with important parts are described in Section 3. The repeated positioning accuracy and
stiffness test experiments of the proposed positioner fixture are performed in Section 4.
Finally, conclusions are drawn in Section 5.

2. Design of the High-Precision Positioner Fixture

A three-dimensional illustration of the proposed high-precision positioner fixture
is shown in Figure 1. A high-precision end-toothed disc was used to achieve the high
repeated positioning accuracy and the high stiffness clamping of the positioner fixture
was attained through the matching convex–concave structure, as shown in Figure 1b.
In addition, the pneumatic clamping method was selected to achieve the advantages of
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the positioner fixture of a short positioning time and simple operation. The structure
diagram of the proposed positioner fixture with the workpiece is shown in Figure 1c and
was divided into upper and lower parts. The lower part was composed of the under
substrate, under fluted disc, ventilation joint and adjusting screw. The under fluted disc,
ventilation joint and adjusting screw were fixed connected to the under substrate. A
clamping cylinder and preloaded spring were also installed inside the under substrate, as
shown in Figure 1b. The under substrate was connected to the workbench of the machine
tool or testing equipment. The upper part was composed of the upper substrate, upper
fluted disc, transition apparatus, aeriferous joint and workpiece. The upper fluted disc,
transition apparatus and aeriferous joint were fixed connected to the upper substrate. It
should be noted that the workpiece was mounted on the upper substrate through the
transition apparatus and the shape of the workpiece was determined by the transition
apparatus. An inner hexagonal screw was installed inside the upper substrate and was
used to connect the upper substrate and the aeriferous joint, as shown in Figure 1b. The
operation steps of the proposed positioner fixture were as follows: in the initial state, the
aeriferous joint was not ventilated, the spring pushed the clamping cylinder to the center
and the clamping cylinder cooperated with the aeriferous joint to complete the clamping
under the action of the spring force. At this time, the upper and under fluted gear discs
were in a stable meshing state. When the aeriferous joint was ventilated and the air pressure
was greater than the spring force, the clamping cylinder moved from inside to outside.
At this time, the positioner fixture was in the unloaded state and the upper fluted gear
disc part could be removed, as shown in Figure 1c. It should be noted that the positioner
fixture needed to be ventilated during the process of removing and putting in the upper
fluted gear disc part. In the proposed positioner fixture, the workpiece was completely
positioned. It is worth noting that the adjustment of the clamping force applied by the
clamping cylinder to the aeriferous joint could be achieved by regulating the adjusting
screw. Thus, the proposed structure of the positioner fixture met the requirements of a high
repeated positioning accuracy, high stiffness, short positioning time and simple operation.
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3. Analysis and Calculation of the Positioning Error

The positioning error of the fixture was numerically equal to the machining error
caused by the inaccurate positioning of the workpiece on the fixture. The clamping error
between the workpiece and the positioner fixture and the position and size errors between
the positioning elements of the positioner fixture were the main factors leading to the
positioning error of the positioner fixture [5,22]. In this paper, a high-precision end-toothed
disc was used to achieve a high repeated positioning accuracy and the positioning accuracy
of the proposed positioner fixture was permitted to be less than 1 µm. It should be noted
that the positioner fixture could be equivalent to the indexing operation of the two end-
toothed discs when realizing the indexing. Therefore, the error of the end-toothed disc
could be calculated according to the error theory of the end-toothed disc. The positioning
error of the end-toothed disc mainly included three parts: a cumulative error of the tooth
pitch, a tooth alignment error and an error of the tooth profile half-angle [23].

3.1. The Cumulative Error of the Tooth Pitch

In the end gear disc, the tooth pitch was the length of the arc between two adjacent
teeth on the same side tooth profile with any circumference. The pitch error was the
deviation between the actual pitch and the standard pitch. The single pitch error can be
written as:

Vpi = pi − p (1)

where Vpi is the tooth pitch error of the i-th tooth, pi is the actual pitch of the tooth and p
is the standard pitch of the tooth. When the end gear disc crosses k teeth, the cumulative
error of the tooth pitch (VpΣ) is expressed by:

VpΣ = ΣVpi − kp. (2)

As shown in Figure 2, the under fluted disc was fixed and the upper fluted disc
performed a rotating movement. When the upper and under fluted gear discs were
engaged, the tooth profiles of the upper and under fluted gear discs were coupled in a
one-to-one correspondence.
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When the upper fluted gear disc rotates through k teeth, the cumulative error value of
the tooth pitch of the ab meshing tooth pair (Vpab) can be written as:

Vpab = pbb′ − paa′ = Vpbb′ −Vpaa′ (3)
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where Vpaa′ is the error of the corresponding point and the standard position after the
tooth (a) has rotated through n teeth. Similarly, the cumulative error value of the tooth
pitch of the cd meshing tooth pair (Vpcd) can be expressed by:

Vpcd = pdd′ − pcc′ = Vpdd′ −Vpcc′ . (4)

If Vpab is equal to Vpcd, then the mating tooth surface ab and the mating tooth surface
cd have not rotated relative to each other during the positioning process. At this time, the
angle error Vϕα is zero. If Vpab does not equal Vpcd, then the mating tooth surface ab and
the mating tooth surface cd are not in contact at the same time. In order to ensure that both
tooth surfaces were in contact, the upper and under fluted discs rotated relatively. At this
time, the cumulative error of the tooth pitch can be written as:

VpΣ =
1
2
(Vpab + Vpcd). (5)

The pitch deviation of each tooth is Vp (µm) and the pitch deviation of a single
tooth can be regarded as an independent random variable that conforms to the normal
distribution and can be expressed as:

Vp ∼
(

µ, σp
2
)

. (6)

Equation (5) can then be written as:

Vp∑ ∼
(

0,
1
4

(
σpab

2 + σpcd
2
))

. (7)

According to the error statistical analysis method, the actual machining error of
the part can be set to conform to the normal distribution. According to this principle,
Equation (7) is valid.

± 3

√
1
4
(
σpab

2 + σpcd
2
)
≤ ±0.5× 10−3. (8)

Suppose σpab is equal to σpcd , then the cumulative deviation of the tooth pitch is 1.4 µm
and its upper and under deviations are both 0.7 µm.

3.2. The Tooth Alignment Error

The tooth alignment error refers to the angle between the standard tooth direction line
and the actual tooth direction line, as shown in Figure 3. In the actual situation, there were
tooth alignment errors on the upper and under fluted discs.
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In the end gear disc, the tooth pitch was the length of the arc between two adjacent
teeth on the same side tooth profile with any circumference. The pitch error was the
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deviation between the actual pitch and the standard pitch and the single pitch error can be
written as:

Vb = b tan Vβ (9)

where b is the width of a single tooth, β is the circumferential angle corresponding with a
single tooth and β = 2π

Z . The tooth alignment error (Vϕβ) can then be written as:

Vϕβ =
2b tan Vβ

D
(10)

where D is the outer diameter of the upper fluted disc. When the movement error was
within 1 µm (Vb ≤ 1 µm), Equation (9) could be written as:

Vβ ≤ arctan
Vb
b

= 1.59× 10−3. (11)

According to the inspection specification for involute cylindrical gears, when the actual
tooth profile is tested, the tooth direction deviation is calculated based on the maximum
deviation (VFβ = Vβ× b) between the actual tooth direction line and the standard tooth
line in the effective length. It is assumed that the tooth orientation error conforms to a
normal distribution so the tooth alignment error can be expressed by:

Vβ ∼
(

0,
σ2

β

b2

)
. (12)

±
3σβ

b
≤ ±7.95× 10−4. (13)

The tooth alignment error is then 2.12 µm and its upper and under deviations are
both 1.05 µm.

3.3. The Error of Tooth Profile Half-Angle

The tooth profile angle of the end gear disc refers to the angle between the left and
right tooth surfaces of the same tooth. The tooth profile angle directly affects the accuracy
of the end gear disc. Usually, the smaller the tooth profile angle, the higher the indexing
accuracy and a better positioning stability of the end gear disc. However, when the tooth
profile angle is too small, it is easy to increase the axial runout of the gear meshing circle,
reduce the stiffness of the tooth root part and increase the amount of deformation, resulting
in the decrease in the indexing accuracy of the end gear disc. Therefore, in comprehensive
consideration, the tooth profile angle was selected as 60◦ in this paper. According to the
different deviations of the half-angle error of the upper and under fluted discs, it could be
divided into the following four types.

(a) Type 1: The under fluted disc is standard. The deviation of the actual half-angle of
the upper fluted disc from the standard half-angle is ∆θ and it is biased to the outside of
the axis, as shown in Figure 4a. The center line of the end gear is set as the reference and
the distance between the center line and the tooth tip of the under fluted disc is h′/2 where
h′ is the working height of the end gear disc and the design size is 4 mm. It can be seen
from Figure 4 that the length of the rotation arc around the axis can be expressed as:

lFH = lAB/2 = lCD tan
θ

2
. (14)

The movement distance along the axis is lFG and lFG = lCD.Therefore, the corner error
caused by the half-angle of the tooth profile can be written as:

Vϕ θ
2
=

lFH
dπ
× 360◦ =

360◦

dπ
lCD tan

θ

2
. (15)
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As ∆θ is extremely small and lCD
sin ∆θ = lEC

sin(180◦−(∆θ+ θ
2 ))

, the corner error caused by the

half-angle of the tooth profile can be expressed as:

∆ϕ θ
2
=

180◦h′∆θ

πd cos2 θ
2

. (16)

When the left and right tooth surfaces of the single tooth have the tooth profile
half-angle error, it can be written as:

Vϕ θ
2
=

180◦h′

πd cos2 θ
2
(∆θL ± ∆θR) (17)

where ∆θL is the tooth profile half-angle error of the left tooth surface and ∆θR is the tooth
profile half-angle error of the left tooth surface. Therefore, the axial displacement error
caused by the tooth profile half-angle can be expressed as:

lFG =
h′

2 sin θ
2 cos θ

2
(∆θL ± ∆θR). (18)

(b) Type 2: The under fluted disc is standard. The deviation of the actual half-angle
of the upper fluted disc from the standard half-angle is ∆θ and it is biased to the inside of
the axis, as shown in Figure 4b. In this case, an error of the tooth profile half-angle does
not occur.
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the deviation of the actual half-angle of the under fluted disc is biased to the outside of the axis.

(c) Type 3: The upper fluted disc is standard. The deviation of the actual half-angle of
the under fluted disc from the standard half-angle is ∆θ and it is biased to the inside of the
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axis. In this case, the calculation method is the same as Type 1 and it can be calculated by
changing the corresponding parameters.

(d) Type 4: The upper fluted disc is standard. The deviation of the actual half-angle of
the under fluted disc from the standard half-angle is ∆θ and it is biased to the outside of the
axis, as shown in Figure 4c. In this case, the upper fluted disc moves vertically downwards
and lBC = lDE. The length of the rotation arc around the axis can then be expressed as:

∆h = lBD = lAB − lAD = lBC

 1
tan θ

2

− 1

tan
(

θ
2 + ∆θ

)
. (19)

Based on the above analysis, it could be seen that the maximum axial movement error
caused by the tooth profile half-angle error occurred in Type 1. Usually, the angle deviation
could not be obtained directly through the tooth profile half-angle error. According to
the inspection specification of the gear tooth profile deviation, it could be obtained by
measuring the maximum tooth profile deviation σθ (µm) of the effective tooth height and
the angle error could be expressed as:

∆θ =
σθ

h′
. (20)

The length of the rotation arc around the axis could then be written as:

lFG ∼
(

0,
σθL

2 + σθR
2

(h′)2

)
. (21)

± 3

√
σθL

2 + σθR
2

(h′)2 ≤ ±5× 10−4. (22)

Suppose σθL is equal to σθR ; the cumulative deviation of the tooth pitch is then 2.82 µm
and its upper and under deviations are both 1.41 µm.

From the above analysis, it could be observed that the tooth alignment error and
the tooth profile half-angle error had a small effect on the total error and the allowable
tolerance ranges were relatively large under the same target accuracy. The cumulative
error of the tooth pitch had a great influence on the total error; its allowable error value
was small and the error value should be controlled in the machining process.

4. Results and Discussion
4.1. Experiment to Test the Repeated Positioning Accuracy

In order to validate the rationality of the configuration of the high-precision positioner
fixture and verify the results of the theoretical calculation, a high-precision positioner
fixture that met the tolerance requirements was fabricated and a repeated positioning
accuracy test of the positioner fixture was performed. Significantly, the test results were
affected by the machine tool movement error and tool manufacturing error when the
positioning accuracy of the positioner fixture was tested under the cutting state. Therefore,
a non-contact test method was used in this experiment. Figure 5 shows the experimental
setup of the repeated positioning accuracy test of the proposed positioner fixture. A high-
precision industrial camera was fixed on the positioner fixture through a unidirectional
adjustment platform and the positioner fixture was fixed on the optical platform. The
industrial camera could be moved back and forth through the unidirectional adjustment
platform to achieve a precise focusing. A characteristic microstructure sheet was placed
on the front end of the industrial camera and it was fixed on the optical platform through
a two-dimensional microdisplacement platform. The resolution of the two-dimensional
microdisplacement platform in both the x direction and the z direction was 1 µm. The
array structure of the characteristic microstructure sheet was 100 µm × 100 µm square grid
holes. The machining accuracy of the grid holes was better than 0.1 µm, indicating that the
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accumulated error caused by the inaccuracies of the grid holes was less than 0.1 µm, which
satisfied the requirement of this experiment.
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The specific operation method of this experiment was as follows. First, the industrial
camera was placed on the proposed positioner fixture and the camera was precisely focused
by adjusting the displacement platform. Second, the camera was picked up (including
the upper fluted gear disc part) and then put down in its original position. Through this
process, the repeated positioning errors occurred and were manifested as changes in the
imaging position of the characteristic structure. By processing the image, the displacement
error values along the x direction and the z direction could be obtained. The above test
experiment was repeated many times to obtain the variation amplitude of the error value
and this was the repeated positioning accuracy of the proposed positioner fixture. It should
be noted that when the imaging was blurry, the uncertainty error of the image processing
was measured by the quantitative movement of the microdisplacement platform. The
results demonstrated that the uncertainty error was less than ±0.1 µm, which indicated
that the error value along the y direction was small and therefore it was feasible to judge
the position in the x and z directions through the image processing method proposed in
this paper. The error value along the y direction was shown as the change in the image
depth; that is, the resulting image was shown as “clear” and “blurred”. The displacement
error value along the y direction could not be obtained by the image processing. The base
of the positioner fixture rotated 90◦ along the z-axis and the direction of the measuring lens
remained unchanged. The images were obtained in the same way so that the error along
the x direction was the original y direction error.

After the measurement experiments of the repeated positioning accuracy of the pro-
posed positioner fixture, experimental images were obtained and the image processing
was performed. As shown in Figure 6, image processing software was used to dispose
of the collected images. The scale parameter was set to 0.045 µm/pixel according to the
resolution of the camera. The coordinate position of the cursor in the image was recorded
so that the distance and coordinate values of the cursor relative to the origin could be
obtained. In order to reduce random errors and improve the accuracy of the test, the
repeated positioning accuracy of the positioner fixture was tested 30 times.

Figure 7a is the cursor point distribution before rotation, which indicated that the
repeated positioning accuracy of the positioner fixture proposed in this paper was 0.96 µm
in the horizontal (x-axis) direction and 1.0 µm in the vertical (z-axis) direction. The base
of the positioner fixture rotated 90◦ along the z-axis and the direction of the measuring
lens remained unchanged. The new distribution diagram of the cursor points was then
obtained, as shown in Figure 7b. It could be ascertained that the repeated positioning
error of the proposed positioner fixture along the horizontal (y-axis) direction was 0.9 µm
and this error along the vertical (z-axis) direction was 0.96 µm. It should be noted that
there were two reasons causing the slight deviation of the two test results of the repeated
positioning error along the vertical (z-axis) direction. First, there was a slight movement
between the camera and the connector when the camera (including the upper fluted gear
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disc part) was repeatedly picked up and put down. Second, there was a slight deviation
in the selection of the cursor point under the image processing process. In summary, the
repeated positioning accuracy of the proposed positioner fixture in the x, y and z directions
were ±0.48 µm, ±0.45 µm and ±0.49 µm, respectively. The test results indicated that the
proposed positioner fixture had a high repeated positioning accuracy and its value was
less than 1 µm, which met the initial design requirements.
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Figure 7. Scatter plot of the cursor points. (a) The cursor point distribution before rotation. (b) The
cursor point distribution after rotating by 90 degrees.

4.2. Stiffness Measurement of the Proposed Positioner Fixture

In order to verify that the proposed positioner fixture could maintain a high posi-
tioning accuracy under working conditions, it was necessary to conduct a stiffness test on
the proposed positioner fixture. The experimental setup of the stiffness measurement is
shown in Figure 8. The testing devices mainly included the proposed positioner fixture, an
inductance micrometer, a small cylinder and an optical platform. The cylinder was used as
a force application device and the applied force value could be continuously changed from
0 to 100 N by precisely adjusting the value of the air pressure. The inductance micrometer
selected in this experiment was the TT80 inductance micrometer, which is produced by the
Swiss TESA company. The resolution of the inductance micrometer was 0.1 µm, which met
the needs of the experiment.



Micromachines 2021, 12, 1227 11 of 13

Micromachines 2021, 12, 1227 11 of 13 
 

 

4.2. Stiffness Measurement of the Proposed Positioner Fixture 
In order to verify that the proposed positioner fixture could maintain a high position-

ing accuracy under working conditions, it was necessary to conduct a stiffness test on the 
proposed positioner fixture. The experimental setup of the stiffness measurement is 
shown in Figure 8. The testing devices mainly included the proposed positioner fixture, 
an inductance micrometer, a small cylinder and an optical platform. The cylinder was 
used as a force application device and the applied force value could be continuously 
changed from 0 to 100 N by precisely adjusting the value of the air pressure. The induct-
ance micrometer selected in this experiment was the TT80 inductance micrometer, which 
is produced by the Swiss TESA company. The resolution of the inductance micrometer 
was 0.1 μm, which met the needs of the experiment. 

  
Figure 8. Experimental setup for the stiffness measurement. 

Figure 9 is the numerical curve diagram of the different values of the applied force 
and displacement of the measured point. The equation of this curve could be written as 

. .0 0009 7 676y x= − + and the slope of the curve was −0.0009. According to the relationship 
between the applied force and the displacement, the stiffness of the proposed positioner 
fixture could be calculated to be 1050.5 N/μm, which was larger than the previous posi-
tioner fixture of the same type. It is worth noting that the greater the stiffness of the pro-
posed positioner fixture, the smaller the deformation generated during the machining 
process, which is beneficial for precision machining. When the measuring head and the 
direction of the applied force were changed in the horizontal plane, the stiffness value of 
the positioner fixture was almost unchanged. When the measuring head and the direction 
of the applied force were changed along the z direction, the test results showed that the 
stiffness of the positioner fixture in the vertical direction was much greater than in the 
horizontal direction. The test results showed that the proposed positioner fixture had a 
higher stiffness. In summary, the positioner fixture proposed in this paper met the re-
quirements of a high repeated positioning accuracy and high stiffness. 

 
Figure 9. The deformation of the measured point varies with the applied force. 

Figure 8. Experimental setup for the stiffness measurement.

Figure 9 is the numerical curve diagram of the different values of the applied force
and displacement of the measured point. The equation of this curve could be written
as y = −0.0009x + 7.676 and the slope of the curve was −0.0009. According to the
relationship between the applied force and the displacement, the stiffness of the proposed
positioner fixture could be calculated to be 1050.5 N/µm, which was larger than the
previous positioner fixture of the same type. It is worth noting that the greater the stiffness
of the proposed positioner fixture, the smaller the deformation generated during the
machining process, which is beneficial for precision machining. When the measuring head
and the direction of the applied force were changed in the horizontal plane, the stiffness
value of the positioner fixture was almost unchanged. When the measuring head and the
direction of the applied force were changed along the z direction, the test results showed
that the stiffness of the positioner fixture in the vertical direction was much greater than
in the horizontal direction. The test results showed that the proposed positioner fixture
had a higher stiffness. In summary, the positioner fixture proposed in this paper met the
requirements of a high repeated positioning accuracy and high stiffness.
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5. Conclusions

Based on the configuration design analysis, the theoretical calculations and the perfor-
mance verification experiments of the proposed positioner fixture, the following conclu-
sions can be drawn:

1. An innovative high-precision positioner fixture was proposed and investigated in
this paper. The proposed positioner fixture had the advantages of a short positioning
time and simple operation. The high-precision end-toothed disc was the key point
for achieving the high repeated positioning accuracy. The mathematical models of
the cumulative error of the tooth pitch, the tooth alignment error and the error of
the tooth profile half-angle of the end-toothed were analyzed. The analysis results
indicated that the tooth alignment error and the tooth profile half-angle error had a
smaller effect on the total error whereas the cumulative error of the tooth pitch had a
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greater influence. The allowable tolerance values of the cumulative error of the tooth
pitch, the tooth alignment error and the error of the tooth profile half-angle of the
end-tooth were given.

2. The repeated positioning accuracy test results showed that the proposed positioner
fixture had a high repeated positioning accuracy and its repeated positioning accuracy
in the x, y and z directions were ±0.48 µm, ±0.45 µm and ±0.49 µm, respectively,
which was significantly higher than previous positioner fixtures. The stiffness test
results showed that the stiffness of the proposed positioner fixture was 1050.5 N/µm,
which was large enough for a fixture usually used in the field of precision machining.
The above analysis results indicate that the designed positioner fixture had the advan-
tages of a high repeated positioning accuracy, high stiffness, short positioning time
and simple operation.

Author Contributions: Conceptualization, X.Z. (Xuesen Zhao) and Z.W.; data curation, Z.W. and
Z.H.; funding acquisition, X.Z. (Xuesen Zhao) and T.S.; project administration, X.Z. (Xicong Zou) and
T.S.; software, R.T.; writing—review and editing, X.Z. (Xuesen Zhao) and R.T. All authors have read
and agreed to the published version of the manuscript.

Funding: This research was funded by the Science Challenge Project of China (Grant No. TZ2018006-
0202-01) and the National Safe Academic Foundation of National Natural Science Foundation of
China (Grant No. U1530106).

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.

Conflicts of Interest: The authors declare no conflict of interest.

References
1. Hashemi, H.; Shaharoun, A.M.; Sudin, I. A case-based reasoning approach for design of machining fixture. Int. J. Adv. Manuf.

Technol. 2014, 74, 113–124. [CrossRef]
2. Guevara-Pantoja, P.E.; Chavez-Pineda, O.G.; Solis-Serrano, A.M.; Garcia-Cordero, J.L.; Caballero-Robledo, G.A. An affordable

3D-printed positioner fixture improves the resolution of conventional milling for easy prototyping of acrylic microfluidic devices.
Lab Chip 2020, 20, 3179. [CrossRef] [PubMed]

3. Zhang, J.; Wang, F.; Wang, C. Integrating case-based with rule-based reasoning in body-in-white fixture design. Int. J. Adv. Manuf.
Technol. 2016, 85, 1807–1824. [CrossRef]

4. Wang, H.; Rong, Y.; Li, H.; Shaun, P. Computer aided fixture design: Recent research and trends. Comput.-Aided Des. 2010, 42,
1085–1094. [CrossRef]

5. Boyle, I.; Rong, Y.; Brown, D.C. A review and analysis of current computer-aided fixture design approaches. Robot. Comput.-Integr.
Manuf. 2011, 27, 1–12. [CrossRef]

6. Ryll, M.; Papastathis, T.N.; Ratchev, S. Towards an intelligent fixturing system with rapid reconfiguration and part positioning. J.
Mater. Process. Technol. 2008, 201, 198–203. [CrossRef]

7. Xichun, L.; Kai, C.; Dave, W.; Frank, W. Design of ultraprecision machine tools with applications to manufacture of miniature and
micro components. J. Mater. Process. Technol. 2005, 167, 515–528. [CrossRef]

8. Li, Z.; Dai, Y.; Guan, C.; Yong, J.; Sun, Z.; Du, C. High-Precision Machining Method of Weak-Stiffness Mirror Based on Fast Tool
Servo Error Compensation Strategy. Micromachines 2021, 12, 607. [CrossRef] [PubMed]

9. Kang, Y.; Rong, Y.; Yang, J.C. Computer-aided fixture design verification. Part 1. The framework and modelling. Int. J. Adv.
Manuf. Technol. 2003, 21, 827–835. [CrossRef]

10. Zhang, X.T.; Peng, G.L.; Hou, X.; Zhuang, T. A knowledge reuse-based computer-aided fixture design framework. Assem. Autom.
2014, 34, 169–181. [CrossRef]

11. Vasundara, M.; Padmanaban, K.P. Recent developments on machining fixture layout design, analysis, and optimization using
finite element method and evolutionary techniques. Int. J. Adv. Manuf. Technol. 2014, 70, 79–96. [CrossRef]

12. Wan, N.; Wang, Z.; Mo, R. An intelligent fixture design method based on smart modular fixture unit. Int. J. Adv. Manuf. Technol.
2013, 69, 2629–2649. [CrossRef]

13. Zhou, Y.; Li, Y.; Wei, W. A feature-based fixture design methodology for the manufacturing of aircraft structural parts. Robot.
Comput.-Integr. Manuf. 2011, 27, 986–993. [CrossRef]

14. Yu, K. Robust fixture design of compliant assembly process based on a support vector regression model. Int. J. Adv. Manuf.
Technol. 2019, 103, 111–126. [CrossRef]

15. Peng, G.; Chen, G.; Wu, C.; Xin, H.; Jiang, Y. Applying RBR and CBR to develop a VR based integrated system for machining
fixture design. Expert Syst. Appl. 2011, 38, 26–38. [CrossRef]

http://doi.org/10.1007/s00170-014-5930-4
http://doi.org/10.1039/D0LC00549E
http://www.ncbi.nlm.nih.gov/pubmed/32729599
http://doi.org/10.1007/s00170-015-8040-z
http://doi.org/10.1016/j.cad.2010.07.003
http://doi.org/10.1016/j.rcim.2010.05.008
http://doi.org/10.1016/j.jmatprotec.2007.11.133
http://doi.org/10.1016/j.jmatprotec.2005.05.050
http://doi.org/10.3390/mi12060607
http://www.ncbi.nlm.nih.gov/pubmed/34073701
http://doi.org/10.1007/s00170-002-1399-7
http://doi.org/10.1108/AA-04-2013-033
http://doi.org/10.1007/s00170-013-5249-6
http://doi.org/10.1007/s00170-013-5134-3
http://doi.org/10.1016/j.rcim.2011.05.002
http://doi.org/10.1007/s00170-019-03488-6
http://doi.org/10.1016/j.eswa.2010.05.084


Micromachines 2021, 12, 1227 13 of 13

16. Varadarajan, K.M.; Culpepper, M.L. A dual-purpose positioner fixture for precision six-axis positioning and precision fixturing
Part I. Modeling and design. Precis. Eng.-J. Int. Soc. Precis. Eng. Nanotechnol. 2007, 31, 276–286. [CrossRef]

17. Varadarajan, K.M.; Culpepper, M.L. A dual-purpose positioner fixture for precision six-axis positioning and precision fixturing
Part II. Characterization and calibration. Precis. Eng.-J. Int. Soc. Precis. Eng. Nanotechnol. 2007, 31, 287–292. [CrossRef]

18. Li, Y.; Liu, C.; Hao, X.; Gao, J.X.; Maropoulos, P.G. Responsive fixture design using dynamic product inspection and monitoring
technologies for the precision machining of large-scale aerospace parts. CIRP Ann.-Manuf. Technol. 2015, 64, 173–176. [CrossRef]

19. Gonzalo, O.; Seara, J.M.; Guruceta, E.; Izpizua, A.; Esparta, M.; Zamakona, I.; Uterga, N.; Aranburu, A.; Thoelen, J. A method
to minimize the workpiece deformation using a concept of intelligent fixture. Robot. Comput.-Integr. Manuf. 2017, 48, 209–218.
[CrossRef]

20. Pellegrinelli, S.; Terkaj, W.; Urgo, M. A Concept for a Pallet Configuration Approach Using Zero-point Clamping Systems. Procedia
CIRP 2016, 41, 123–128. [CrossRef]

21. Urgo, M.; Terkaj, W.; Giannini, F.; Pellegrinelli, S.; Borgo, S. Exploiting Modular Pallet Flexibility for Product And Process
Co-Evolution Through ZeroPoint Clamping Systems. In Factories of the Future, the Italian Flagship Initiative; Tolio, T., Copani, G.,
Terkaj, W., Eds.; Springer: Cham, Switzerland, 2019; pp. 57–82.

22. Christiand; Wang, G.-N.; Kim, E.-W. Validating and verifying fixture kinematics for virtual manufacturing. Int. J. Comput. Integr.
Manuf. 2014, 27, 1136–1143. [CrossRef]

23. Chen, L. Study on Indexing Precision of Frontal Teeth Rings of a Servo/Dynamic Turret. Master’s Thesis, Southeast University,
Nanjing, China, 2015.

http://doi.org/10.1016/j.precisioneng.2006.11.002
http://doi.org/10.1016/j.precisioneng.2006.11.001
http://doi.org/10.1016/j.cirp.2015.04.025
http://doi.org/10.1016/j.rcim.2017.04.005
http://doi.org/10.1016/j.procir.2015.12.084
http://doi.org/10.1080/0951192X.2013.874586

	Introduction 
	Design of the High-Precision Positioner Fixture 
	Analysis and Calculation of the Positioning Error 
	The Cumulative Error of the Tooth Pitch 
	The Tooth Alignment Error 
	The Error of Tooth Profile Half-Angle 

	Results and Discussion 
	Experiment to Test the Repeated Positioning Accuracy 
	Stiffness Measurement of the Proposed Positioner Fixture 

	Conclusions 
	References

