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Study for Geometric Error Measurement of a Tilting Table
using Double Ball-bar
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(a) 1% ball-bar measurement

(2) 2" ball-bar measurement

(3) 3" ball-bar measurement

Fig. 2 Ball-bar set-up for geometric error measurement of a tilting table
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Table 1 Maximum value of geometric errors for simulation and
estimation error using suggested method(unit: mm, rad, %)

Generated error Estimation error
5., 0.030 1.5025x10° 0.0050
s, 0.030 1.5613x10* 0.5204
5, 0.030 2.0210x10™ 0.6737
£, 1.4544x10™ - -
£, 1.4544x10* 9.8764x107 0.6791
£, 1.4544x10 7.8367x10” 0.5388
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