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(b) Path of the movement
Fig. 2 Configuration of sequence of single-axis motions

(a) Measurement
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Fig. 4 Measurement of three dimensional errors
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(a) Measured data along 4 body step diagonal
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(b) Corrected data
Fig. 5 Comparison between measured data and corrected data
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Fig. 6 Comparison between the VD and VM Method
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