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Measurement of multi-axes errors between linear and rotational tables of a ultra-
precision machine tools for generating micro patterns on the large surfaces
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Fig. 1 Configuration of the 4 axis ultra precision machine Fig. 2 Diagonal measurement results before compensation
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Fig. 3 Measurement of tilting error of C-axis using Estler’s reversal
method
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Fig. 4 Tilting error of C-axis table
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Fig. 5 Method for measuring deviation between rotary table and

linear axes
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Fig. 6 Deviation of relative distances between the rotary table and
linear axes
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