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An on-machine measurement (OMM) system is an
effective apparatus for achieving an efficient profile
compensation and improving machining conditions in
ultrahigh precision machining. Herein, we report a
new OMM system with a confocal chromatic probe
on a five-axis ultrahigh precision machine tool con-
structed using a real-time position capturing method.
The probe and machine tool positions are captured
synchronously using a personal computer to generate
profile measurement data. Long- and short-term sta-
bility, micro step response, and repeatability tests us-
ing an optical flat indicates that the system has a pre-
cision of approximately 10 nm. The profile measure-
ment test using a reference sphere indicates that the
precision of the OMM system deteriorated at a large
slope angle of +45°. However, the overall accuracy
is estimated to be within £2100 nm at a slope angle
within £15°. The linearity test at various slope an-
gles indicates that the decrease in reflected light from
a mirror-like surface deteriorates the performance of
the probe.

Keywords: on-machine measurement, ultrahigh preci-
sion machine tool, confocal chromatic probe

1. Introduction

Aspheric or free-form surfaces are widely used in pre-
cision optics for mobile phone cameras, telescopes, head-
worn displays, neutron-focusing mirrors, etc. because
such surfaces can improve the optics performance [1, 2].
To satisfy practical requirements in free-form machining,
such as large diameters and complex structures, a fast or
slow tool servo diamond turning on ultrahigh precision
machine tools has been developed and is widely regarded
as a promising technique because of its capacity to ef-
ficiently generate complicated surfaces with submicron
accuracy and nanoscale roughness [3-5]. Cutting high-
precision non-axisymmetric optical surfaces is beneficial
but challenging. Although ultrahigh precision machining
can process highly accurate and complex free-form sur-
faces, many factors may cause shape errors, such as axis
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straightness, scale interpolation error, thermal deforma-
tion, and vibration [6, 7].

To rectify these shape errors, it is crucial to measure the
surface profile value of the machining workpiece during
the compensation process [8,9]. Many commercial pro-
file metrology equipments for machining ultraprecision
surfaces are available, e.g., contact or non-contact pro-
filometers, laser interferometers, white light interferom-
eter microscopes, and atomic force microscopes. How-
ever, the use of these off-machine measuring methods re-
quires the removal of the workpiece from the machine
tool, which may introduce setting errors and reduce the
manufacturing efficiency. Hence, on-machine measure-
ments (OMMs) and error compensation based on mea-
surement results must be performed. Several methods can
be used to perform OMMs, for example, scanning tunnel-
ing microscopy, atomic force microscopy, auto focus laser
probing, sapphire microprobing, dispersed reference in-
terferometry, and white-light interferometry [10-18]. Re-
cently, in non-contact measurement methods, confocal
chromaticity has become more noticeable owing to the
high measurement accuracy and stability afforded [19—
21]. The measurement principle of a confocal chromatic
probe is that chromatic aberrations are generated through
shite-light illumination, and only the light focused on the
object is reflected by the confocal optics, from which the
maximum intensity wavelength is detected by a spectrom-
eter to obtain displacement information.

In our previous studies, we developed the OMM system
of an ultrahigh precision machine tool using a confocal
chromatic sensor and a real-time position capturing sys-
tem [22]. Using this system, we measured the optical flat
and demonstrated periodic displacements during X-axis
motion. However, we did not achieve a precise synchro-
nization between the confocal chromatic sensor and the
scale data from the machine tool.

In this study, we constructed a new synchronization
mechanism between a confocal chromatic probe and the
scale data of a machine tool such that the precision, ac-
curacy, stability, and repeatability of the system can be
evaluated effectively.
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Fig. 1. Configuration of on-machine measurement system.

2. Configuration of OMM System

Figure 1 shows a diagram of the OMM configuration,
which comprises four main parts: an ultrahigh-precision
machine tool, a confocal chromatic sensor, a synchroniza-
tion pulse generator, and a personal computer (PC). We
used the OMM system to obtain the machine tool posi-
tion data, measure the workpiece profile, and evaluate the
motion accuracy of the machine tool.

The five-axis ultrahigh precision machine tool
(ULG-100D (5A), Shibaura Machine Co., Ltd.) used in
these experiments comprises three linear axes (XYZ)
guided by V-V rollers with a 0.1 nm resolution linear
scale driven by linear motors. The X- and Z-axes move
along the horizontal direction, whereas the Y -axis moves
along the vertical direction with motion ranges of 450,
350, and 150 mm, respectively. The two rotational axes
(B, C) of the tool are pneumatic bearings with rotary
encoders of 1/100,000° resolution driven by direct-drive
AC servo motors. The machine tool was placed in a dou-
ble constant temperature chamber. The outer and inner
chamber temperatures were controlled to 23 +0.5°C and
23 +£0.01°C, respectively. In addition, the machine was
equipped with a pneumatic vibration isolator. The data
of five-axis encoders were sent to the branching circuit
and then passed on to the NC controller for machine tool
motion control, whereas the position data were captured
by the trigger signal and subsequently transferred to the
PC [23]. The captured linear encoder data sent to the PC
had a resolution of 1 nm only.

The confocal chromatic sensor was composed of a con-
focal chromatic displacement probe (CL-PT010, Keyence
Co., Ltd.) and a probe controller (CL-3050, Keyence Co.,
Ltd.). The white light source was transmitted from the
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probe controller to the displacement probe by the op-
tical fiber, and the white light focused by a chromatic
dispersive lens exhibited different focal points based on
its wavelength. When the light was scattered or re-
flected on the measurement surface, the spectra of the re-
flected/scattered light corresponded to the height of the
surface. Subsequently, the reflected/scattered light was
transmitted back to the probe controller through a chro-
matic dispersive lens and optical fiber. The probe con-
troller analyzed the reflected/scattered light using a spec-
trometer and determined the central wavelength to calcu-
late the displacement. The probe displacement data were
captured by the trigger signal and subsequently transmit-
ted to the PC. The working distance of the probe was
10 mm, and the focal depth corresponding to the mea-
surement range was +0.3 mm. The spot diameter of the
probe was 3.5 um, the linearity was within +0.09 yum,
the resolution of the probe was 1 nm, and the maximum
measurable slope angle was +45° according to the speci-
fication data sheet provided by the manufacturer.

The PC in the OMM system obtained two types
of position data, i.e., the five-axis coordinates
(Xm, Yar, Zy, By, Cyy) of the machine tool and the
displacement Yp measured by the probe. The rotational
positions of the B and C axes were not used in this
experiment.

We generated the point cloud data W of the measured
surface of the workpiece from the three-dimensional co-
ordinates M of the machine tool and probe displacement
coordinates P based on the equations below.

M=Xy,Yu,Zy) - . . . . .. ... .0
P=(0,-Yp,0) . . ... ... ....®2
W=M+P:(XM,YM—YP,ZM> N )]
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We used one displacement probe in this experiment, and
the direction of the probe data P was opposite to that of
Yu.

A trigger pulse generator was used to send synchroniza-
tion pulses to the branching circuit and probe controller
to capture the position and displacement data simultane-
ously. Subsequently, they were transferred to the PC and
rearranged using a time stamp.

In our previous studies, we constructed an OMM sys-
tem using the same machine tool and confocal chromatic
sensor; however, a synchronization mechanism was not
used. Therefore, a detailed profile data analysis or motion
accuracy evaluation was not possible [22]. The position
capture precision in terms of time delay was estimated to
be =1 us since the capturing clock cycle of the branch-
ing circuit was 1 gs. When the machine was moving at
a velocity of 100 mm/min, 1 us corresponded to 1.6 nm,
which appeared to be sufficiently precise for this experi-
ment.

3. Experiments

We used a glass optical flat as a reference flat and a
silicon nitride hemisphere as a reference sphere to evalu-
ate the measurement performance of the developed OMM
system.

Four experiments were conducted using the reference
flat to verify the system stability against vibration, noise,
and temperature change, as well as its submicrometer step
response, repeatability, and the machine tool straightness.
The reference flat had a diameter of 101.6 mm and a flat-
ness of 31.64 nm (4/20, whereas A = 632.8 nm). To
confirm the flatness error distribution of the reference flat,
we measured it using a Fizeau laser interferometer (Veri-
fier QPZ, ZYGO). The peak-to-valley form deviation was
34.76 nm.

Two experiments were conducted using the reference
sphere to verify the profile accuracy and linearity at the
sloped surface. The reference sphere, which was made of
silicon nitride, had a radius of 5.55675 mm. Furthermore,
the form accuracy measured using a three-dimensional
high precision profilometer (UA3P, Panasonic Production
Engineering Co., Ltd.) was less than 100 nm for a slope
angle within £45° and less than £50 nm within £30°.

3.1. Short-Term Stability Test

A reference flat was set on the B-axis rotational ta-
ble, and its surface was measured using the probe set on
the Y-axis; subsequently, the stability of the measurement
was tested. The first test was a short-term stability test. A
measurement time of 5 s was started 1 h after the appa-
ratus was set up. We compared the Y-axis position data
and the displacement probe data when the machine tool
was stationary to verify the short-term stability and vibra-
tion level. The sampling period of the probe was 128 ms,
whereas the axis position sampling period was 10 ms.
Fig. 2 shows the results of the short-term stability test.
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Fig. 2. Short-term stability test.

The standard deviations of the Y-axis position and probe
displacement were 1.0 and 1.2 nm, respectively. More-
over, the amplitude error was 1 nm in the time period of
5 s. This indicates that the OMM system has a stability of
approximately 1 nm. The effect of floor vibration or ma-
chine tool position control error was estimated to be less
than or equal to this level.

3.2. Long-Term Stability Test

The thermal expansion of a machine tool due to tem-
perature fluctuations affects the accuracy of the OMM
system; occasionally, large workpieces must be measured
over a long time period (more than several hours). There-
fore, we evaluated the stability of the measurement accu-
racy and temperature fluctuations over a long period.

To verify the long-term temperature fluctuation stabil-
ity, all the axes of the machine tool were maintained sta-
tionary for 24 h. We used the output value of the OMM
displacement probe in the Y-axis direction of the machine
to evaluate the long-term stability. The setup of the refer-
ence flat and the sampling period were the same as those
detailed in Section 3.1. Three temperature sensors were
placed to measure the temperature variation. 77 was mea-
sured in the inner chamber air outlet. 7, was measured
at the exhaust of the cooling fan of the probe controller,
which was located inside the outer chamber. 73 is the tem-
perature outside the outer chamber.

Figure 3 shows the long-term measurement results.
The displacement drifted approximately 200 nm in 24 h.

Figure 4 shows the temperature changes. Within
approximately 5 h after the start of measurement, the
displacement appeared to be affected by temperature
changes during probe installation. After 5 h from the start,
some correlations might appear between the 73, likely due
to the heat generated by the probe controller and the tem-
perature drift inside the outer chamber. Such drifts may
be reduced if the probe controller is placed inside the in-
ner chamber; however, it was impossible because of space
limitations.

3.3. Micro Step Motion Test

A micro step motion test was conducted to verify the
motion characteristics of the machine tool and probe. The
step interval was set to 5 s, and the step height was set to
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3.4. Profile Measuring Accuracy and Repeatability
Test by ReferenceFlat N7

The profile measurement accuracy and repeatability de-
pend on the machine tool motion accuracy and probe sta-
bility. The reference flat was measured using the OMM
system based on a synchronization pulse. The reference
flat was set on the B-axis, and the probe measured a unidi-
rectional straight line of 100 mm along the X- and Z-axes
on the reference flat (Fig. 6). The reference flat was mea-
sured five times to verify the repeatability of the system.
The feed rate was 10 mm/min. The position sampling was
synchronized, and the sampling period was 100 ms.

Figures 7(a) and (c) show the results of the X- and
Z-axes direction measurement results. The horizontal axis
shows the position of the X- or Z-axis, and the vertical
axis shows the profile of the measured surface by sub-
tracting the probe data (Yp) from the Y-position data (¥Yyy).

Reference flat (diameter 101.6 (mm))

Fig. 6. Straightness and repeatability test along horizontal
(X- and Z-)axes of machine tool using a reference flat.
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Fig. 7. Straightness test along horizontal (X- and Z-)axes and its repeatability.

Spike noise that was presumed to originate from dust par-
ticles was eliminated. The results show that it exhibited
periodic displacements. Because the reference flat profile
did not include such periodic displacements, these peri-
odic displacements were likely due to the waviness on the
axis of the ultrahigh precision machine tool. The preci-
sion criterion for the machine tool was 100 nm; therefore,
this periodic displacement did not suggest the fault of an
ultrahigh precision machine tool.

To estimate the repeatability of the system, deviations
from the average were calculated. Average curves were
obtained by applying smoothing spline fitting to the av-
erage of five measured data. The deviation was calcu-
lated by subtracting the average curves from the mea-
sured data. The deviation results are shown in Figs. 7(b)
and (d). Based on these results, the overall straightness
of the measurement was £50 nm for a 100 mm displace-
ment along the X- and Z-axes. The standard deviation (o)
of the repeatability was oy = 2.7 nm for the X-axis and
o, = 8.6 nm for the Z-axis. From these results, we con-
clude that the standard deviation of the OMM system re-
peatability for the X - and Z-axes of the ultrahigh precision
machine tool was less than 10 nm.

3.5. Form Accuracy Test by Reference Sphere

The reference sphere was measured using the OMM
system to evaluate the accuracy of the system. Two-axis
simultaneous motion control was involved, and the mea-
surement was performed on inclined slope surfaces;
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Fig. 8. Profile measurements using silicon nitride reference
sphere.

hence, it was similar to the actual optics metrology. The
reference sphere was fixed on the B-axis of the machine
tool. As shown in Fig. 8, the measurement was performed
along the X- or Z-axis. The feed rate was 10 mm/min, and
the measurement range of the slope angle 8 was +45°,
which corresponded to X or Z = £3.929 mm. The posi-
tion data of the machine tool and probe displacement were
synchronously captured, and the probe displacement data
were subtracted from the Y position data to generate the
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Fig. 9. Profile measurement accuracy test results using ref-
erence sphere and its repeatability.

profile data. The measured data were fitted to the circle
curve with the designated radius of the reference sphere
using the least-squares method. The error data were ob-
tained by subtracting the fitted circle data from the mea-
sured data. The sampling period was 20 ms.

Figure 9(a) shows the result of the profile error mea-
sured along the X-axis direction. Except for the spike,
which was likely caused by a dust particle or a pit in ce-
ramic material, the profile error amplitude increased as
the position of X approached +3.929 mm. This was likely
because the slope angle of the measured point increased,
and the chromatic confocal probe became noisy because it
was more difficult to obtain reflected light when the slope
angle was large and the measured surface was mirror-like.

Figures 9(b) and (c) show the measurement results on
the reference sphere with a range of +25°, which cor-
responded to X or Z = 4+2.348 mm. The profile ac-
curacy of this region was £300 nm. The profile accu-
racy was =100 nm for the X- and Z-axes, which can be
maintained in the range of £15°, corresponding to X or
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Z = £1.438 mm. When the angle of the measurement
was 15° or less, the measurement result corresponded to
the shape accuracy of the reference sphere.

Although the confocal chromatic displacement probe
had a focusing lens with a large numerical aperture and
according to the manufacturer’s data sheet the measurable
slope angle was +45°, the measuring stability and preci-
sion may deteriorate at a large slope angle and a mirror-
like surface.

3.6. Probe Stability and Precision Test at Different
Slope Angles

As indicated in Section 3.5, the performance of the
confocal chromatic probe at a large slope angle deterio-
rated. To evaluate this, tests were conducted at different
slope angles using the same reference sphere. A linearity
test using the Y-axis of the machine tool was performed
at different positions of the reference sphere, where the
slope angles were 0°, + 15°, +30°, and +45° in the X-
and Z-directions. At a certain slope angle, the Y-axis os-
cillated at a feed rate of 1 mm/min within the measure-
ment range of the probe (£0.3 mm) (Fig. 10). The posi-
tion sampling was synchronized, and the sampling period
was 20 ms. This experiment provided stability and linear-
ity data over the Y-axis of the machine tool, from which
we estimated the stability and precision (linearity) of the
probe at a large slope angle.

The measurement path pattern was stopped at the first
measuring point for 1 min, moved 300 pum vertically
along the +Y-axis direction, returned to the measuring
point after 5 s of stopping, moved 300 um vertically in
the —Y-axis direction after stopping for 5 s, returned to
the measuring point after stopping for 5 s, and then moved
to the next measuring point. If the probe precision is per-
fect, then the Y-axis position data and probe displacement
will have a complete linear correlation. Therefore, the
measured data were fitted by a straight line, and the error
from the fit line was calculated. The standard deviation of
the error was calculated for each slope angle and for the
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The results are summarized in Fig. 11. From 0° to 30°,
the standard deviation of the linearity error was within
100 nm. At 45°, the standard deviation was approxi-
mately 300 nm.

In addition, as shown in Fig. 12, when the Y-axis was
moved in the Y-direction at 45°, the probe could not pro-
vide valid data at 45°. This was likely because the small
pits or dust particles on the surface reflected insufficient
light for detection.

4. Conclusion and Discussion

An OMM system was constructed, and its stability, re-
peatability, and accuracy were evaluated.

The stability of the system for the short term was es-
timated to be within £1 nm, which implies that the vi-
bration isolation and machine tool motion control demon-
strated good stability. Concerning long-term stability, a
drift of 100 to 200 nm over 24 h might occur, which may
be reduced by improving the temperature stability of the
probe controller. In addition, the step response test indi-
cated that the minimum system response resolution was
well below 10 nm, i.e., 2 to 5 nm.

Based on the repeatability test with the reference flat,
the overall straightness of the measurement was 50 nm
for a 100 mm displacement along the X- and Z-axes. Be-
cause the straightness test data indicated repeatable wavi-
ness, the deviation was estimated to be within £10 nm.

The result of the accuracy test using the refer-
ence sphere indicated that the confocal chromatic probe
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demonstrated some limitations in terms of precision on
surfaces with large slope angles. When the slope angle
was within £15°, the accuracy was estimated to be within
4100 nm; and within +=30°, =300 nm. This result was not
consistent with the catalog specifications provided by the
manufacturer; therefore, a precision test at a large slope
angle was performed.

The accuracy test at various slope angles indicated that
the standard deviation of linearity was within £100 nm
when the slope angle was within 30°. However, at £45°,
the deviation was approximately +300 nm, and the probe
lost its signal occasionally.

The overall precision of the OMM system was
4100 nm for a slope angle within +15°. For slope angles
within £45°, an accuracy of 300 nm can be obtained,
but the probe might not be stable. This performance is not
ideal as a metrology system; however, this OMM system
is useful for various ultrahigh precision machining when
the surface slope angle is not extremely large. In addition,
the confocal chromatic probe is a non-contact type probe
with an extremely small spot size; it is useful in measuring
soft materials or microstructures.

The overall accuracy was affected by both the probe
linearity and motion accuracy of the machine tool. Based
on the stability and repeatability test, the repeatability
of the ultrahigh precision machine tool can be within
£+10 nm. Therefore, the accuracy of the OMM system
can be improved by introducing a compensation method
or a differential metrology using a reference surface.

The stability, repeatability, and accuracy verification
tests conducted in this study did not fully describe the
motion error of the ultrahigh precision machine tool. For
a more detailed motion precision analysis, three probes
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must be attached to the system to measure multiple
degree-of-freedom motion errors (e.g., pitching, rolling,
etc.) of the system when necessary. We will attempt to
improve the accuracy of the OMM system by motion er-
ror correction and perform compensation machining in
the future.

Acknowledgements

The authors would like to thank the Advanced Manufacturing
Support Team of the RIKEN Center for Advanced Photonics for
their support in the machining of the jigs and plates used in this
study.

References:

[1] A. Bauer and J. P. Rolland, “Visual space assessment of
two all-reflective, freeform, optical see-through head-worn dis-
plays,” Optics Express, Vol.22, Issue 11, pp. 13155-13163, doi:
10.1364/0E.22.013155, 2014.

[2] T. Hosobata, N. L. Yamada, M. Hino, H. Yoshinaga, F. Nemoto,
K. Hori, T. Kawai, Y. Yamagata, M. Takeda, and S. Takeda, “Ellip-
tic neutron-focusing supermirror for illuminating small samples in
neutron reflectometry,” Optics Express, Vol.27, Issue 19, pp. 26807-
26820, doi: 10.1364/0E.27.026807, 2019.

[3] F. Fang, X. Zhang, A. Weckenmann, G. Zhang, and C. Evans,
“Manufacturing and measurement of freeform optics,” CIRP An-
nals, Vo.62, No.2, pp. 823-846, doi: 10.1016/j.cirp.2013.05.003,
2013.

[4] H. S. Kim, K. I. Lee, K. M. Lee, and Y. B. Bang, “Fabrica-
tion of free-form surfaces using a long-stroke fast tool servo and
corrective figuring with on-machine measurement,” Int. J. of Ma-
chine Tools and Manufacture, Vol.49, Nos.12-13, pp. 991-997,
doi: 10.1016/j.ijmachtools.2009.06.011, 2009.

[5] A. Meier, “Diamond turning of diffractive microstructures,” Preci-
sion Engineering, Vol.42, pp. 253-260, doi: 10.1016/j.precisioneng.
2015.05.007, 2015.

[6] M. A. Mannan, R. Ramesh, and A. N. Poo, “Error compensation
in machine tools — a review. Part I: geometric, cutting-force in-
duced and fixture-dependent errors,” Int. J. of Machine Tools and
Manufacture, Vol.40, No.9, pp. 1235-1256, doi: 10.1016/S0890-
6955(00)00009-2, 2000.

[71 R. Ramesh, M. A. Mannan, and A. N. Poo, “Error compensa-
tion in machine tools — a review. Part II: thermal errors,” Int. J.
of Machine Tools and Manufacture, Vol.40, No.9, pp. 1257-1284,
doi: 10.1016/S0890-6955(00)00010-9, 2000.

[8] X. Jiang, “Precision surface measurement,” Philosophical Trans.
of the Royal Society A, Vol.370, No.1973, pp. 4089-4114,
doi:10.1098/rsta.2011.0217, 2012.

[9] E. Savio, L. De Chiffreb, and R. Schmittc, “Metrology of
freeform shaped parts,” CIRP Annals, Vol.56, No.2, pp. 810-835,
doi: 10.1016/j.cirp.2007.10.008, 2007.

[10] W. L. Zhu, S. Yang, B. F. Ju, J. Jiang, and A. Sun, “Scan-
ning tunneling microscopy-based on-machine measurement for dia-
mond fly cutting of micro-structured surfaces,” Precision Engineer-
ing, Vol.43, pp. 308-314, doi: 10.1016/j.precisioneng.2015.08.011,
2016.

[11] W. Gao, J. Aoki, B. F. Ju, and S. Kiyono, “Surface profile mea-
surement of a sinusoidal grid using an atomic force microscope on
a diamond turning machine,” Precision Engineering, Vol.31, No.3,
pp. 304-309, doi: 10.1016/j.precisioneng.2007.01.003, 2007.

[12] S. Morita, J. Guo, N. L. Yamada, N. Torikai, S. Takeda, M. Fu-
rusaka, and Y. Yamagata, “Profile measurement of a bent neu-
tron mirror using an ultrahigh precision non-contact measure-
ment system with an auto focus laser probe,” Measurement Sci-
ence and Technol.,, Vol.27, No.7, 074009, doi: 10.1088/0957-
0233/27/7/074009, 2016.

[13] F. Chen, S. Yin, H. Huang, H. Ohmori, Y. Wang, Y. Fan,
and Y. Zhu, “Profile error compensation in ultra-precision grind-
ing of aspheric surfaces with on-machine measurement,” Int. J.
of Machine Tools and Manufacture, Vol.50, No.5, pp. 480-486,
doi: 10.1016/j.ijmachtools.2010.01.001, 2010.

[14] D. Li, Z. Tong, X. Jiang, L. Blunt, and F. Gao, “Calibration
of an interferometric on-machine probing system on an ultra-
precision turning machine,” Measurement, Vol.118, pp. 96-104,
doi: 10.1016/j.measurement.2017.12.038, 2018.

232

[15] J. Yan, H. Baba, Y. Kunieda, N. Yoshihara, and T. Kuriyagawa,
“Nano precision on-machine profiling of curved diamond cutting
tools using a white-light interferometer,” Int. J. of Surface Sci-
ence and Engineering, Vol.1, No.4, pp. 441-455, doi: 10.1504/1J-
SURFSE.2007.016695, 2007.

[16] K. Nagayama and J. Yan, “Measurement and Compensation of Tool
Contour Error Using White Light Interferometry for Ultra-Precision
Diamond Turning of Freeform Surfaces,” Int. J. Automation Tech-
nol., Vol.14, No.4, pp. 654-664, doi: 10.20965/ijat.2020.p0654,
2020.

[17] M. Xu, K. Nakamoto, and Y. Takeuchi, “Compensation Method
for Tool Setting Errors Based on Non-Contact On-Machine Mea-
surement,” Int. J. Automation Technol., Vo.14, No.1, pp. 66-72,
doi: 10.20965/ijat.2020.p0066, 2020.

[18] Y. Ihara and T. Nagasawa, “Fundamental Study of the On-Machine
Measurement in the Machining Center with a Touch Trigger
Probe,” Int. J. Automation Technol., Vol.7, No.5, pp. 523-536,
doi: 10.20965/ijat.2013.p0523, 2013.

[19] X. Zou, X. Zhao, G. Li, Z. Li, and T. Sun, “Non-contact on-
machine measurement using a chromatic confocal probe for an
ultra-precision turning machine,” The Int. J. of Advanced Manufac-
turing Technol., Vol.90, pp. 2163-2172, doi: 10.1007/s00170-016-
9494-3, 2017.

[20] J. Bai, X. Li, X. Wang, Q. Zhou, and K. Ni, “Chromatic Confocal
Displacement Sensor with Optimized Dispersion Probe and Modi-
fied Centroid Peak Extraction Algorithm,” Sensors, Vol.19, No.16,
3592, doi: 10.3390/s19163592, 2019.

[21] H.J. Tiziani and H. M. Uhde, “Three-dimensional image sensing
by chromatic confocal microscopy,” Applied Optics, Vol.33, No.10,
pp. 1838-1843, doi: 10.1364/A0.33.001838, 1994.

[22] H.Duan, S. Morita, T. Hosobata, M. Takeda, and Y. Yamagata, “On-
machine measurement of ultra-precision machine tool using confo-
cal chromatic probe,” Proc. of the 32th Japan Society for Abrasive
Technology Annual Conf. (ABTEC 2019), pp. 108-113, 2019 (in
Japanese).

[23] S. Moriyasu, S. Morita, Y. Yamagata, H. Ohmori, W. Lin, J. Kato,
and I. Yamaguchi, “Development of on-machine Profile Measuring
System With Contact-type Probe,” Initiatives of Precision Engineer-
ing at the Beginning of a Millennium, pp. 594-598, doi: 10.1007/0-
306-47000-4_116, 2002.

Name:
Hao Duan

Affiliation:

Ph.D. Student, Graduate School of Advanced
Science and Technology, Tokyo Denki Univer-
sity

N

Address:

5 Senju Asahi-cho, Adachi-ku, Tokyo 120-8551, Japan

Brief Biographical History:

2017- Ph.D. Student, Graduate School of Advanced Science and
Technology, Tokyo Denki University

2018- Junior Research Associate Program, RIKEN Center for Advanced
Photonics

Main Works:

o “Quadrant Protrusion Measurement of Ultra-Precision Machine Tool by
Real-Time Position Capturing Method,” Materials Science Forum,
Vol.874, pp. 531-536, 2016.

Membership in Academic Societies:

o Japan Society for Abrasive Technology (JSAT)

e Japan Society for Precision Engineering (JSPE)

Int. J. of Automation Technology Vol.15 No.2, 2021



Profile Measurement Using Confocal Chromatic Probe
on Ultrahigh Precision Machine Tool

Name:
Shinya Morita

Affiliation:
Professor, School of Engineering, Tokyo Denki
University

A
Address:
5 Senju Asahi-cho, Adachi-ku, Tokyo 120-8551, Japan
Brief Biographical History:
2002-2015 Research Scientist, RIKEN
2015-2016 Associate Professor, Tokyo Denki University
2016- Professor, School of Engineering, Tokyo Denki University
Main Works:
e “Development of a large plano-elliptical neutron-focusing supermirror
with metallic substrates,” Optics Express, Vol.24, No.12, pp. 12478-12488,
2016.
o “Profile measurement of a bent neutron mirror using an ultrahigh
precision non-contact measurement system with an auto focus laser probe,”
Measurement Science and Technology, Vol.27, No.7, 074009, 2016.
e “Experimental investigation for optimizing the fabrication of a sapphire
capillary using femtosecond laser machining and diamond tool
micromilling,” CIRP Annals, Vol.69, Issue 1, pp. 229-232, 2020.
Membership in Academic Societies:
e Japan Society for Precision Engineering (JSPE)
e Japan Society of Mechanical Engineers (JSME)
o Japan Society for Abrasive Technology (JSAT)

Name:
Masahiro Takeda

Affiliation:
Technical Staff I, RIKEN

*

Address:

2-1 Hirosawa, Wako, Saitama 351-0198, Japan

Brief Biographical History:

2012-2016 Technical Staff II, Advanced Manufacturing Support Team,
RIKEN

2016- Technical Staff I, Ultrahigh Precision Optics Technology Team,
RIKEN

Main Works:

o “Characterization of all second-order nonlinear-optical coefficients of
organic N-benzyl-2-methyl-4-nitroaniline crystal,” Scientific Reports,
Vol.9, 14853, 2019.

o “Elliptic neutron-focusing supermirror for illuminating small samples in
neutron reflectometry,” Optics Express, Vol.27, Issue 19, pp. 26807-26820,
2019.

o “Development of precision elliptic neutron-focusing supermirror,” Optics
Express, Vol.25, Issue 17, pp. 20012-20024, 2017.

Membership in Academic Societies:

e Japan Society for Precision Engineering (JSPE)

Name:
Takuya Hosobata

Affiliation:
Research Scientist, RIKEN

b

N
Address:
2-1 Hirosawa, Wako, Saitama 351-0198, Japan
Brief Biographical History:
2011 Received Ph.D. from The University of Tokyo
2014- Research Scientist, RIKEN
Main Works:
o “Characterization of all second-order nonlinear-optical coefficients of
organic N-benzyl-2-methyl-4-nitroaniline crystal,” Scientific Reports,
Vol.9, 14853, 2019.
o “Elliptic neutron-focusing supermirror for illuminating small samples in
neutron reflectometry,” Optics Express, Vol.27, Issue 19, pp. 26807-26820,
2019.
e “Development of precision elliptic neutron-focusing supermirror,” Optics
Express, Vol.25, Issue 17, pp. 20012-20024, 2017.
Membership in Academic Societies:
o Japan Society for Precision Engineering (JSPE)
o Japan Society for Abrasive Technology (JSAT)
e Japanese Society for Neutron Science (JSNS)

Int. J. of Automation Technology Vol.15 No.2, 2021

Name:
Yutaka Yamagata

Affiliation:
Team Leader, Ultrahigh Precision Optics Tech-
nology Team, RIKEN

Address:

2-1 Hirosawa, Wako, Saitama 351-0198, Japan

Brief Biographical History:

1993 Received Ph.D. in Engineering from The University of Tokyo
1993-1996 Researcher, Kanagawa Academy of Science and Technology
1997-1998 Research Scientist, RIKEN

2007-2010 Team Leader, VCAD Applied Fabrication Team, RIKEN
2010-2013 Team Head, Advanced Manufacturing Team, RIKEN
2013-2020 Team Leader, Ultrahigh Precision Optics Technology Team,
RIKEN

Main Works:

o “Characterization of all second-order nonlinear-optical coefficients of
organic N-benzyl-2-methyl-4-nitroaniline crystal,” Scientific Reports,
Vol.9, 14853, 2019.

o “Elliptic neutron-focusing supermirror for illuminating small samples in
neutron reflectometry,” Optics Express, Vol.27, Issue 19, pp. 26807-26820,
2019.

o “Development of precision elliptic neutron-focusing supermirror,” Optics
Express, Vol.25, Issue 17, pp. 20012-20024, 2017.

Membership in Academic Societies:

e Japan Society for Precision Engineering (JSPE)

o Japan Society of Mechanical Engineers (JSME)

o Japan Society for Abrasive Technology (JSAT)

233


http://www.tcpdf.org

