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Sharp Edge Tool Alignment for Micro Pattern Machining
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ABSTRACT

This paper presents a geometrical error compensation of tool alignment for sharp edge bite on B axis
controlled machine. In precision micro patterning, bite alignment is crucial parameter for machined surface. To
decrease bite alignment error, plus tilted bite from B axis center is touched to reference work piece(pin gauge)
and checked the deviation from original position. Same process is repeated for maximum touch deviation value.
From this touched position value, wheel alignment error in X axis and Z axis can be calculated on B axis

center. Experimental results show that this compensation method is efficient to correct sharp edge bite alignment.

Key Words : Sharp Edge Bite(AF*Z %] H}O]E), Tool Alignment(3-7- “274), Micro Patterning("}o] 2 EJ),
Ultra-Precision(Z % 2)
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Fig. 1 Schematic diagram of 4 axis machine
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Fig. 2 Schematic drawing of micro patterning
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