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(54) SHAPE MEASUREMENT DEVICE

(57) The present invention relates to a shape meas-
uring machine (100) for measuring a contour and a rough-
ness shape of a surface of a to-be-measured object, com-
prising: an arm (106) configured to rotate with a support
unit (102) as a fulcrum (104); a stylus (110) configured
to be brought into contact with the to-be-measured ob-
ject, be displaced up and down following a surface shape
of the to-be-measured object, and be mounted at one

end of the arm (106); and a displacement sensor (112)
and a scale detector (114) which at provided at the arm
(106) to detect displacement of the arm (106) by displace-
ment of the stylus (110), wherein the shape measuring
machine (100) further comprises a correction processing
unit (1570) configured to correct data of the displacement
sensor (112) by data of the scale detector (114).
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Description

TECHNICAL FIELD

[0001] The present invention relates to a shape measuring machine for measuring the shape of a to-be-measured
object, and particularly relates to a shape measuring machine that can measure both a contour shape and surface
roughness.

BACKGROUND ART

[0002] Surface shape measuring machines are conventionally used to measure the surface shape of a to-be-measured
object. There are two types of surface shape measuring machines including: a contact type that measures the surface
shape of a to-be-measured object in contact with the to-be-measured object; and a non-contact type that measures the
surface shape of a to-be-measured object in no-contact with the to-be-measured object.
[0003] Examples of the contact type include one that brings a stylus attached to an arm that swings into contact with
a surface of a to-be-measured object and measures movements of the arm made by the stylus moving up and down
along projections and depressions to measure the uneven shape of the surface of the to-be-measured object.
[0004] A displacement sensor that can detect minute movements of the arm with high accuracy is used to measure
minute irregularities in a minute area on the surface of the to-be-measured object. Examples of the displacement sensor
include a differential transformer type that electrically detects a change in insertion amount of a core inserted into a coil,
a capacitive type that detects a change in capacitance in accordance with the movement of a probe, and an eddy-current
type that detects a change in impedance caused by an eddy current generated in a target object when bringing a coil
producing a high-frequency magnetic field close to the target object.
[0005] Such displacement sensors are suitable to measure minute irregularities in a minute area with high accuracy.
However, such displacement sensors have poor linearity in a wide detection range; accordingly, the displacement sensors
are not suitable to measure the entire shape of a relatively large area.
[0006] Hence, scale detectors and the like are used to measure the entire shape of a relatively large area of a to-be-
measured object. The scale detector includes a scale with graduations, and electrical, magnetic, or optical means for
reading the graduation. The scale detectors are suitable to measure the entire shape of a relatively large area. However,
the scale detectors have difficulty in measuring minute irregularities with high accuracy.
[0007] Hence, a shape measuring machine disclosed in Patent Literature 1 includes both a displacement sensor and
a scale detector to be able to measure minute irregularities in a minute area with high accuracy and also measure the
entire shape of a relatively large area.
[0008] The shape measuring machine disclosed in Patent Literature 1 includes a support provided in such a manner
as to be movable up and down with respect to a fixed portion, a lever pivotally and swingably supported by the support,
and provided at one end with a stylus and a digital detector, and at the other end with an analog detector, and a servo
mechanism that moves the support up and down in accordance with output from the analog detector. Consequently,
wide-range measurement can be conducted.
[0009] The "support" in Patent Literature 1 corresponds to a "support unit" in the present invention, the "lever" to an
"arm" in the present invention, the analog detector to a displacement sensor in the present invention, and the digital
detector to a scale detector in the present invention.

CITATION LIST

PATENT LITERATURE

[0010] Patent Literature 1: JP-B-4-1850

SUMMARY OF THE INVENTION

PROBLEMS TO BE SOLVED BY THE INVENTION

[0011] However, the known shape measuring machine described in Patent Literature 1 is equipped with a digital scale
near the stylus on the arm. Hence, the weight of the digital scale is added to the stylus; accordingly, the stylus has not
good trackability of irregularities.
[0012] Moreover, in the known shape measuring machine described in Patent Literature 1, the support is moved up
and down by the servo mechanism; accordingly, the apparatus becomes complicated and its cost is high.
[0013] Moreover, in Patent Literature 1, the analog detector (a differential transformer type displacement measuring
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mechanism) detects a displacement of the arm having the stylus at one end. However, its detection signal is used for
a servo signal for moving the support of the arm up and down to make the contact pressure of the stylus on a work
surface constant. The analog detector does not measure the stylus’s displacement itself. Moreover, the digital detector
including the digital scale (a scale type displacement measuring mechanism) detects a displacement of the stylus and
does not detect a displacement of the arm. In this manner, Patent Literature 1 does not disclose simultaneous meas-
urements of a displacement of a gauge head by measuring a displacement of the arm with both the differential transformer
type displacement measuring mechanism and the scale type displacement measuring mechanism.
[0014] Hence, this is not for measuring a contour shape accurately and correctly in a wide measurement range and
also measuring a minutely uneven shape with high responsivity and high resolution.
[0015] Considering the above circumstances, the present invention is to provide a shape measuring machine that can
measure both a contour shape of a wide measurement range and a minutely uneven shape, allows a stylus to have
excellent trackability of minute irregularities, and can keep the cost low.

SOLUTIONS TO THE PROBLEMS

[0016] The problem of the present invention can be solved by the following invention.
[0017] In other words, a shape measuring machine of the present invention is a shape measuring machine that
measures the contour shape of a surface of a to-be-measured object and surface roughness, and has main features in
including an arm configured to rotate with a support unit as a fulcrum, and a stylus configured to be brought into contact
with the to-be-measured object, be displaced up and down following the surface shape of the to-be-measured object,
and be mounted at one end of the arm, and, further including, in the arm, a displacement sensor and a scale detector
to detect the displacement of the arm caused by the swing.
[0018] Consequently, neither the displacement sensor nor the scale detector is mounted at one end where the stylus
is mounted, out of both ends of the arm. Hence, their weights are not added to the stylus, and the stylus has improved
trackability of irregularities.
[0019] Moreover, it is possible to obtain a measurement result in a wide range with highly accurate linearity while the
displacement sensor picks up information on fine roughness with high sensitivity and high responsivity.
[0020] Moreover, the shape measuring machine of the present invention has a main feature in that the displacement
sensor is a differential transformer sensor, capacitive sensor, or eddy-current sensor.
[0021] Consequently, minute irregularities on the surface of the to-be-measured object can be measured with high
accuracy.
[0022] Furthermore, the shape measuring machine of the present invention has main features in that the stylus is
mounted at a first end being the one end of the arm, the displacement sensor and at least part of the scale detector are
mounted at a second end being the other end of the arm, the support unit is mounted on the arm to be closer to the
second end than the center of the arm, and the ratio of the length between the fulcrum of the arm and a distal end on
the first end side to the length between the fulcrum and a distal end on the second end side is 1 : 1 - 6 : 1.
[0023] Furthermore, the shape measuring machine of the present invention has main features in that the scale detector
has an arc-shaped scale, and the arc-shaped scale is a flexible linear scale affixed to a curved surface of an arc-shaped
housing.
[0024] Consequently, although it is difficult to form graduations with a correct pitch directly on the curved surface, it
is easy to form graduations with a correct pitch on a flat sheet-shaped member. Accordingly, a highly accurate scale
can be easily formed.
[0025] Moreover, the curved surface of the housing has a main feature in that the shape of a cross section parallel to
a surface of rotation of the arm is an arc with the fulcrum at the center.
[0026] Consequently, even if the arm rotates about the fulcrum, the distance between a scale reading unit and the
scale is always constant. In addition, the angle of the scale with respect to the scale reading unit is also always constant.
Hence, the scale can always be read on the same condition. Hence, there is little influence of external disturbance.
Accordingly, the scale can be read correctly, and the displacement of the arm can be measured with high accuracy.
[0027] Furthermore, the shape measuring machine of the present invention has a main feature in further including a
hemispherical calibration jig of which shape and dimension are known, for calibrating at least one of the displacement
sensor and the scale detector.

ADVANTAGEOUS EFFECTS OF THE INVENTION

[0028] Both a contour shape of a wide measurement range and a minutely uneven shape can be measured. The
stylus has excellent trackability of minute irregularities. The cost of the shape measuring machine can be kept low.
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BRIEF DESCRIPTION OF THE DRAWINGS

[0029]

Fig. 1 is a conceptual diagram illustrating the configuration of a shape measuring machine of the present invention.
Fig. 2 is a conceptual diagram illustrating a measurement state with a stylus facing upward.
Fig. 3 is a schematic diagram of the shape measuring machine of the present invention.
Fig. 4 is an explanatory diagram for explaining calibration by the shape measuring machine according to the present
invention.
Fig. 5 is a schematic explanatory diagram of a step gauge being a calibration jig of the present invention.
Fig. 6 is an explanatory diagram of a computed shape of a ball of a ball gauge (stylus height calibration).
Fig. 7 is an explanatory diagram of a computed shape of the ball of the ball gauge (arm length calibration).
Fig. 8 is an explanatory diagram of calibration of the radius of a distal end of the stylus.
Fig. 9 is a diagram illustrating the configuration of a shape measuring machine of a second embodiment of the
present invention.
Fig. 10 is a block diagram illustrating the configuration of a portion that performs signal processing in the shape
measuring machine of the second embodiment of the present invention.
Fig. 11 is a diagram explaining a calibration data creation process of a scale signal processing unit 1061.
Fig. 12 is a block diagram illustrating the configuration of a portion that performs signal processing and a selection
in a shape measuring machine of a third embodiment of the present invention.
Fig. 13 is a block diagram illustrating the configuration of a portion that performs signal processing and a selection
in a shape measuring machine of a fourth embodiment of the present invention, and a diagram explaining switching
of a selection signal.
Fig. 14 is a diagram illustrating examples of second displacement data (surface roughness data) and first displace-
ment data (contour shape data) of a case where displacement changes within a small range.
Fig. 15 is a block diagram illustrating the configuration of a portion that performs signal processing in a shape
measuring machine of a fifth embodiment.
Fig. 16 is a diagram explaining signal processing and a correction process in the fifth embodiment.
Fig. 17 is a diagram further explaining signal processing and the correction process.
Fig. 18 is a diagram illustrating specific measurement examples in the fifth embodiment.
Fig. 19 is a diagram illustrating a specific measurement example in the fifth embodiment.
Fig. 20 is a diagram illustrating examples of an optical scale detection mechanism that detects displacement discretely
with high accuracy.
Fig. 21 is a schematic diagram of a shape measuring machine where a displacement sensor is provided on the
same side as a gauge head.
Fig. 22 is a conceptual diagram of a shape measurement/calibration apparatus according to the present invention.
Fig. 23 is an explanatory diagram for explaining methods for measuring a surface shape of a to-be-measured object
and correcting the measurement data.
Fig. 24 is an explanatory diagram illustrating a difference in distance between a spherical portion center and a
contact point in accordance with the shape of a spherical portion.
Fig. 25 is an explanatory diagram illustrating an angle formed by a spherical calibration jig and the stylus having the
spherical portion in contact with the calibration jig.
Fig. 26 is a graph illustrating the relationship between the movement amount of the calibration jig and θ1.
Fig. 27 is a graph illustrating the relationship between the movement amount of the calibration jig and θ3.
Fig. 28 is a graph illustrating the relationship between the movement amount of the calibration jig and a radius r of
the spherical portion.

DESCRIPTION OF EMBODIMENTS

[0030] Modes for carrying out the present invention are described in detail hereinafter with reference to the accom-
panying drawings. Here, portions indicated by the same symbol in the drawings are similar elements having a similar
function. Moreover, in the present invention, when the range of values is expressed using "-", both boundary values are
included in the range.

<Configuration>

[0031] A first embodiment of a shape measuring machine of the present invention is described with reference to the
drawings. Fig. 1 is a conceptual diagram illustrating the configuration of the shape measuring machine of the present
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invention. As illustrated in Fig. 1, a shape measuring machine 100 of the present invention mainly includes an arm 106
that swings with a support unit 102 as a fulcrum 104, a stylus 110 that comes into contact with a to-be-measured object
108, and is displaced up and down following the surface shape of the to-be-measured object 108, a displacement sensor
112 for detecting the displacement of the arm 106 caused by the swing, and a scale detector 114.
[0032] The stylus 110 is mounted at a first end 116 being one end of the arm 106. The displacement sensor 112 and
at least part of the scale detector 114 are mounted at a second end 118 being the other end of the arm 104. The support
unit 102 is mounted on the arm 106, closer to the second end 118 than the center. In other words, the first end 116 is
configured to be longer than the second end 118.
[0033] The displacement sensor 112 is a sensor for detecting with high accuracy minute movements of the arm 106
that swings in synchronization with the up-and-down motion of the stylus 110. Any sensor can be adopted as the
displacement sensor 112 as long as it can measure minute displacement of the arm 106. A differential transformer
sensor, capacitive sensor, or eddy-current sensor can be suitably used as the displacement sensor 112. Especially, a
differential transformer sensor that can measure minute displacement with high accuracy is preferred.
[0034] The scale detector 114 is a detector that reads graduations formed on a scale by an electrical, magnetic, or
optical method to read the movement of the arm 106. There are various types and any type can be adopted also for the
scale detector 114. A detector of a type that reads by an optical method is preferred. This is because the type that reads
by the optical method is highly accurate, and is not influenced by a surrounding electric field and magnetic field.
[0035] In terms of the displacement sensor 112, the entire sensor may be mounted on the arm 106, but normally part
of it is mounted on the arm 106. For example, the diagram of the displacement sensor 112 illustrated in Fig. 1 illustrates
a differential transformer sensor. As illustrated in the figure, a core 120 is mounted on the arm 106. A coil (or transformer)
122 is not mounted on the arm 106.
[0036] Moreover, for example, when an eddy-current sensor is used, main portions such as a coil are mounted outside,
and only a detection unit that can produce an eddy current may be mounted on the arm 106.
[0037] Hence, in the present invention, the displacement sensor 112 includes, as a part of the displacement sensor
112, not only parts constituting the senor but also portions to be detected. At least part of the displacement sensor 112
including the portions to be detected is mounted at the second end 118 of the arm 106.
[0038] Also in terms of the scale detector 114, at least part of the scale detector 114 including portions to be detected
is mounted at the second end 118 of the arm 106 as in the displacement sensor 112.
[0039] In this manner, both the displacement sensor 112 that can measure minute displacement and the scale detector
114 that can correctly measure the entire shape of a large area are included. Hence, both minute irregularities on the
to-be-measured object 108 and the entire contour of a wide range can be measured.
[0040] Moreover, neither the displacement sensor 112 nor the scale detector 114 is mounted at the first end 116 where
the stylus 110 is mounted. Hence, their weights are not added to the stylus. Hence, the moment of inertia of the first
end 116 is reduced. Accordingly, the stylus 110 can have excellent trackability of minute irregularities.
[0041] Furthermore, the support unit 102 is mounted on the arm, closer to the second end than the center. In other
words, the shape measuring machine of the present invention is configured in such a manner as that the length between
the fulcrum 104 and a distal end of the first end 116 is made longer than the length between the fulcrum 104 and a distal
end of the second end 118.
[0042] Consequently, it becomes possible for the stylus 110 to move up and down even with a small force by the
principle of leverage. Hence, the stylus 110 can easily follow minute irregularities on the surface of the to-be-measured
object 108. Accordingly, the uneven shape can be measured with high accuracy.
[0043] Moreover, neither the displacement sensor 112 nor the scale detector 114 is mounted at the first end 116 where
the stylus 110 is mounted. Hence, as illustrated in Fig. 2 (Fig. 2 is a conceptual diagram illustrating a measurement state
with the stylus 110 facing upward), the stylus 110 is caused to face upward to permit measurement on the surface of
the to-be-measured object 108 located above the stylus 110.
[0044] At this point in time, measurement of the to-be-measured object 108 located above becomes possible simply
by causing the stylus 110 to face upward and applying a little upward force to the stylus 110. Consequently, a measurement
target of which measurement target surface faces downward can also be easily measured.
[0045] Furthermore, neither the displacement sensor 112 nor the scale detector 114 is mounted at the first end 116
where the stylus 110 is mounted, and the first end 116 is configured to be longer than the second end 118. Hence, for
example, the stylus can be inserted deep inside a to-be-measured object and conduct measurement as in the meas-
urement of the shape of a cylindrical internal wall.
[0046] In this manner, the shape measuring machine of the present invention can conduct measurement even if a
measurement target surface is located at a position where it is difficult to conduct measurement with a known apparatus.
[0047] Next, one embodiment of the scale detector included in the shape measuring machine of the present invention
is described with reference to the drawings. Fig. 3 is a schematic diagram of the shape measuring machine of the present
invention. As illustrated in Fig. 3(A), the scale detector 114 is configured mainly including a scale 302 (a scale plate), a
scale reading unit 304, and a computing unit (not illustrated).
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[0048] The scale 302 is mounted on a distal end surface 300 of the second end 118 of the arm 106. Graduations are
continuously formed on the scale 302. The distal end surface 300 is preferable to be a curved surface, especially an arc
with the fulcrum 104 at the center. More specifically, the shape of a cross section of the distal end surface 300, the cross
section being parallel to a surface of rotation of the arm 106, is preferable to be an arc with the fulcrum 104 at the center.
[0049] The distal end surface 300 is an arc with the fulcrum 104 at the center. Accordingly, even if the arm rotates
(swings) about the fulcrum 104, the distance between the scale reading unit 304 and the scale 302 is always constant,
and the angle of the scale 302 with respect to the scale reading unit 304 is also always constant.
[0050] Hence, the scale reading unit 304 can always read the scale on the same condition even if the arm 106 rotates.
Hence, the scale reading unit 304 has little influence of external disturbance, can read the scale correctly, and can
measure displacement of the arm with high accuracy.
[0051] The scale 302 can also be formed directly on the distal end surface 300. Alternatively, as illustrated in Fig. 3(B),
it is preferable that the scale 302 be produced by forming graduations on a flexible sheet-shaped member, and the scale
302 be affixed to the distal end surface 300 to form the scale 302 on the distal end surface 300.
[0052] It is difficult to form graduations with a correct pitch directly on a curved surface. On the other hand, it is easy
to form graduations with a correct pitch on a sheet-shaped member being a flat surface. Hence, the scale 302, which is
a sheet-shaped member with graduations placed with a correct pitch, is affixed to the distal end surface 300 to enable
easy formation of the highly accurate scale 302 on the distal end surface 300.
[0053] Here, a flexible member such as a plastic member or metal member can be used as a flexible sheet-shaped
member used for the scale 302. Especially, aluminum, stainless, PET film, or the like is preferable to be used as the
flexible sheet-shaped member.
[0054] In this manner, the scale 302 is produced using the flexible sheet-shaped member to be affixed to the distal
end surface 300 being a curved surface. Accordingly, the scale 302 having extremely highly accurate graduations can
be formed on the curved surface.
[0055] Consequently, a highly accurate scale detector can be configured.
[0056] Next, a calibration jig being a part of the shape measuring machine according to the present invention is
described with reference to the drawings. The calibration jig according to the present invention includes a ball gauge
and a step gauge. Fig. 4 is an explanatory diagram for explaining calibration by the shape measuring machine according
to the present invention. Fig. 5 is a schematic explanatory diagram of a step gauge being the calibration jig of the present
invention. Fig. 6 is an explanatory diagram of a computed shape of a ball of the ball gauge (stylus height calibration).
Fig. 7 is an explanatory diagram of a computed shape of the ball of the ball gauge (arm length calibration).
[0057] As illustrated in Fig. 4, in a ball gauge 402 being the calibration jig according to the present invention, let the
length of the arm 106 (the horizontal length between the fulcrum 104 and the stylus 110) be La, let the horizontal length
between the fulcrum 104 and the displacement sensor 112 be L0, and let the angle of the arm 106 with respect to a
horizontal position at the fulcrum 104 upon the swing of the arm 106 be θ. Moreover, the ball gauge 402 is configured
including a block 421, a column 422 standing on a top surface of the block 421, and a ball 423 fixed on the column 422,
the ball 423 requiring a diameter and sphericity in advance with high accuracy.
[0058] Moreover, as illustrated in Fig. 5, a step gauge 502 being the calibration jig according to the present invention
is configured in such a manner as that a block gauge 532 is attached to a top surface of a reference base 531. The top
surface of the reference base 531 is placed parallel to an X direction. The flatness of the top surface is precisely finished.
The thickness of the block gauge 532 is known. Consequently, a distance Ho (step dimension) between the top surface
of the reference base 531 and a top surface of the block gauge 532 is known.
[0059] The use of the calibration jig enables highly accurate calibration of the arm length and the radius of the ball at
a distal end of the stylus.

<Operation>

[0060] Next, the operation of the shape measuring machine of the present invention is described. Referring to Fig. 1,
the stylus 110 is placed on the surface of the to-be-measured object 108 while being added a predetermined load. The
stylus 110 moves relatively to the to-be-measured object 108, follows projections and depressions on the surface of the
to-be-measured object 108, and repeats up-and-down motion. A stepping motor or the like may either move the arm
106 or move a seat where the to-be-measured object 108 is placed, in a method for moving the stylus 110 relatively to
the to-be-measured object 108.
[0061] The stylus 110 moves up and down to rotate the arm 106 about the fulcrum 104 supported by the support unit
102. At this point in time, the support unit 102 is disposed in such a manner as to place the fulcrum 104 at a position
further away from the stylus than the center of the arm 106. Accordingly, the stylus 110 can easily move up and down
with a small force by the principle of leverage regardless of that the displacement sensor 112 and the scale detector
114 are mounted at the second end 118.
[0062] In other words, the stylus 110 can reliably follow minute irregularities on the surface of the to-be-measured
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object 108. Accordingly, the shape of the surface of the to-be-measured object 108 can be measured with high accuracy.
[0063] Next, the displacement sensor 112 and the scale detector 114 detect displacement of the arm 106 caused by
the rotational motion in synchronization with the up-and-down motion of the stylus 110. A description is given of a case
using a differential transformer sensor as the displacement sensor 112. The core 120 mounted in such a manner as to
move in synchronization with the arm 106 moves in the coil 122 in synchronization with the rotation of the arm 106.
[0064] An unillustrated processing unit processes an induced voltage that is generated in the coil when the core 120
moves in the coil 122. Accordingly, a displacement of the arm 106 is obtained. The processing unit further obtains a
displacement of the stylus 110 from the displacement of the arm 106. Consequently, the surface shape of the to-be-
measured object 108 can be measured.
[0065] Also in a case of using a capacitive sensor or eddy-current sensor instead of the differential transformer sensor,
a displacement of the arm 106 is normally obtained by a method using these sensors, and a displacement of the stylus
110 is obtained from the displacement of the arm 106.
[0066] These displacement sensors are used to enable highly accurate measurement of the uneven shape of the
surface of the to-be-measured object 108. For example, the CADICOM (CADICOM) series made by Tokyo Seimitsu
Co., Ltd. can be preferably used as the capacitive sensor. E-DT-CA21A or the like is simply required to be used as the
sensor. The response frequency is 4 kHz, which is very high, and measurement at high resolution and high response
speed is possible.
[0067] Moreover, when the stylus 110 is scanning the surface of the to-be-measured object 108, the scale detector
114 also measures the displacement of the arm 106, and the unillustrated processing unit calculates the displacement
of the stylus 110 from the displacement of the arm 106. Referring to Fig. 3, a light emitting unit 306 including an LD
(Laser diode) or LED (Light emitting diode) applies light to the scale 302.
[0068] The applied light is reflected by the scale 302, and is received by a light receiving unit 308 including a PD (Photo
diode) or the like. A signal of the brightness of the received light is converted by the light receiving unit into an electrical
signal. The unillustrated processing unit obtains a displacement of the arm 106, and further obtains a displacement of
the stylus 110 from the displacement of the arm 106.
[0069] Here, the displacement sensor 112 has high resolution, but has not-so-good accuracy when displacement is
large, and has poor linearity in a wide detection range. On the other hand, the scale detector 114 does not have resolution
as high as the displacement sensor 112, but maintains the accuracy even if displacement is large, and has good linearity
in a wide detection range. In other words, the scale detector can ensure high linearity.
[0070] Hence, the processing unit (not illustrated) can display, on a display unit (not illustrated), a value measured by
the displacement sensor 112 when the detection range or displacement is equal to or less than a predetermined value.
Furthermore, the processing unit can display, on the display unit, a value measured by the scale detector 114 when the
detection range or displacement exceeds the predetermined value.
[0071] Consequently, both high resolution measurement in a narrow range and contour measurement in a wide range,
which are conventionally conducted by separate apparatuses, can be conducted by one machine.
[0072] The shape measuring machine of the present invention includes two detectors: the displacement sensor 112
and the scale detector 114. Accordingly, it is also possible to use one detector to calibrate the other detector and correct
the origin.
[0073] Here, the differential transformer or the like has sensitivity that is likely to change, and also has its influence
upon calibration. The arm 106’s arm length (L) = (La2 + Ha2)1/2 is a parameter close to a sensitivity coefficient K (a
correction coefficient of a change in sensitivity of the differential transformer or the like). As L is increased, the displacement
becomes large (= high sensitivity). As L is reduced, the displacement becomes small (= low sensitivity). Hence, it is
difficult to separate L (La, Ha in reality) from K upon calibration. A scale is also placed in the shape measuring machine
of the present invention. The scale has sensitivity that is unlikely to change (hardly changes). Hence, a scale signal is
used to calculate L (La, Ha) correctly. The use of L (La, Ha) obtained correctly also enables a correct calculation of K.
[0074] Hence, calibration and a correction can be performed as follows.
[0075] A differential transformer sensor or the like is susceptible to changes in temperature. Accordingly, its sensitivity
(the inclination of linearity) changes. Consequently, the point of zero (origin) is offset.
[0076] On accuracy inspection, the relative positions of the two sensors (the displacement sensor and the scale) are
stored. When the measuring machine is calibrated (daily calibration), the deviation amount is detected with reference
to the scale resistant to changes in temperature to correct the inclination and offset.
[0077] Next, a calibration method using the calibration jig according to the present invention is described.
[0078] The ball gauge 402 illustrated in Fig. 4 and the block gauge 532 illustrated in Fig. 5 are used to perform calibration
as follows:

- Prepare design values of the stylus height Ha, the arm length La, and the radius of the distal end of the stylus 110.
- Obtain measurement values tracing the ball 423 of the ball gauge 402 with the stylus 110 (ball measurement data),

and measurement values placing two parallel surfaces of the step gauge parallel to the X direction, and tracing them
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with the stylus 110 (step measurement data).
- Calculate computation shape values of the ball of the ball gauge (so called to distinguish them from known shape

values correctly obtained in advance) from the ball measurement data.
- Calculate a difference between the right and the left in the X direction with a vertex of the calculated computation

shape values as a boundary.
- Calibrate the stylus height Ha in such a manner as to make the calculated difference between the right and the left

small.
- Calculate a difference of the computation shape values between the up and the down in a Z direction.
- Calculate, from the step measurement data, a computation step dimension (so called to distinguish it from the kwon

step dimension correctly obtained in advance) of the two parallel surfaces of the step gauge.
- Calibrate the arm length La temporarily in such a manner as to make the calculated difference of the computation

shape values between the up and the down in the Z direction small. Calibrate the arm length La afterward in such
a manner as to make the calculated computation step dimension equal to the known step dimension.

[0079] If the distal end of the stylus 110 has as high sphericity as a ruby ball, and its radius requires correctness, the
above method will do. If not, the radius of the distal end of the stylus 110 is calibrated from the difference of the ball of
the ball gauge between the known shape value and the computation shape value after the stylus height Ha and the arm
length La are calibrated.
[0080] Next, the calibration method is further described using Figs. 4 and 5. Firstly, the design values of the stylus
height Ha, the arm length La, and the radius of the distal end of the stylus 110 are prepared. The ball gauge 402 is then
mounted. As illustrated in Fig. 4, the stylus 110 traces an upper side of the ball 423 to obtain the ball measurement data.
[0081] When the ball measurement data is obtained, the prepared design values are used to calculate the computation
shape values (Figs. 6 and 7) of the ball 423 from the measurement data. Fig. 6 represents the computation shape values
of when the arm length La is correct and the stylus height Ha is incorrect. Fig. 7 represents the computation shape
values of when the stylus height Ha is correct and the arm length La is incorrect. The actual computation shape values
are a combination of both. They are illustrated, separated for description.
[0082] Next, a difference between a computation shape value Ml on the left and a computation shape value Mr on the
right is calculated. In this case, the computation shape values are divided into the left and the right in the X direction
with a vertex Mo as a boundary. In terms of measurement data area D1 and Dr, which are equal in numbers on the right
and the left from the vertex Mo, circles are respectively obtained by the least squares method. A difference between the
radii of the circles is defined as the difference between the computation shape values. In theory, when the distal end of
the stylus 110 deviates from a reference line H, the computation shape values represent an elliptical shape inclined
obliquely (the example illustrated in Fig. 6 is an elliptical shape having a long axis from an obliquely upper left direction
to an obliquely lower right direction). The difference between the right and left computation shape values is calculated
to determine the difference. When the difference is larger than a predetermined value, the stylus height Ha is computed
in such a manner to make the difference small. The stylus height Ha is temporarily calibrated to the value. When the
stylus height Ha is temporarily calibrated, the difference between the right and left computation shape values is determined
again and confirmed.
[0083] When the difference between the right and left computation shape values is judged to be smaller than the
predetermined value, then a difference between a computation shape value Mu on the upper side and a computation
shape value Md on the lower side is calculated. In this case, the computation shape values are divided into upper
measurement data of an area between the vertex Mo and Du and lower measurement data of an area between Du and
Dd (Du and Dd are equal in numbers). A circle is obtained by the least squares method for each of the upper and lower
measurement data sets. The difference between the radii of the circles is defined as the difference of the computation
shape values. In theory, when the calculated arm length is different from the input design value, the computation shape
values represent an elliptical shape having a long or short axis in the up-and-down direction (an elliptical shape having
a long axis in the up-and-down direction in the example illustrated in Fig. 7).
[0084] The difference between the upper and lower computed values is calculated to determine the difference. When
the difference is larger than a predetermined value, the arm length La is computed in such a manner to make the
difference small. The arm length La is temporarily calibrated to the value. When the arm length La is temporarily calibrated,
the difference between the upper and lower computation shape values is determined again and confirmed.
[0085] With processing up to this point, the stylus height Ha and the arm length La approach true values. The com-
putation shape values of the ball 423 approach the known shape values more correctly. Hence, next, the step gauge
502 is set in the shape measuring machine 100 instead of the ball gauge 402 to be traced by the stylus 110 as illustrated
in Fig. 5. A computation step dimension is calculated from the obtained step measurement data. The arm length La is
calibrated in such a manner as to make the calculated computation step dimension equal to the known step dimension
Ho. Let the detection amount of the displacement sensor 112 be Go. The calibration method is as with the following
equation. 
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[0086] When the arm length La is correctly calibrated, a difference between the right and left computation shape values
is calculated from the ball measurement data to determine the difference. When the difference is larger than a prede-
termined value, the stylus height Ha is calibrated in such a manner as to make the difference small. Consequently, the
calibration of the stylus height Ha and the arm length La is complete.
[0087] As a result, the computation shape values of the ball 423 are correctly calculated. Hence, as illustrated in Fig.
8 (Fig. 8 is an explanatory diagram of calibration of the radius of the distal end of the stylus), a difference r between a
known shape value N and a computation shape value M of the ball 423 is set as the radius of the distal end of the stylus
110. The radius of the distal end of the stylus 110 is calibrated to the value. In this case, if the distal end of the stylus
110 has worn away, the difference r between the known shape value N and the computation shape value M varies
depending on the measurement position. Hence, if so, the stylus can be replaced without calibrating the radius of the
distal end of the stylus.
[0088] As described above, a spherical ball gauge is used as a gage for calibration. Moreover, the distal end of the
stylus is also spherical. The arm has a mechanism to turn around the fulcrum to check the linearity. The displacement
occurring due to the turn is read by the arc scale. In other words, everything is circular motion. The displacement of
circular motion can be read as an angle.
[0089] In a case where turning motion is made into linear motion using a parallel link mechanism, which is a conventional
technology, a correction of an error equivalent to sinθ/θ is required. Calibration with linearity cannot be successively
performed. However if everything is circular motion, and they are calibrated with a spherical gauge, a conversion can
be caused from an angular change.
[0090] Hence, with the use of the arc scale and the use of the spherical stylus and the ball gauge, it is possible to
determine linearity from the angle, and make a highly accurate correction of linearity.

<Evaluations>

[0091] Next, evaluations were performed of changes in measurement properties by changing the position of the fulcrum
of the arm of the shape measuring machine according to the present invention, in other words, changing the ratio of the
length of the first end 116 to the length of the second end 118.

(1) Evaluation Contents

[0092] The ratio of the length of the first end 116 to the length of the second end 118 is changed to evaluate sensitivity
(responsivity) and linearity of the displacement sensor 112 and the scale detector 114. A differential transformer sensor
is used as the displacement sensor 112.
[0093] Sensitivity (responsivity) in the evaluations indicates trackability of minute displacement, and linearity indicates
spatial accuracy in the entire measurement range. The sensors used in the present invention require high linearity in a
wide measurement range while meeting high sensitivity and high responsivity in the trackability of minute displacement.
[0094] Next, a measurement method of each evaluation item is described.
[0095] Measurement of sensitivity was performed by providing minute displacement to a to-be-measured object using
a piezoelectric element, and measuring the displacement of the displacement sensor of the detector from the input
(displacement) to the piezoelectric element.
[0096] Measurement of linearity was performed by using a laser length measuring machine and a movable stage,
moving the stage in a state where the stylus 110 is caused to vertically touch the movable stage, measuring the movement
amount of the stage with the laser length measuring machine, and measuring a difference from the displacement of the
stylus.

(2) Evaluation Results

[0097] Next, the evaluation results are described. The following table 1 is a table showing the evaluation results. As
illustrated in table 1, when the ratio of the length between the fulcrum and the distal end of the first end (the length of
the first end) to the length between the fulcrum and the distal end of the second end (the length of the second end) was
1 : 1 - 6 : 1, sensitivity and linearity were both excellent. Moreover, when the range was 2 :1 - 4 : 1, sensitivity and linearity
were most excellent.
[0098] It can be seen from the above results that it is preferable that the ratio of the length between the fulcrum and
the distal end of the first end (the length of the first end) to the length between the fulcrum and the distal end of the
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second end (the length of the second end) be 1 : 1 - 6 : 1, and most preferably, 2 : 1 - 4 : 1.

[0099] In the above table, "excellent" indicates that the evaluation result was very good. "Good" indicates that the
evaluation result was good. "Fair" indicates that the evaluation result was not good but barely commercially viable as a
product. "Poor" indicates a failure as a product.
[0100] Next, another embodiment of the present invention is described.
[0101] Fig. 9 is a diagram illustrating the configuration of a shape measuring machine of a second embodiment of the
present invention.
[0102] As illustrated in Fig. 9, a shape measuring machine 900 of a second embodiment includes a holder 910 rotatably
supported by the support unit 102 to engage with a housing, the arm 106 to be detachably caught by the holder 910,
the stylus 110 provided at a distal end of the arm 106, the displacement sensor 112 (a differential transformer sensor
in the second embodiment) that outputs a signal in accordance with the displacement of the holder 910, and the scale
detector 114 that outputs a signal in accordance with the displacement of the holder 910. The arm 106 provided with
the stylus 110 is referred to as a gauge head 920. The displacement sensor 112 includes a fixed portion fixed to the
housing of the shape measuring machine 900, and including a plurality of coils, and an iron-core portion attached to the
holder 910. The position of the iron-core portion with respect to the plurality of coils of the fixed portion changes with the
rotation of the holder 910. The strength of an alternating current signal (detection signal) generated in the coil changes.
The scale detector 114 includes a scale attached to the holder 910 and having a black and white pattern radially provided
with the support unit 102 at the center, and a detection unit fixed to the housing of the shape measuring machine 900
to read the displacement (rotation amount) of the scale. When the scale rotates with the rotation of the holder 910, the
detection unit reads the rotation amount (rotation position). An index scale may be used for the detection unit.
[0103] The displacement sensor 112 and the scale detector 114 are widely known. Therefore, they are not described
in detail further. As described above, the differential transformer sensor can detect minute displacement with high
resolution. However, the linearity of the differential transformer sensor in a wide detection range is not sufficient. On the
other hand, the scale sensor can detect displacement with high accuracy in a wide range. However, the scale sensor
has difficulty in obtaining as high resolution as the differential transformer sensor.
[0104] From the above points, the displacement sensor is a high-resolution (high-sensitivity) sensor and a sensor with
high responsivity. However, the displacement sensor is not a sensor with high linearity. Moreover, the scale sensor can
measure displacement with high accuracy in a wide range, and has high linearity. However, the scale sensor is not a
sensor with high resolution and high responsivity.
[0105] For example, a tape scale such as the FASTRACK series made by Renishaw or ERA700 made by HEIDENHAIN
is suitably used as the scale detection mechanism. Alternatively, the scale detection mechanism may be a general
stainless scale, or arc scale marked on a glass surface.
[0106] The above-mentioned FASTRACK series made by Renishaw is affixed by double-sided tape to the curved
portion. The scale is consecutively marked with graduations with a pitch of 20 mm. In the case of an affixation method
with double-sided tape, some deviation and the like may occur depending on the precision of affixation. In terms of such
deviation, multiple block gauges with different thicknesses are measured in advance and calibration is performed drawing
a correlation straight line. Accordingly, the deviation is checked and corrected. The advantage of the use of such a scale
is that since the graduations are continuously marked on multiple points at regular intervals, a correction including
linearity can be made based on the continuity. From the above point, the scale detector is a high-linearity detector that
has high linearity and can correct the linearity.
[0107] In other words, in the case of a scale formed into a curve from the beginning, it is difficult to mark graduations
at regular short intervals with high accuracy also in the respect of the accuracy of the curvature of the curved surface.
It is very expensive to produce a scale with precise linearity.

[Table 1]

Ratio Sensitivity Linearity Overall Evaluation

Greater than 0 and less than 1 : 1 Fair Fair Fair

1 : 1 Good Excellent Good

2 : 1 Excellent Excellent Excellent

4 : 1 Excellent Excellent Excellent

6 : 1 Good Good Good

8 : 1 Fair Fair Fair

10 : 1 Poor Poor Poor
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[0108] In the case of a tape scale, it is produced in a linear shape at the beginning. Hence, linear calibration with laser
light or the like makes it possible to obtain a scale marked with highly accurate graduations at regular intervals with a
very small pitch. When the linear scale is affixed to the curved surface, a minute error may occur upon the affixation.
However, it becomes possible to estimate the amount of deviation in the affixation from the specific high accuracy of
and the continuity accuracy of the evenly-spaced graduations of the tape scale.
[0109] For example, the influence of thermal expansion of the scale itself and the like is also conceivable under a
severe environment in terms of the temperature condition. However, if the scale is thermally expanded due to the
environment, it is not considered that part of the scale is locally and thermally expanded, but is generally considered
that the entire scale is uniformly and thermally expanded.
[0110] In such a state, it is possible to perform continuous calibration suitable to the temperature environment by
conducting configuration sample measurements at some stages, and performing calibration on multiple points under
the state.
[0111] Examples of such a scale sensor also include a laser scale used for laser length measurement. This uses
interference of light. The laser scale is not a solid scale but can measure a length correctly in a non-contact manner,
has high linearity in a long range, and plays the role of a scale. For example, DISTAX 300A made by Tokyo Seimitsu
Co., Ltd. or the like can measure a length using laser interference. The laser scale using laser interference has stable
linearity if a medium has a uniform refractive rate in a wide range. Hence, this is a scale with high linearity.
[0112] Not limited to a laser or solid scale but various scales can be suitably used as such a scale sensor as long as
they can measure not minute displacement but a distance correctly in long range.
[0113] Moreover, on the other hand, in terms of the linearity of the differential transformer, a deviation changes de-
pending on how much the core portion of the differential transformer deviates from the coil portion. In other words, the
linearity does not deviate uniformly but the linearity is lost depending on the relative position to the coil of the core.
[0114] Under a certain room temperature condition, it is recommended to first evaluate a deviation of the linearity of
the differential transformer detector from the scale detector and then evaluate a deviation of the linearity of the differential
transformer detector from the scale detector under a different temperature environment.
[0115] The influence of the thermal expansion of the scale of the scale detector can be estimated to some extent
based on the deviation of the linearity of the differential transformer due to the temperature environment from the scale
detector.
[0116] Moreover, also when a scale of a range of 5 mm with a pitch of 20 mm is assumed, there are graduations as
many as 250 within the range. Some block gauges with different thicknesses are measured based on the continuity of
the graduation positions. A measurement value of a measurement target is calculated based on the correlation straight
line. Consequently, it is possible to include a function of performing an interpolation between graduations even between
the graduations. In other words, more highly accurate measurement can be conducted based on the continuity of the
graduations.
[0117] On the other hand, in discrete measurement, it is difficult to fill in for the accuracy between the graduations. In
other words, if calibration is performed based on one point, when some error occurs in the absolute accuracy of the one
point, reliability in all linearity is lost. On the other hand, if multiple points exist continuously at regular intervals, a partial
displacement state can be checked from an overall check. Accordingly, the accuracy of linearity (linearity) can be stably
ensured.
[0118] However, there may be a case where a problem arises such as that double-sided tape fixing the scale is
gradually peeled off with long-term use, and the general accuracy starts deviating. In such a case, it is recommended
to observe a relative deviation of accuracy from the differential transformer detection mechanism.
[0119] Even in the differential transformer detection mechanism, if displacement is small, linearity is relatively ensured
especially around the origin. If there is a large discrepancy between them around the origin, and if the point of zero
positions have started deviating from each other in both the detection mechanisms, it becomes possible to check the
detection mechanisms mutually considering the influence of the deviation of the scale or differential transformer due to
a time-varying change. If there is not such a check function, continuous use is performed, and accuracy calibration
cannot be performed at some point during use, it is not possible to check whether or not the deviation of accuracy is
occurring.
[0120] According to the calibration of the present application, displacement caused on one arm is always checked by
two sensors having different detection principles. Hence, also when the status of either sensor is not normal, the abnor-
mality can be detected immediately from a relative data relationship between them.
[0121] Hence, it is possible to automatically and mutually diagnose the accuracy of the detectors by checking the
integrity of data output from both sensors without frequently doing calibration work to measure a standard sample. As
a result, the accuracy is ensured also in long-term use, and measurement can be accurately conducted.
[0122] In the second embodiment, detection signals output from the displacement sensor 112 and the scale detector
114 are processed by an unillustrated signal processing unit. The signal processing unit may be provided inside or
outside the housing of the shape measuring machine 900. Furthermore, part of the signal processing unit may be provided
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inside the housing of the shape measuring machine 900 and the rest outside the housing of the shape measuring
machine 900.
[0123] Fig. 10 is a block diagram illustrating the configuration of a portion that performs signal processing in the shape
measuring machine of the second embodiment, in which (A) illustrates the entire configuration, (B) illustrates the con-
figuration of a scale signal processing unit 1061, and (C) illustrates the configuration of a differential transformer signal
processing unit 1062.
[0124] The shape measuring machine of the second embodiment includes the scale signal processing unit 1061 and
the differential transformer signal processing unit 1062 as illustrated in Fig. 10(A). The shape measuring machine
conducts measurement while moving the stylus 110 on the surface of a work W at a constant speed. Hence, the time
axis of the detection signals output from the displacement sensor 112 and the scale detector 114 corresponds to the
distance on the surface of the work W. This is used for processing in the signal processing unit to perform signal processing.
[0125] The scale signal processing unit 1061 processes a detection signal output from the scale detector 114, and
generates and outputs first displacement data. For example, as illustrated in FIG. 10(B), the scale signal processing unit
1061 performs, on a scale signal being the detection signal output from the scale detector 114, an A/D conversion
process 1064 that converts the scale signal into a digital signal. Furthermore, a first filtering process 1065 to remove
components equal to or less than a wavelength corresponding to a displacement component in a long distance is
performed on the digital signal to generate the first displacement data.
[0126] To convert the vertical displacement of the gauge head 920 into the rotation amount of the arm 106 at the arc
scale and detect it, the scale detector 114 converts a change in rotation amount into a change in height. The conversion
can be basically performed by a conversion equation. Various errors exist in an actual measuring apparatus. Accordingly,
the rotation amount of a case where the gauge head 920 is actually correctly displaced in the up-and-down direction,
in other words, the detection signal of the scale detector 114, is measured. Calibration data is created from this relation,
and stored. The actual detection signal is then calibrated based on the calibration data.
[0127] The scale signal processing unit 1061 stores, as the calibration data, a difference between the detection signal
that is output from the scale detector 114 when correct displacement is performed, and the correct displacement. When
generating the first displacement data, the scale signal processing unit 1061 also makes corrections for the calibration
data.
[0128] Fig. 11 is a diagram explaining the calibration data creation process of the scale signal processing unit 1061.
As illustrated in Fig. 11(A), the arm 106 rotatably supported by the support unit 102 is provided at one end with the gauge
head 920, and at the other end with part of the scale detector 114, to detect a displacement (or the rotation amount)
along the arc at the other end of the arm 106.
[0129] As illustrated in Fig. 11(B), let the radius of rotation between the support unit 102 and the gauge head 920 be
R1, and let the radius of rotation between the support unit 102 and the arc scale of the scale detector 114 be R2. A case
is considered where the gauge head 920 is displaced in the up-and-down direction and the arm rotates by θ. In this
case, the vertical displacement of the gauge head 920 is R1sinθ. A displacement of the arc scale along the arc is R2θ.
Therefore, a vertical displacement D of the gauge head 920 is expressed as D = R1sin (d/R2) where a displacement of
the scale detector 114 along the arc scale is d.
[0130] As described above, in the actual measuring apparatus, various errors exist. Accordingly, a deviation (error)
from the formula occurs. Hence, the calibration data is created to make a correction. As illustrated in Fig. 11(A), the
block gauge 532 is placed on a measuring stand 1153. The support unit 102 is fixed. The gauge head 920 is brought
into contact with the block gauge 532. A detection signal output from the scale detector 114 is read. This operation is
performed on the block gauges 532 with different heights. In other words, block gauges having different heights are
measured fixing the visual point. The measurement allows the obtainment of the calibration data being the difference
between the detection signal that is output from the scale detector 114 when correct displacement is performed, and
the correct displacement to store the calibration data. Fig. 11(C) is a diagram illustrating a change example of a read
value of the detection signal of the scale detector 114 of when the block gauges with different heights are measured.
[0131] Return to Fig. 10, the differential transformer signal processing unit 1062 processes a detection signal output
from the displacement sensor 112, and generates second displacement data. The differential transformer signal process-
ing unit 1062 can perform similar processing to one that is conventionally performed, on the detection signal output from
the displacement sensor 112 to output displacement data similar to the conventional one, as the second displacement
data.
[0132] As illustrated in Fig. 10(C), the differential transformer signal processing unit 1062 performs, for example, an
A/D conversion process 1066 that causes a conversion into a digital signal, on a differential transformer signal being
the detection signal output from the displacement sensor 112. The differential transformer signal processing unit 1062
further performs, on the digital signal, a second filtering process 1067 that removes distortion, noise, and the like of the
stylus 110 to generate the second displacement data. In the second filtering process 1067, for example, if the radius of
the distal end of the stylus 110 is 2 mm, components equal to or less than 2.5 mm are removed. Furthermore, if displacement
is large, the linearity of the detection signal output from the displacement sensor 112 deteriorates. Hence, it is desired
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to obtain the second displacement data (surface roughness data) after creating and correcting the calibration data
beforehand.
[0133] In the second embodiment, the first displacement data and the second displacement data are output as they
are. In other words, in the second embodiment, the contour shape data indicated by the first displacement data and the
surface roughness data indicated by the second displacement data can be simultaneously obtained in one measurement.
[0134] Fig. 12 is a block diagram illustrating the configuration of a portion that performs signal processing and a
selection in a shape measuring machine of a third embodiment of the present invention.
[0135] The shape measuring machine of the third embodiment includes the scale signal processing unit 1061, the
differential transformer signal processing unit 1062, and a selection unit 1263 as illustrated in Fig. 12. The scale signal
processing unit 1061 and the differential transformer signal processing unit 1062 are the same as those of the first
embodiment.
[0136] The selection unit 1263 selects and outputs one of the first displacement data output from the scale signal
processing unit 1061 and the second displacement data output from the differential transformer signal processing unit
1062, in accordance with a selection signal indicating which of the contour shape and the surface roughness is measured.
Specifically, when the contour shape is measured, a signal to select the first displacement data is input as the selection
signal. The selection unit 1263 outputs the first displacement data output from the scale signal processing unit 1061 as
detection data. Moreover, when the surface roughness is measured, a signal to select the second displacement data is
input as the selection signal. The selection unit 1263 outputs the second displacement data output from the differential
transformer signal processing unit 1062 as the detection data. For example, a user of the shape measuring machine
operates a process selection button provided to the apparatus to generate the selection signal.
[0137] In the third embodiment, the selection unit 1263 selects and outputs one of the first and second displacement
data in accordance with the selection signal. However, the selection unit 1263 can also make a selection by another
method. In a fourth embodiment described next, a selection made by the selection unit 1263 is controlled by another
method.
[0138] Fig. 13 is a block diagram illustrating the configuration of a portion that performs signal processing and a
selection in a shape measuring machine of the fourth embodiment of the present invention, and a diagram explaining
switching of the selection signal.
[0139] As illustrated in Fig. 13(A), the fourth embodiment has a configuration where a selection control unit 1369 is
further provided in addition to the configuration of the third embodiment illustrated in Fig. 12. The selection control unit
1369 receives the first and second displacement data and controls selection in the selection unit 1263. Fig. 13(A)
describes the selection control unit 1369 receives both the first and second displacement data, but may receive only
one of them.
[0140] As described above, in the second displacement data output from the differential transformer signal processing
unit 1062, when displacement increases, an error increases. Fig. 13(B) illustrates a change example of the value of the
second displacement data from actual displacement. As illustrated in Fig. 13(B), if the second displacement data is, for
example, within a range between an upper threshold value +Sh and a lower threshold value -Sh, the value of the second
displacement data changes with high linearity (linearly) from the actual displacement. In contrast, in a range equal to or
more than the upper threshold value +Sh, and a range equal to or less than the lower threshold value -Sh, linearity
deteriorates and the error increases. Naturally, the error can be corrected by calibration. However, the error changes
depending on the environment such as a change in temperature, and also changes over time. Hence, it is difficult to
correct the error with high accuracy. Hence, the selection control unit 1369 of the third embodiment controls the selection
unit 1263 to select the second displacement data if the second displacement data is within the range between the upper
and lower threshold values 6Sh, in other words, if displacement is within 6Th corresponding to 6Sh, and to select the
first displacement data if the second displacement data is out of the range between the upper and lower threshold values
6Sh, in other words, if displacement is out of the range of 6Th.
[0141] Whether displacement is within or out of the range between the upper and lower threshold values 6Th can
also be determined based on the first displacement data output from the scale signal processing unit 1061.
[0142] In other words, a case of such a correction corresponds to a case where a correction is not made with the first
displacement data based on the judgment that linearity is ensured. Even the differential transformer detection mechanism
being the second displacement data is on the precondition that the vicinity of the point of zero is a range that ensures
linearity and requires no correction based on the first displacement data. Which area should be set as a correction range
depends on the area where the second displacement data is regarded to ensure linearity in prior calibration.
[0143] When a contour shape is measured, surface roughness may also be desired to be measured simultaneously.
In such a case, for example, the contour shape is conventionally measured and then the surface roughness of the same
surface is measured. Accordingly, the measurement time is long. In contrast, in the third embodiment, if displacement
is within the range between the upper and lower threshold values, the surface roughness data is output. If displacement
is out of the range between the upper and lower threshold values, the contour shape data is output. The surface roughness
data can also be used as the contour shape data. Hence, the contour shape data can be obtained over the entire
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measurement range, and also the surface roughness data can be obtained at the same time if displacement is within
the range between the upper and lower threshold values.
[0144] Fig. 14 is a diagram illustrating examples of the second displacement data (surface roughness data) and the
first displacement data (contour shape data) of a case where displacement changes within a small range. Fig. 14(A)
illustrates a change example of the second displacement data (surface roughness data). Fig. 14(B) enlarges and illustrates
changes in the second displacement data (surface roughness data). Fig. 14(C) illustrates a change example of the first
displacement data (contour shape data). Fig. 14(D) enlarges and illustrates changes in the first displacement data
(contour shape data).
[0145] As illustrated in Fig. 14(B), the second displacement data (surface roughness data) has high resolution. Ac-
cordingly, even if it is enlarged, its change is smooth. The second displacement data (surface roughness data) has, for
example, a resolution of 1 nm. In contrast, as illustrated in Fig. 14(D), the first displacement data (contour shape data)
has lower resolution than the second displacement data. Accordingly, if it is enlarged, its change is stepwise. The first
displacement data (contour shape data) has, for example, a resolution of 50 nm, and has sufficient resolution as data
indicating a contour shape. Hence, there is no problem in a case of indicating a contour shape. In the fourth embodiment,
when displacement is out of the range between the upper and lower threshold values, even if the first displacement data
is output as data indicating a contour shape, there is not particularly a problem. Moreover, as illustrated in Figs. 14(B)
and 14(D), the resolution of the first displacement data (contour shaper data) is insufficient as data indicating surface
roughness. As described above, in the fourth embodiment, if displacement is within the range between the upper and
lower threshold values, the second displacement data (surface roughness data) is output as the data indicating a contour
shape. Hence, surface roughness can also be measured.
[0146] In the first to fourth embodiments, signal processing is performed on both the detection signals output from the
scale detector 114 and the displacement sensor 112. The detection signals are then converted into the first and second
displacement data, both or either of which are selected and output. The data to be output is the scale signal and the
differential transformer signal.
[0147] However, the scale signal (the first displacement data) and the differential transformer signal (the second
displacement data) are signals that have individually different resolutions and sensitivities but are obtained by measuring
the same portion of a work. They are related to each other. Hence, it is desired that the scale signal (the first displacement
data) and the differential transformer signal (the second displacement data) be mutually corrected to generate meas-
urement data suitable to a requirement. In an embodiment described below, such a correction process is performed.
[0148] As described above, the scale signal output from the scale detector 114 does not have high resolution, but has
high linearity over a wide detection range. On the other hand, the differential transformer signal output from the displace-
ment sensor 112 has high resolution but has insufficient linearity in a wide detection range. Therefore, the basic correction
process is to create correction data in such a manner as that a long-period component of the differential transformer
signal (the second displacement data) agrees with a long-period component of the scale signal (the first displacement
data), and to correct the differential transformer signal (the second displacement data) only for the correction data.
[0149] There can be various modifications for the correction process. Firstly, there are two cases: in one case, correction
data generated based on the detection signals output from the displacement sensor 112 and the scale detector 114 is
output during movement when the stylus 110 is being moved along the surface of the work W at a constant speed, in
other words, is output in real time; in the other case, the correction data is output after the movement of the stylus 110
along the surface of the work W in the measurement range is finished. Firstly, the case of real-time output is described.
[0150] Fig. 15 is a block diagram illustrating the configuration of a portion that performs signal processing in a shape
measuring machine of a fifth embodiment, in which (A) illustrates the entire configuration, (B) illustrates the configuration
of the differential transformer signal processing unit 1062, and (C) illustrates another configuration of the differential
transformer signal processing unit 1062.
[0151] As illustrated in Fig. 15(A), the portion that performs signal processing includes the scale signal processing
unit 1061, the differential transformer signal processing unit 1062, and a correction processing unit 1570.
[0152] The scale signal processing unit 1061 has the configuration illustrated in Fig. 10(B) and, as in the first to fourth
embodiments, processes the detection signal output from the scale detector 114, generates the first displacement data,
and outputs it to the correction processing unit 1570. The first displacement data is used to correct the linearity of the
second displacement data output from the differential transformer signal processing unit 1062. A correction is made
using a displacement component of the scale signal in a long distance, that is, a long-period (long-wavelength) component
in terms of distance and time. Hence, as in the first to fourth embodiments, a displacement component in a short distance,
that is, a short-period (short-wavelength) component is not required. Accordingly, components equal to or less than a
predetermined wavelength are removed.
[0153] The differential transformer signal processing unit 1062 processes the detection signal output from the dis-
placement sensor 112, generates the second displacement data, and outputs it to the correction processing unit 1570.
As in the first to fourth embodiments, the differential transformer signal processing unit 1062 has the configuration
illustrated in Fig. 10(C). The differential transformer signal processing unit 1062 can perform a similar process to one
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that is conventionally performed, on the detection signal output from the displacement sensor 112 and output displacement
data similar to the conventional one as the second displacement data. However, linearity is corrected based on the first
displacement data output from the scale signal processing unit 1061, in other words, a long-period (long-wavelength)
component is corrected. Therefore, the second displacement data is not required. Hence, in the fifth embodiment, the
long-period (long-wavelength) component is desired to be removed.
[0154] In the fifth embodiment, as illustrated in Fig. 15(B), the differential transformer signal processing unit 1062
performs the A/D conversion process 1066 that causes a conversion into a digital signal, on the differential transformer
signal being the detection signal output from the displacement sensor 112. The differential transformer signal processing
unit 1062 further performs, on the digital signal, the second filtering process 1067 that removes distortion, noise, and
the like of the stylus 110. The differential transformer signal processing unit 1062 then performs a third filtering process
1568 that removes components equal to or more than a wavelength corresponding to an interval between correction
points to generate the second displacement data. The second filtering process 1067 is, for example, the same process
as that of Fig. 10(C). In the third filtering process 1568, components equal to or more than a wavelength of, for example,
0.08 mm, 0.25 mm, or 0.8 mm are removed. In other words, in the third filtering process 1568, a filtering process opposite
to the first filtering process 1065 of Fig. 10(B) is performed. Therefore, in the fifth embodiment, the differential transformer
signal processing unit 1062 performs a bandpass filtering process.
[0155] Furthermore, as described below, a short-wavelength component may be removed from the differential trans-
former signal in like manner with the scale signal to generate the correction data. In that case, as illustrated in Fig. 15(C),
the A/D conversion process 1066 that causes a conversion into a digital signal is performed on the differential transformer
signal. Furthermore, the first filtering process 1065 is performed on the digital signal. A process of generating data for
correction is separately performed.
[0156] The correction processing unit 1570 corrects a long-period component of the second displacement data in such
a manner as to match the first displacement data.
[0157] Fig. 16 is a diagram explaining signal processing and the correction process in the fifth embodiment.
[0158] Fig. 16(A) illustrates the scale signal output from the scale detector 114, or a digital signal obtained by A/D
converting the scale signal. The first filtering process 1065 is performed on the signal to obtain the first displacement
data where a short-wavelength component has been removed as illustrated in Fig. 16(B).
[0159] On the other hand, Fig. 16(C) illustrates the differential transformer signal output from the displacement sensor
112, or a digital signal obtained by A/D converting the differential transformer signal. The second filtering process 1067
and the third filtering process 1568 are performed on the signal to obtain the second displacement data where only an
intermediate-wavelength component is left and the other short-wavelength and long-wavelength components have been
removed as illustrated in Fig. 16(D).
[0160] The correction processing unit 1570 makes corrections in such a manner as to agree in displacement of the
long wavelength between the first displacement data of Fig. 16(B) and the second displacement data of Fig. 16(D).
Specifically, a correction is made to agree in height and inclination between the first displacement data of Fig. 16(B) and
the second displacement data of Fig. 16(D) at each point. The corrections may be continuously made. Alternatively,
discrete corrections may be made in such a manner as that values of correction points (indicated by black dots) of the
second displacement data in Fig. 16(D) match values of correction points in Fig. 16(B). Consequently, corrected dis-
placement data illustrated in Fig. 16(E) is obtained.
[0161] In the correction, it is required to obtain long-wavelength components of the scale signal and the differential
transformer signal. Hence, a later displacement signal at the correction position is also required to be sampled to some
extent. Furthermore, a computing process requires a little time. Hence, the correction data is real time, but is output with
some time delay.
[0162] In the above example, the long-wavelength component is generated by the filtering process on the scale signal.
It is also possible to generate the contour shape data where steps have been removed by a moving average of displace-
ment data obtained by A/D converting the scale signal, a least squares line or spline of previous data on the predetermined
number of samples, or the like.
[0163] Fig. 17 is a diagram further explaining signal processing and the correction process. The diagrams are diagrams
that give a description taking, as an example, a case where first correction data (the scale signal) simply increases such
as a case where a gradually inclined flat surface is measured.
[0164] As illustrated in Fig. 17(A), the value of the first displacement data (the scale signal) increases linearly. In
contrast, as illustrated in Fig. 17(B), in terms of the differential transformer signal before the third filtering process 1568
is performed, its average value agrees with the first displacement data near the middle point, but has a smaller value
than the first variation data in regions on both sides. In this case, for example, as illustrated in Fig. 15(C), when the first
filtering process is performed on the differential transformer signal, then the change of the average value illustrated in
Fig. 17(B) is obtained. When a difference between the value obtained by performing the first filtering process on the
differential transformer signal, and the first displacement data is calculated, the result is a change indicated by A in Fig.
17(C). When the sigh A is inversed, correction data indicated by B is obtained. The correction data is added to the
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second displacement data to obtain corrected displacement data illustrated in Fig. 17(D).
[0165] Fig. 18 and Fig. 19 are diagrams illustrating specific measurement examples in the fifth embodiment.
[0166] The work W targeted for measurement has a flat surface, and has roughness to some extent, as illustrated in
Fig. 18(A). Fig. 18(B) illustrates the differential transformer signal or second displacement data measured in a state of
holding the work W horizontally. Fig. 18(C) illustrates the scale signal or first displacement data measured in a state of
holing the work W horizontally.
[0167] Fig. 18(D) illustrates a state of inclining and holding the work W Fig. 18(E) illustrates the differential transformer
signal or second displacement data measured in a state of inclining and holding the work W. Fig. 18(F) illustrates the
scale signal or first displacement data measured in a state of inclining and holding the work W.
[0168] As illustrated in Fig. 18(B), a least squares line S0 of the second displacement data related to the measurement
of the work W held horizontally agrees with a reference line indicating the zero level. Similarly, as illustrated in Fig. 18(C),
a least squares line S1 of the first displacement data related to the measurement of the work W held horizontally also
agrees with the reference line. As illustrated in Fig. 18(E), a least squares line S2 of the second displacement data
related to the measurement of the work W inclined and held has an angle corresponding to the angle of inclination with
respect to the reference line but is not a perfect straight line. As illustrated in Fig. 18(F), a least squares line S3 of the
first displacement data related to the measurement of the work W inclined and held is a straight line having an angle
corresponding to the angle of inclination with respect to the reference line.
[0169] The correction processing unit 1570 generates correction data in such a manner as that the least squares line
S2 of Fig. 18(E) agrees with the least squares line S3 of Fig. 18(F). The first displacement data corrected by the correction
data is as illustrated in Fig. 19. Consequently, a surface roughness signal having high linearity in a wide range is obtained.
[0170] As described above, continuous correction data may be calculated. However, the long-wavelength component
is corrected. Accordingly, a problem will not arise even if corrections are discretely made. Hence, for example, in Figs.
17(A) to 17(D), only the correction points indicated by the black dots are corrected in such a manner as that the first
correction data agrees with the second correction data, and also a correction may be linearly made between correction
points. An interval between correction points is determined in such a manner as that deviation of linearity of the differential
transformer signal in the interval is equal to or less than a predetermined value (a narrow-range error).
[0171] Specifically, the scale signal is read at intervals of a constant pitch, and inclination of each pitch is obtained.
Furthermore, the differential transformer signal is divided by the pitch interval. Multiply by a coefficient in order that an
average inclination between pitches of the differential transformer signal agrees with the inclination of each pitch of the
scale signal. The average inclination between pitches of the differential transformer signal is calculated by, for example,
a least squares line or spline. The two pieces of data are superimposed in such a manner as that end points between
pitches agree with each other to calculate the corrected displacement data.
[0172] In another method for the real-time output, a difference in long-wavelength component between the displacement
sensor 112 and the scale detection mechanism is measured in advance. The difference measured by the correction
processing unit 1570 is stored as the correction data. The correction data is added to the second displacement data
output from the differential transformer signal processing unit 1062 to generate the corrected displacement data. The
measurement of the difference in long-wavelength component between the displacement sensor 112 and the scale
detection mechanism is desired to be conducted at any time to update the correction data.
[0173] The method for generating correction data continuously and the method for generating correction data discretely,
which are previously described in Fig. 17, can be applied to the measurement of the difference in long-wavelength
component between the displacement sensor 112 and the scale detection mechanism. However, the measurement
does not need to be conducted in real time. Hence, it is possible to obtain highly accurate correction data by taking time.
Moreover, the difference in long-wavelength component between the displacement sensor 112 and the scale detection
mechanism may be calculated based on data of the previous measurement to update the correction data.
[0174] When the correction data is stored, measurement data over the entire detection range needs to be stored.
Hence, for example, an inclined surface of a work with excellent straightness is measured in advance to generate the
scale signal and the differential transformer signal, which are illustrated in Figs. 15(A) and 15(B). A process of leaving
only the long-wavelength component is performed on both of them. A difference between the two pieces of data is
calculated. A polynomial that approximates the difference for the value of the differential transformer signal is calculated
based on the calculated difference, and stored. Alternatively, a lookup table where the difference is mapped for the value
of the differential transformer signal is created and stored. When measurement is actually conducted, the stored poly-
nomial is used for the value of the differential transformer signal to calculate the difference. Alternatively, the difference
stored in the lookup table for the value of the differential transformer signal is read. The difference is added to the value
of the differential transformer signal to calculate the corrected displacement data.
[0175] Also if the corrected displacement data is not generated in real time, but is generated after the movement of
the stylus 110 over the entire measurement range is finished, a similar process to the above process can be applied.
There is sufficient time for processing. Accordingly, a more highly accurate process can be performed.
[0176] If corrections are discretely made at correction points, the scale signal is simply required to be able to detect
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displacement at the correction point with high accuracy. Hence, in a case of, for example, an optical scale detection
mechanism, a black and white pattern does not need to exist continuously, but is simply required to exist corresponding
to the correction points.
[0177] Fig. 20 is a diagram illustrating an example of an optical scale detection mechanism that detects displacement
discretely with high accuracy.
[0178] As illustrated in Fig. 20(A), a plurality of black lines 2082 is radially formed, spaced on a scale 2081 with the
support unit 102 at the center. Fig. 20(B) is a diagram illustrating one black line 2082 and its vicinity is transparent.
[0179] Fig. 20(C) illustrates a light receiving device 2085. The light receiving device 2085 is a two-segment light
receiving device, and includes two light receiving units 2086 and 2087 that have the same shape and the same char-
acteristics.
[0180] As illustrated in Fig. 20(D), a detection unit is provided in such a manner as to sandwich the scale 2081. The
detection unit includes a light source 2091, a lens 2092 that makes light from the light source 2091 parallel, the light
receiving device 2085 provided close to a side, where the black lines 2082 are formed, of the scale 2081, and a signal
processing unit 2090 that processes a signal of the light receiving device 2085. The signal processing unit 2090 includes
an analog circuit. The analog circuit computes a difference between output signals of the two light receiving units 2086
and 2087 of the light receiving device 2085.
[0181] As illustrated in Fig. 20(E), when there are no black lines 2082 in front of the two light receiving units 2086 and
2087, outputs of the two light receiving units 2086 and 2087 have the same strength. The differential signal becomes
zero. When the black line 2082 starts overlapping with one of the two light receiving units 2086 and 2087, the output of
the one of the two light receiving units 2086 and 2087 decreases. The differential signal starts, for example, decreasing.
When the black line 2082 overlaps with the one of the two light receiving units 2086 and 2087, the differential signal
becomes a minimum. When the scale 2081 is further moved, the overlap with the one of the two light receiving units
2086 and 2087 decreases to increase the output. On the other hand, overlapping with the other starts. Accordingly, the
output of the other decreases to increase the differential signal dramatically. When the scale 2081 overlaps equally with
the two light receiving units 2086 and 2087, the differential signal becomes zero. When the black line 2082 moves further
and overlaps with the other of the two light receiving units 2086 and 2087, the differential signal becomes a maximum,
and then decreases to zero. Therefore, a zero crossing can be determined with high accuracy. The point is set as the
correction point. The position of the zero crossing of the signal is calibrated in advance for the scale 2081 formed with
the black lines 2082. Accordingly, the absolute displacement of the correction point can be correctly obtained.
[0182] The positions of the displacement sensor 112 and the scale detector 114 with respect to the holder 910 and
the gauge head 920 can be freely set. For example, in Fig. 9, the displacement sensor 112 and the scale detector 114
are provided opposite to the gauge head 920 with respect to the support unit 102. However, as illustrated in Fig. 21, the
displacement sensor 112 can also be provided on the same side as the gauge head 920. Consequently, the turning
moments of the two sensors on the support unit 102 can be reduced. Accordingly, the mass for causing the gauge head
920 to have a specified measurement pressure can be reduced. As a result, the mass of a swing unit rotatably supported
at a fulcrum is reduced to enable an improvement in responsivity.
[0183] Up to this point the embodiments have been described. However, needless to say, various modifications can
be made.
[0184] For example, those of various forms and shapes can be used as the scale detector 114. Various modifications
of signal processing are also possible.

<Calibration Method/Calibration System>

[0185] Next, another embodiment of the present invention is described. The shape measuring instrument of the present
invention can also be used as a shape measurement/calibration apparatus described below. The shape measure-
ment/calibration apparatus is a calibration apparatus for contour shape measurement that measures a contour shape,
and can also measure the shape of a to-be-measured object. This is described with reference to the drawings.
[0186] As illustrated in Fig. 22 (a conceptual diagram of the shape measurement/calibration apparatus), the shape
measurement/calibration apparatus is configured mainly including an arc-shaped or spherical calibration jig 200, the
stylus 110 that comes into contact with a surface of the calibration jig 200, a feed mechanism (not illustrated) that slides
the calibration jig 200 relatively to the stylus 100, the arm 106 that has the stylus 100 at one end, conveys the displacement
of the stylus 110, and rotates about the fulcrum 104, and the scale detector 114, at least part of which is mounted on
the arm 106.
[0187] The shape measurement/calibration apparatus can also be configured by including the calibration jig 200 in
the embodiment of the present invention illustrated in Fig. 1.
[0188] Firstly, a description is given of how the shape measuring machine and the shape measurement/calibration
apparatus of the present invention (which include all the embodiments of the present invention: hereinafter simply
collectively referred to as the shape measuring apparatus) measure a to-be-measured object and correct the measure-
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ment result, with reference to Fig. 23 (explanatory diagram for explaining methods for measuring a surface shape of a
to-be-measured object and correcting the measurement data). An upper diagram in Fig. 23(a) is a diagram representing
a state where the stylus 110 traces over the surface of the to-be-measured object 108. A dotted line indicated by a
symbol 232 indicates a track of the center of a spherical portion 230 at the distal end of the stylus 110.
[0189] As illustrated in the upper diagram of Fig. 23(a), the stylus 110 moves in the horizontal direction while in contact
with the surface of the to-be-measured object. Accordingly, the shape measuring apparatus captures, as data, the track
232 of the center of the spherical portion 230 of the stylus 110. The spherical portion 230 is preferably a shape close to
a sphere, and is formed in such a manner as to become closer to a sphere. In the spherical portion 230, only a portion
exposed to a surface that comes into contact with the to-be-measured object 108 is required to be a shape close to a
sphere.
[0190] Here, the track 232 is a track of the center of the spherical portion 230 and accordingly is located a distance
equal to a radius r of the spherical portion 230 away from the surface of the to-be-measured object. Hence, the shape
measuring apparatus makes a correction only for the distance equal to the radius r. As illustrated in a lower diagram of
Fig. 23(a), the correction method is to set, as the surface shape of the to-be-measured object, points located after moving
the points of the track 232 by the distance r in the directions of the normals to tangents of the points.
[0191] Consequently, the surface shape of the to-be-measured object can be obtained extremely correctly. However,
as illustrated in Fig. 23(b), conventionally, a spherical portion 230a in new condition wears away from use and accordingly
changes to a worn-away spherical portion 230b deviating from the spherical shape. The radius of the spherical portion
230b becomes uneven. Errors due to variations of the radius are caused upon correction. Moreover, also in new condition,
again, the spherical portion 230 has some deviation from a sphere and accordingly has errors caused by the variations
of the radius r.
[0192] The influence of the variations of the radius r is described with reference to Fig. 24. Fig. 24 is a diagram
illustrating a difference in distance between a spherical portion center C and a contact point in accordance with the
shape of the spherical portion 230. In Fig. 24, (a) illustrates a case where the spherical portion 230 has a vertically long
elliptical shape, (b) illustrates a case where the spherical portion 230 is a perfect circle, and (c) illustrates a case where
the spherical portion 230 has a horizontally long elliptical shape.
[0193] Referring to (a), it can be seen that when the spherical portion 230 comes into contact with the to-be-measured
object 108 and continues to move on the to-be-measured object 108 while in contact with it, the distance (the radius r)
between the center C of the spherical portion 230 and the contact point between the spherical portion 230 and the to-
be-measured object 108 is gradually reduced from the upper diagram toward the lower diagram. In this manner, in the
case where the spherical portion 230 is a vertically long ellipse, the distance (the radius r) between the center C and
the contact point decreases as the contact position with the to-be-measured object 108 approaches the side of the
spherical portion 230.
[0194] Next, referring to (c), on the contrary, in the case where the spherical portion 230 has a horizontally long elliptical
shape, the distance (the radius r) between the center C and the contact point gradually increases as the contact position
with the to-be-measured object 108 approaches the side of the spherical portion 230. In (b) where the spherical portion
230 is a perfect circle, the distance (the radius r) between the contact point and the center C is constant even if any part
of the spherical portion 230 comes into contact with the to-be-measured object 108.
[0195] As described above, the present inventors and the like found the cause of the occurrence of an error due to a
change in shape of the spherical portion 230 at the distal end of the stylus 110 as a result of a diligent study and further,
invented a method for reducing the error. The method for reducing the error is described below.
[0196] The description is given with reference to Fig. 25. Fig. 25 is a diagram illustrating an angle formed by the
spherical calibration jig 200 and the stylus 110 having the spherical portion 230 in contact with the calibration jig 200.
As illustrated in the figure, θ1 to θ3 represent the angles indicated below:

- θ1: the angle formed by the vertical direction (a straight line Lv) and a straight line L1 passing the center C of the
spherical portion 230 and a point of the spherical portion 230 in contact with the calibration jig 200

- θ2: the angle formed by a straight line L2 passing the center C of the spherical portion 230 and being parallel to a
longitudinal direction of the stylus, and the straight line L1

- θ3: the angle formed by the vertical direction (the straight line Lv) and the straight line L2
- The radius of the calibration jig 200 is R1.
- The radius of the spherical portion 230 is r.

Here, the straight line L2 is perpendicular to the arm 106. Moreover, θ3 is the same as the angle of the arm 106 with
respect to the horizontal direction as illustrated in Fig. 22. This is a matter of elementary geometry, and is clear. Accord-
ingly, its proof is omitted. Moreover, it can be seen from Fig. 25 that θ2 = θ1 + θ3.
[0197] Next, the calibration method is described. The shape measuring apparatus measures the shape of the surface
of the calibration jig 200 forming a sphere as illustrated in Figs. 22 and 25. The measurement is conducted by bringing
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the spherical portion 230 at the distal end of the stylus 110 into contact with the surface of the calibration jig 200, and
moving the stylus 110 and the calibration jig 200 relatively to the horizontal direction.
[0198] At this point in time, the shape measuring apparatus associates and stores a horizontal travel distance x, vertical
displacement of the stylus 110, and the value of the rotation angle θ3 of the arm caused by the vertical movement of the
stylus 110 (Fig. 22). Next, the track 232 illustrated in Fig. 23 is obtained from the horizontal travel distance x and the
vertical displacement of the stylus 110. The direction of the normal to a tangent at each point of the track 232 is obtained
to obtain θ1 being the angle formed by the direction of the normal and the vertical direction.
[0199] Consequently, data illustrated in Figs. 26 and 27 can be obtained. Fig. 26 is a graph illustrating the relationship
between the movement amount of the calibration jig (a relative movement amount between the calibration jig and the
stylus 110) and θ1. Fig. 27 is a graph illustrating the relationship between the movement amount of the calibration jig (a
relative movement amount between the calibration jig and the stylus 110) and θ3.
[0200] Both Figs. 26 and 27 describe, as previously known data, data measured using the distal end portion 230 of
which cross section is a perfect circle (described as the perfect circle data), data measured using the distal end portion
230 of which cross section is a vertically long ellipse (described as the vertically long ellipse data), and data measured
using the distal end portion 230 of which cross section is a horizontally long ellipse (described as the horizontally long
ellipse data).
[0201] The cross section referred to above indicates a cross section of the distal end portion 230 cut along the surface
of rotation of the arm 106. These sets of data are known data obtained using those with known shapes of a perfect circle,
a vertically long ellipse, and a horizontally long ellipse. The results of measurements of a spherical calibration jig of a
known size using the shape measuring apparatus targeted for calibration (or the stylus 110 targeted for calibration) are
illustrated as the calibration data.
[0202] Here, referring to Figs. 26 and 27, the calibration data measured this time is located between the perfect circle
data and the horizontally long ellipse data. This is illustrated as an example. In reality, the position of data changes
depending on the shape of the spherical portion 230 at the distal end of the calibration target stylus 110.
[0203] Next, a description is given with reference to Fig. 28 (a graph illustrating the movement amount of the calibration
jig and the radius of the spherical portion 230). It can be seen from the graphs obtained in Figs. 26 and 27, the shape
of the spherical portion 230 targeted for calibration is between the perfect circle and the horizontally long ellipse. Con-
sequently, the radius r of the distal end of the spherical portion 230 targeted for calibration should be between the
horizontally long ellipse data and the perfect circle data. Therefore, in Fig. 28, a curve is drawn as the calibration data
between the horizontally long ellipse data and the perfect circle data.
[0204] In terms of the way to draw the curve, the curve may be drawn in such a manner as to be placed in the middle
between the horizontally long ellipse data and the perfect circle data. Alternatively, what percent the calibration data is
closer to which of the perfect data and the horizontally long data may be obtained from the data in Figs. 26 and 27 to
draw a curve placing it to one side in accordance with the ratio. Moreover, Figs. 26 to 28 describe only three types of
known data. The number of types of known data is increased; accordingly, it is possible to check between which sets
of known data the calibration data is located, and obtain the position of a curve of the calibration data in Fig. 28 based
on the result. Hence, it is possible to draw a curve of the calibration data more correctly, and estimate the radius of the
spherical portion 230 targeted for calibration more correctly.
[0205] Next, the relationship between the movement amount of the calibration jig, and θ1 and θ3 can be found from
Figs. 26 and 27. Accordingly, in Fig. 28, data where the movement amount of the calibration jig of the horizontal axis is
changed to θ2 is obtained. θ2 = θ1 + θ3. Therefore, it can be obtained easily. The obtained data of θ2 is used as the
calibration data for each measurement of the to-be-measured object to correct a measurement value. Accordingly, even
if the spherical portion 230 is not a spherical shape, a correction can be made with high accuracy.
[0206] This is described with reference to Fig. 23. The to-be-measured object is measured to obtain the track 232 of
the center of the spherical portion 230 (Fig. 23(a)). Next, for each point of the track 232, the direction of the normal to
a tangent of the point is obtained. θ1 is obtained from the direction of the normal. θ3 is obtained from the angle of the
arm 106 at the time of the measurement of the point.
[0207] θ2 can be obtained from θ1 and θ3. Hence, in the graph of Fig. 28, the radius r of the distal end of the spherical
portion 230 is obtained at corresponding θ2 from the data obtained by converting the horizontal axis to θ2. As illustrated
in the lower diagram in Fig. 23(a), the position of the point that has been moved a distance equal to r in the direction of
the normal from the measurement point is obtained. This is performed for all the points of the track 232 to set them as
the surface shape of the to-be-measured object. Accordingly, it is possible to obtain a highly accurate surface shape of
the to-be-measured object where variations of the radius of the distal end of the spherical portion 230 has been corrected.

DESCRIPTION OF REFERENCE SIGNS

[0208]
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100 Shape measuring machine
102 Support unit
104 Fulcrum
106 Arm
108 To-be-measured object
110 Stylus
112 Displacement sensor
114 Scale detector
116 First end
118 Second end
120 Core
122 Coil
200 Calibration jig
230 Spherical portion
230a Spherical portion
230b Spherical portion
232 Track
300 Distal end surface
302 Scale
304 Scale reading unit
306 Light emitting unit
308 Light receiving unit
402 Ball gauge
421 Block
423 Ball
502 Step gauge
531 Reference base
532 Block gauge
900 Shape measuring machine
910 Holder
920 Gauge head
1061 Scale signal processing unit
1062 Differential transformer signal processing unit
1064 A/D conversion process
1065 First filtering process
1066 A/D conversion process
1067 Second filtering process
1153 Measuring stand
1263 Selection unit
1369 Selection control unit
1568 Third filtering process
1570 Correction processing unit
2081 Scale
2082 Black line
2085 Light receiving device
2086 Light receiving unit
2087 Light receiving unit
2090 Signal processing unit
2091 Light source
2092 Lens

Claims

1. A shape measuring machine (100) for measuring a contour and a roughness shape of a surface of a to-be-measured
object, comprising:

an arm (106) configured to rotate with a support unit (102) as a fulcrum (104);
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a stylus (110) configured to be brought into contact with the to-be-measured object, be displaced up and down
following a surface shape of the to-be-measured object, and be mounted at one end of the arm (106); and
a displacement sensor (112) and a scale detector (114) which at provided at the arm (106) to detect displacement
of the arm (106) by displacement of the stylus (110), wherein
the shape measuring machine (100) further comprises a correction processing unit (1570) configured to correct
data of the displacement sensor (112) by data of the scale detector (114).

2. The shape measuring machine (100) according to claim 1, wherein both of the displacement sensor (112) and the
scale detector (114) simultaneously measure the displacement of the arm (106).

3. The shape measuring machine (100) according to claim 1 or 2, wherein the correction processing unit (1570) creates
correction data in such a manner as that a long-period component of the data of the displacement sensor (112)
agrees with a long-period component of the data of the scale detector (114), and corrects the data of the displacement
sensor (112) based on the correction data.

4. The shape measuring machine (100) according to any one of claims 1 to 3, which outputs measured data which is
corrected in real time during the measuring of the to-be-measured object.

5. The shape measuring machine (100) according to any one of claims 1 to 3, which outputs measured data which is
corrected after the measuring of the to-be-measured object is finished.
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