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Start

Move to the initial position before machining

I

Check the tool position using vision system &
confirm the position of each axes

!

Machine the part based on G-code

!

Replace the tool with gap sensor

!

Move the gap sensor to the initial machining
position as in step 2

i

Set the end of gap sensorto tool tip positionas in
step 2

i

Make clearance (d,) by adjusting the gap sensor
using piezoelectric actuator

I

Move gap sensor to the starting point of machining

;

Capture the data from gap sensor & moveto the
next target

!

Use the same method to capture data for all
successive tool paths

End of data capture ?

Fig. 4 Procedure of error measurement
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