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Abstract

This paper shows how to measure the machining error in diameter of cylindrical workpiece and

compensate the measured machining error in NC turning. Machining error is measured by the

electric micrometer mounted on the tool post with the NC part program for probe location path

analyzed. Correct NC-part program for finish turning is automatically generated to compensate

the measured machining error. These concepts have been effectively introduced to a newly

developed software for error compensation. In turning experiments with the developed error

compensation system, machining error was almost within the specified tolerance, which reveals

the effectiveness of the developed system.
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