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The OMM System for Machined Form and Surface Roughness
Measurement Concerned with Volumetric Error
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ABSTRACT

Machining information such as machined form and surface roughness accuracy is an important factor for
manufacturing precise parts. To this regard, OMM(On the Machine Measurement) has been issued for last
several decades to alternate with CMM. In this research, measuring system consisting of a laser probe is
developed for machined form and surface roughness measurement on the machine tool. The obtained
machined form accuracy is compared with reference one defined in CAD model. The measured surface
roughness data is compared with measured master surface beforehand. Furthermore, using the pre-defined
volumetric error map approach compensates the geometric accuracy of the machine tool. The overall

performance is compared with CMM, and verified the feasibility of the measurement system.
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