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A Stady on Measurement for Endmill Dia. using Electric Contact Method
Sanghwa Jeong', Hyunsung Shin™ , Yoonchea! Na™'
ABSTRACT

The tool wear that is developed by long-term machining in mold manufacturing with machimng cenler makes a severe
influence to the accuracy and the surface roughness In this reason, tool-wear supervising system wiuch has guaranieed high
accuracy and high spead 15 needed le impreve the measurement quality. Touching probe and touch sensor e widely used
o measure the tool profile at on-machinc measurement. In this paper, using the newly develaped els.iric touch point
measuring system, the Automoetic Tool Compensation System is developed to correct thie error of ool tameter resulted from
the wear, and the operating method of this system is also provided
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Fig. 4 Schematic diagram of the measuring device

A ASHE (@HEFEYTIFY sy A
3AE (TNV-404) 2 flc%?ﬂ(SemmlM ROM Ver
320l EbEbe] dYAAE Ao ASER S
CNC A =27k T AEs 2oL} Lmoyﬁg n
X&) H8 EEAHEFT(TLPS2L-1, Teshiba co )& T3
33t

22 AR 8] A skipl ZPYE gl e 94
S22 MPS4 18 B2 X2edxte] wiAsslen
F23 A% Gosel EAREE AEEES PLC AW
HETE URYES(Mnemonic mode) HEHIE U E
o5 raMe] AFFlE, oAd e F4E HA
ROM E=o]r s2ie|E 20018 RAME A a2 3

e ;é-&]‘].oﬂ];]

= O

_!

i
I

23 Al =2 oado] sffat

CNCAH| 2| Agsl e T2 AR gAr 37
& Al G100, GlO17]52 o] 8T ¢ J5ES CNC 2R
TRl FrE B2 HrEoz Hasw 4§
A 2o g 2ot

-446-




G100 E0.2 HOT1 DOE F10 (Tool length measuring)
G101 E0.2 HO1 DO F10 (Tool diameter measuring) (4)
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Table 1 Custom macto-program for the tool
compensation

08011{TO0L DIAMETER OFFSET
MESUREMENT MACROQ)

#26=-523.31 * Z Posiiion
H33=4251 #2000+ #11]

#2=#[2400+471-312.037 » X Position
GOOGOOX [#2+20,]Y-157.23 © Y Position
MO4580 ' Spidle CCW
GOOGA3Z#26H#11 * Call Offset
GOlX[@f?ﬁS.lFlﬂDO * Rapid Feed
G31X[#2-#8]F49 ! Measurmg Feed
#100=45061

#101=#26+#8
[F[#5061 EQ#2-#8]1GOTOR0
IF[#5061GT#2+#811GO [O81
H1=#2-45061
GO0GS1XA0
GO1G10L12P#7RE]
#102=#1
Ga0
GOTO9
NGO#3000=3000
GOTO%
NO1#3000=3001
NOOMODH
GOOGH1Z100

ME9
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Table 2 Specification of master gauge

Mameter | Lenglh | Squareness | Runoul

Spec Shank (mm) [(mm)| (mm) | (mm)

D40XL174 | BT40 | 40005 | 174002 | 0003/130 0004
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