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Development of a Simple laser-based 2D
Compensating System for the Contouring
Accuracy of Machine tools
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Abstract—The dynamical contouring error isacritical element for
the accuracy of machine tools. The contouring error is defined as the
difference between the processing actual path and commanded path,
which isimplemented by following the command curves from feeding
driving system in machine tools. The contouring error is resulted from
various factors, such as the externa loads, friction, inertia moment,
feed rate, speed control, servo control, and etc. Thus, the study
proposes a 2D compensating system for the contouring accuracy of
machine tools. Optical method is adopted by using stable frequency
laser diode and the high precision position sensor detector (PSD) to
perform no-contact measurement. Results show the related accuracy of
position sensor detector (PSD) of 2D contouring accuracy
compensating system was +1.5 pm for a calculated range of +3 mm,
and improvement accuracy is over 80% at high-speed feed rate.

Keywords—position sensor detector, laser diode, contouring
accuracy, machine tool

|. INTRODUCTION

N generally, the performance inspection for a machine tool

includes geometric error inspection and dynamic
performance inspection. The conventional systems, such as
laser interferometer, double ball bar (DBB) and plane encoder,
have been widely adopted for performance inspection for a
machine tool.

The laser interferometer is adopted for geometric error
inspection. Its measurement range and resolution could reach
Imand 1 nm[1] respectively, but wererestricted by the difficult
set-up, expensive price, incompetence when measuring
dynamic performance, and other defects; thus, the double ball
bar (DBB) and plane encoder are adopted for circle contouring
or contouring tests in dynamic performance inspection.

Since 1982, when the DBB was put forward by Bryan [2-3], it
has become the most popular equipment for testing the dynamic
performance of machine tools, with the features of easy set-up,
low cost, wide application, easy operation, and so on. However,
the DBB’s only applicable for the circle contouring test and is
unsuitable for high-speed contouring.
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The LBB system was proposed by Ziegert et a. [4] in 1994.
Compared with DBB systems, the system adopts a laser
interferometer to overcome the defect of the small measuring
range. This system introduces several weaknesses at the same
time, however, such as incompetence in the small-range circle
contouring test and increased systematic cost. Srinivasa et al.
[5] aso used the LBB system for spindle thermo drift.

The plane encoder is a diffraction grating type encoder to
measure two-dimensional position of an optical head by using a
grid plate where grids are aligned orthogonal to each other [6].
The cross grid encoder can measure the contouring error in the
two-dimensional (2D) plane for an arbitrary reference
trajectory. It iswidely used in the accuracy calibration of robot
manipulators [7] or machine tools [8]. Various types of other
two-dimensional position encoders have been also proposed in
the literature (e.g. [9]). Since the 2D contouring error of a
machine tool is generaly much smaller in relative to the
travelling distance, in its graphical display, the error is often
magnified to some given scale with respect to the reference
trajectory. It is clear that the magnified tragjectory cannot be
continuous at any unsmooth corners. The commercia software
ACCOMEN 2.8 [10] is developed by Dr. Johannes Heidenhain
GmbH to be used with the KGM series for the data acquisition
and the visua display of its measured profiles, gives the same
plot.

From the comparison between the optical measurement and
the traditional method, the proposed system has following
advantages: (a) the uncertainty can be reduced; (b) the friction
can be ignored; (c) the magnetism can be ignored and (d) the
signals of the proposed system can be used not only to measure
the contouring accuracy but also to obtain other parameters of
machine tools.

Il. THE MEASURING PRINCIPLE AND INSTRUMENT
CONFIGURATION

A.Overall system layout

This system includes a laser light source, a position sensor
detector (PSD), signal processor, an A/D card and a PC as
shown in Fig.1(a). A Li type battery is employed and built-inin
the aluminium fixture for the laser light source. The weight of
the fixture is less than 200 g and the length is less than 10 cm
with adiameter of 4 cm. In addition to the characteristic that the
battery isinstalled internally, the laser is fixed at the front end.
Adjusting screws are provided to give small eccentricity and
wobble of the setting-up errors during the test. The user
interface is used to modify the NC code from the CNC
controller according to the contouring error measurement resullt.
The standard operation procedure (SOP) of the simple
laser-based 2D compensating system is shown in Fig.1(b).
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Fig. 1 Sketch of the the simple laser-based 2D compensating system
B. Setting error analysis of the PSD
As shown in Fig. 2, the setting errors on the PSD could be
divided into three cases (represented as & B ,and 7

respectively). When there are no setting errors on the PSD, their
signals were

x =r(@)cod(#) )
y=r(0)sin(9) @)

where 7 is radius and ¢ is angle. When a setting error B
occurs on the PSD, equation (1) should be amended to

o r(0)cos(0)

Cos(ﬂ ) A3)
When asetting error & occurs on the PSD, equation (2) should
be amended to

,_1(0)sin(0)

B COS(:B ) (4

When setting errors & ,'B , and 7 occur on the PSD
simultaneously, equations (3) and (4) should be amended to

o= r(6)cos(8)cos(y) . r(9)sin()sin(y)

cos() cos(a) ®)
v _1(0)cosl@)sin(y) . r(0)sin(6)cos(y)
cos(3) cos(ar) ©

where r(¢9) is the radius of the contouring test in machine
tools. Because the measurement range of this system is small,
the setting error can be neglected. In this experiment, to check if
the laser beam was projected on the PSD vertically, alight spot
of laser was reflected from the PSD to the laser diode front end.
If the light was visible from the other end, it could be viewed as
vertical.

Fig. 2 Sketch of the setup error for the PSD

C.Error compensation method

At a high-speed feed rate, the performance of the controller,
driver, and transmission parts will affect the efficiency of
numerical control (NC) code implementation. In the present
paper, some error compensation methods are put forward to
improve the machine tool’s performance at high-speed
contouring without having to change any parts. The high-speed
contouring in this experiment had two paths: linear and radius
command paths. Both paths are frequently used in cutting
processes. This paper put forward one contouring error
compensation method for the 2D path. By adding contouring
paths, the compensation methods could decrease the machine
tool’s contouring test error a high-speed feed. This
compensation method would prolong the duration of the
contouring test, but only by alittle when compared to the whole
contouring time.

The path of error compensation method in the 2D path
contouring test is shown in Fig. 3. A—B—C (A—R—C) was
the command path, and A—-B—D—B—C (A—R1—-C) was
the new path. The space position of D (R1) in the new path
depended on the machine tool’s feed rate.

Compensation path

D

Command path Command path ¢, pensation path

gl W 1

R
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Actual path

(@) linear path (b) radius path
Fig. 3 Sketch of the compensation method of the simple laser-based
2D compensating system

[11. DYNAMIC CONTOURING TESTS

A. Calibration test for the PSD of 2D contouring accuracy
compensating system

The position sensor detector (PSD) of proposed systemis set
up to detect the path command of CNC machine tool. The
linearization of the X-axis and Y-axis of the position sensor
detector (PSD) must be calibrated before using the proposed
system. Calibration test for position sensor detector of the
proposed system was carried out by the laser interferometer.
The resolution of the laser interferometer linear measurement
systemis 1 nm for displacement.

In this experiment, three tests were performed by moving the
dual-axis stage for a distance of £750 um. Calibration test
results are shown in Fig.4. Results show the calibration curve
for the position sensor detector (PSD) is amost coincident with
the HP 5529A Laser interferometer within the range of +3 mm.
The related accuracy of position sensor detector (PSD) of 2D
contouring accuracy compensating system was +1.5 um for a
calculated range of £3 mm. Standard deviations (STDEV) of
the X-axisand Y -axis measurements of position sensor detector
(PSD) were about 0.2 um and 0.45 um for a calcul ated range of
+3 mm.
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The stability of position sensor detector (PSD) of 2D
contouring accuracy compensating system was 2.5 um for a
calculated time of 30 minutes.

¥=10.9701x

PSD voltage (V)
A W B R S N W e

4 3 2 -1 1] 1 2 3 4
HP5529A laser interferometer (nm)
=+ Calibration result for the X-axis of PSD
| =% Calihration recult for the Y-axic of PSD
Fig. 4 Calibration result for the PSD of 2D contouring accuracy
compensating system

B. Verification test for the 2D contouring accuracy
compensating system

The novel 2D contouring accuracy compensating system is
verified by the Heidenhain Grid Encoder (KGM 182, Linear
Axesseries). The X- axisand Y - axis displacement resol ution of
the Grid Encoder is + 2 um. The measurement different at
corner between the command path and actual pathisalso usedto
build the compensation table.

In this experiment, the smooth function of the controller is
turn on. The feed rate of verification test is set up between 1000
to 6000 mm/min. Results show the measure path of 2D
contouring accuracy compensating system is almost coincident
with the Grid Encoder within the feed rate between 1000 to
6000 mm/min. Table | shows the verification results for the 2D
contouring accuracy compensating system.

TABLEI
VERIFICATION RESULTS FOR THE 2D CONTOURING ACCURACY COMPENSATING
SYSTEM
2D contouring
accuracy Heidenhain
compensating Grid Encoder
Command path (;eriﬁr:q?r?) system
X-axis Y-axis X-axis Y-axis
error error error error
(um)  (um)  (um)  (um)
. 1000 88.3 87.6 89.2 87.3
e LU 2000 169.7 1682 1759 1778
_ 3000 2575 2649 2675 265.0
Z 4000 356.2 3527 3548 3534
| 5000 4435 4520 4454 4445
6000 536.8 530.8 533.7 530.8
- 1000 117 143 173 138
# - N 2000 83.6 61.3 62.2 59.3
_| Retam 3000 1306 1323 1277 1288
g 4000 199.8 2062 2049 2054
! 5000 2769 2593 2622 265.0

6000 2954 2929 2881 2895

i 1000 345 323 294 308

N Jmm 2000 1047 973 1008 1040
B 0.5 3000 1421 1413 1442 1439
4000 1775 1683 16905 169.7
5000 1996 1945 1954 194.9
6000 2222 2274 2225 2201
[ P 1000 1525 896 1537  89.1

—

3 mim

}.7

2000 3055 1835 309.0 180.0
3000 456.5 2787 4551 2717
4000 618.1 3647 6124 3624
5000 768.4 4504 767.6 4495
6000 920.8 5383 9232 536.7

C.Error compensation for the contouring test

Modifying the original NC code is used to compensate the
contouring error in the 2D contouring accuracy compensating
system. The suitable space position in the new path depended on
the compensation table. The CNC setup block of the developed
interface is used to connect with CNC controller.

In this experiment, the smooth function of the controller is
keep turn on. The feed rate of verification test is set up at
high-speed 6000 mm/min. Results show the improvement
accuracy of 2D contouring accuracy compensating system is
over 80% at high-speed feed rate. Table. Il shows the
compensation results for the 2D contouring accuracy

compensating system.
TABLE Il
COMPENSATION RESULTS FOR THE 2D CONTOURING ACCURACY
COMPENSATING SYSTEM AT HIGHS-SPEED FEED RATE 6000 MM/MIN

Before After Improve
Command compensation compensation accuracy
path X-axis Y-axis X-axis Y-axis X-axis Y-axis
(m)  (m)  (m)  (m) (%) (%)
[
E 536.8  530.8 80.6 81.6 84.90 84.63
|
T_F 5mm a‘
<)
R=1 mm
£ 2954 2929 53.9 53.2 81.29 81.62
N
f 5 mim 4,{
[\R ]
gl oM 2222 2274 133 125 9402 94.32
il

T‘* 5 mm 4‘
£ Q 9208 5383 118 248 9872 9538
-

IV. CONCLUSION

In this study, a novel 2D contouring accuracy compensating
system has been developed. This system breaks through the
bottleneck of small-working-range high-speed contouring test
systems and provides a proper machine tool measurement
facility, especially for processing small workpieces. This
developed measurement system has the following features.

) It breaksthe limits of the traditional measurement systems
that measured only one axis geometric error at atime.

® |t can be used to obtain high-accuracy high-repeatability
measurement results. The contouring accuracy will attain
to 1.5 pm by using the compensating system. The
stability of the PSD was about 2.5 um at 30 minutes.

2155



International Journal of Mechanical, Industrial and Aerospace Sciences
ISSN: 2517-9950
Vol:6, No:10, 2012

® The system employed a PSD and laser diode. As the
measurement range was small, the setting error can be
decreased to lowest value without affecting measurement
accuracy.

® The system structure can be applied widely; it can
measure not only the dynamic performance of a CNC
machine tool but also the dynamic performance of most
linear machine tool tables.

®  The systemiseasy to set up, and the time for adjustment
and measurement is short.

In the present paper, the error compensation methods have
been established, which are suitable for the 2D command
contouring tests respectively. Verified by the high-speed
contouring error compensation experiment, the compensation
result was satisfactory and could decrease the contouring test
error significantly.
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