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Error Compensation System Based on Temperature Compensation Function

of 840D CNC System
LI Wei, LIANG Ruijun, WANG Zhigiang
(College of Mechanical and Engineering, Nanjing University of Aeronautics and Astronautics, Nanjing 210016, China)

Abstract : In order to improve the machining accuracy of machine tools, a real-time error compensation system was designed and
developed based on the relevant parameters with the analysis of the built-in temperature error compensation function of SIEMENS
840D CNC system. To achieve the error compensation, the hardware platform of the compensation system was built, and the
reading and writing of the machine state parameters were realized by modified PLC program. Taken QLM27100-5X five—axis CNC

machine tool as the research object, an error compensation experiment was performed on the x-axis positioning error. The

experimental results show that the machining accuracy after compensation is improved by 79.3%, which proves the effectiveness of

the real-time error compensation system.
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Filter|Unit Cr Tvpe.

I | | |

998 [C[]  SMA actncrvall] WORD

999 |C[] SMA  laciToniBasePos] TREAL

1000[c[]  SMA  cmdToolBasePos(] REAL

001C] SMA lexUnif] WORD

w02lcl]  SMA namel] STRING

003)c[]  SMA  staius[) WORD

004|C[]  SMA  toolBaseDistToGa[] REAL
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Project unknawn
Unit__C I [57 Alias Name [Type |
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2 C[1] SMA actToolBasePos[4] C1_SMA_actT 54_2 REAL

4 C[1] SMA actToolBasePos[5] C1_SMA_actT 55_2 REAL

5 C[1] SMA actToolBasePos[6] C1_SMA_actT 0s6_2 REAL
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