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a spindle (4) holding a tool (T) is moved to a position
corresponding to a tool change position. When the next
tool to be used is of the small type (ST), the tool is
10 moved through a standby positioﬁ'(P) to the tool change
position (Q) during a machining operation using the tool on
the spindle (4), the headstock (5) is moved to the position
corresponding to the tool change position in response to a
tool changing instruction and a predetermined tool changing
15 operation is carried out. When the next tool is of the
large type (LT), the next tool is positioned and held at
the standby position (P) during a machining operation, the
headstock (5) is moved to the position corresponding to the
tool change position, the next tool is moved to the tool
20 change position and the tool changing operation is carried

out.



