Using your dxf file and a 55 diamond tool I did two rough toolpaths.
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FINISH ROUGH 
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Then using a botton tool, so that the tool could follow the profile without gouging, I did a finish pass.

FINISH CUT
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TOOLS CREATED
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Then I backplotted the pathing from the generated code for the finish pass. As can be seen, the tool follows the profile shape extremely accurately. Note that there is no ARC coding and as such the pathing is a series of Z &X moves.
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The tool, which was created as having a .4mm radius is shown below in red, will follow the profile contour within the tolerance which was defined for the finish pass. It’s within 0.0002mm ( I don’t think you can hold that tolerance with your machine!)
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Just looking at a different spot along the profile one can see that it is following very closely. Again how closely the cutting edge will follow the profile is determined 
by the tolerance setting.
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Your comment about the tool leaving 0.8 mm on the diameter is not valid.

Yes, the code would suggest that there is 0.8mm  left on the diameter but as you can see the toolpath is offset by 0.4mm and the cutting edge is right on.

Nothing wrong with the dxf file or the generated code. The generated code is pre-compensated to account for the radius of the cutting tip.

RICH

