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NEED HELP? CONTACT US!

Have product questions? Need technical support? Please feel free to

contact us:
Technical Support and E-Warranty Certificate
www.vevor.com/support

This is the original instruction, please read all manual instructions
carefully before operating. VEVOR reserves a clear interpretation of our
user manual. The appearance of the product shall be subject to the
product you received. Please forgive us that we won't inform you again if

there are any technology or software updates on our product.



Dear Users:

Thank you for purchasing multifunction series digital readouts.
Digital readouts are used in a wide variety of application. These include
machine tools, infeed axes, measuring and inspection equipment, EDM,
dividing apparatuses, setting tools, and measuring stations for
production control. In order to meet the requirements of these
applications, many encoders can be connected to the digital readouts.
Read all the instructions in the manual carefully before used and
strictly follow them. Keep the manual for future references.

Safety attention:

¥ To prevent electric shock or fire, moisture or directly sprayed
cooling liquid must be avoid. In case of any smoke or peculiar
smell from the digital readout, please unplug the power plug
immediately, otherwise, fire or electric shock may be caused. In
such a case, do not try to repair it, please contact the Company or
distributors.

¥ Digital readout is a precise measuring device used with an optical
Linear Scale. When it is in use, if the connection between the
Linear Scale and the digital readout is broken or damaged
externally, incorrect measuring values may be resulted. Therefore,
the user should be careful.

¥ Do not try to repair or modify the digital readout, otherwise, failure,
fault or injury may occur. In case of any abnormal condition,
please contact the Company or distributor.

¥ If the optical Linear Scale used with the digital readout is damaged,
do not use a Linear Scale of other brand. Because the performan ce,
specification and connection of the products of different and can
not be connected without the instruction of specialized technical
personnel, otherwise, trouble will be caused to the digital readout.

¥  With the continuous updating of products, if there are changes or
changes to the sample parameters, the random files shall prevail,

and the company has the final interpretation right without notice.
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Illustration of Panel and keyboard
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Caption of the keyboard

Keyboard Description

Keys for axis selection

Zero select axis

Enter +/- sign

E] Enter decimal point

@O EE M
6 EE L

Entry keys for numbers

Operation key (in Calculation function
PODREE |X

CTR Enter or quit calculating state

A

~

Cancel incorrect operation

NV Calculate inverse trigonometric

BE|E

Square root

™
=
—

Confirm operation

Toggles between inch and millimeter

=
=

=|
)
=

units.

Press when ready to identify a reference
mark.

Function keys for 200 sub datum

ARC cutting function

holes displayed equally on a circle

@ E E| E

holes displayed equally on a line




Caption of the keyboard

X

Calculate trigonometric or Slope
Processing function key

X

Calculate trigonometric or rectangular
inner chamber processing function key

X

Calculate trigonometric or the tool
diameter compensation function key

=
o
o

=
~

Toggle between ABS/INC coordinate

Stroll up or down to select

Taper measured function key

Tool library call key

Opens the tool table.( lathe)

EDM function key

Filter display function key

Half a display value of an axis

NN - = [ Y [B
N — = =

Non Linear Error Compensation
function keys




Parameters settings

3\ Parameters settings
3.1 Parameters setup routine entrance.

Press E] to enter initial system and self-check after DRO powers

on in 1 second, then Parameters settings display in the

Parameters window.press E] E] to select the item you want to chang.
If you want to quit initial setting, press E] E] until “QUIT”

appears in message window and press. You can also press E] to
quit initial setting.
3.2 Parameters Settings Description
3.2.1 Setting the Resolution

Press E] E] until “RESOLUTE” appears in message window;

When selecting the LINEAR encode, the resolution will be set as
follow:

There are 19 types of resolution:

0.01um;0.02um;0.05um;0.10um;0.20um;0.25um;0.50um;1.00um;
2.00um;2.50um;5.00um;10.00um;20.00um;25.00um;50.00um;
100.00um;200.00um;250.00um;500.00um.

Press to change the resolution for X axis;Press to change
the resolution for Y axis;Press to change the resolution for Z axis;

Set the resolution 5.00um to 1.00um for X axis:

RESOLUTE (i) [ 1.00JE) [ RESOLUTE
fajojululofo fafujulslofo
som BEEOEE b .00 FRREOD

When selecting the rotary encode, the resolution will be set as

follow:

Input the rotary encode parameter value .
( 5.00J@ [_RESOLUTE || &) [7)M @@ 2

) DEEDeE S—T1
000 )p HEEOHE ) 10000 | @
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3.2.2 Setting Positive Direction for Counter

Press E] E] until “ DIRECTE” appears in message window.

Direction ‘O’ means the display value will increase when scale
moves form right to left and decrease when scale moves from left to
right. Direction ‘1’ means the display value will increase when scale
moves form left to right and decrease when scale moves from right to
left.

Press to change the Direction for X axis;Press to change

the Direction for Y axis;Press to change the Direction for Z axis; as

follow:

[ 0J8 [ DIRECTE J\mgchl 1]

D0EOE DEEOD
( om 3EREEE & | om DEROEO

3.2.3 Toggle Betwween R/D Display Mode
Press E] E] until “R OR D” appears in message window. X
window, Ywindow, Z window displays ‘O’ or ‘1’ separately.
‘0’ is mode R, which means the dispay value equals the actual

measurement. ‘1’ is mode D where the display value equals the

double actual measurement. Press to change the R/D for X
axis;Press o change the R/D for Y axis;Press to change the

R/D for Z axis; as follow:

[ o8 [ RoRD |p@ol___ 1B [ _RORD |
OGO Em@
( om 3BEREOEE & | om IEROGO

3.2.4 Setting Z axis Dial

Press E] E] until “Z2 DIAL” appears in message window.

Z axis dial should be set if Z axis is emulated for 2 axis milling and
only install linear scale for X,Y axis. Z axis dial means the distance the
Z axis travels when screw runs a revolution.
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Set the Z axis Dial 2.5mm as follow ;

[ sw@ [z oA |9pEennEs|[_zoo
B

3.2.5 Setting the Rotary Radius of the Workpiece
Press E] E] until “RDIUS” appears in message window.

The Rotary rdius type is used perimeter to measure angle.

Input the Rotary Radius parameter value 2000mm as follow:

[ 2 R DT VER N 1 Y 0 A |

ofajsjefolo
1000. 000 alalololala {b 2000. 000

3.2.6 Setting the Angle Display Mode
Press E] E] until “ANG DISP” appears in message window.

Press to change the angle display mode for X axis;Press m to
change the angle display mode for Y axis;Press to change the angle

display mode for Z axis; Example for X axis:

“0.0000” means the angle mode is Circulating DD;
“0000.0000” means the angle mode is Incremental DD;
“0.00.00” means the angle mode is Circulating DMS;

“0000.00.00” means the angle mode is Incremental DMS;
{ 0.0000 )] [ ANG DISP }¢> ¢>{ 0000.00.00 J(J [ ANG DISP ]
e @@EgEE & p goooem
®0E Ola;

3.2.7 Setting the Baudrate of RS_232 (Special customization function,
if you need to buy, please contact the dealer to customize)

Press E] E] until “BAUDRATE” appears in message window.
Set the Baudrate 115200 as follow ;

[ 9600 )8 [ BAUDRATE |- (D)@ = |__115200]@
v
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3.2.8 Setting the Absolute Zeroing enable or disable

Press E] E] until “ABS_ZERO” appears in the message window.

‘0’ means operation the ABS zeroing and preset data will be
enable in the normal display state.

‘1’ means operation the ABS zeroing and preset data will be
disable in the normal display state.

Press to change the absolute zeroing mode for X axis;Press

to change the absolute zeroing mode for Y axis;Press ﬂ to
change the absolute zeroing mode for Z axis; Example for X axis-

[ o8 [ ABS_ZERO Pl 1)@
@ 3288 & [ op BZEO0E0

DEEGEM UEDEEEMm
3.2.9 Setting the Absolute form the Special Function

Press E] E] until “ABS_ASST” appears in message window.

‘0O’ means only special function position value is display in the

Special Function operation.

‘1’ means special function position value + ABS position value is

display in the Special Function operation.
Press to change the absolute mode for the Special Function will

be set as follow:

[ :>:> _ABS_ASST |

3.2.10 Setting the Calculator display Mode
Press E] E] until “CTR_MODE” appears in message window.
‘0’ means the calculator display value at the X window in the disply;
‘1’ means the calculator display value at the message window in the disply;
Press to change the calculator display mode will be set as follow:

[ 0)@ [CTRMODE (e[ f]@ [ CTR_WODE

3.2.11 display brightness setting

LED display brightness setting, the factory default setting is only
"3", the higher the parameter, the brighter the brightness. Press "X0" to
set, it is not recommended that you set the default value yourself.

10
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3.2.12 The linear scale counting frequency setting
The factory default setting is only "12", the higher the parameter,
the lower the counting frequency, press "X0" to set, it is not recommended
that you set the default value yourself.
3.2.13 Setting QUIT: Digital display table parameters quit button.
3.2.14 Setting the type of the DRO.
The type of the DRO will be display on the right window. then press
the key to select the correct type. the following system item will be set:
“MILL-3”  means the DRO type is 3-axis milling machine table;
“MILL-2”  means the DRO type is 2-axis milling machine table;
“LATHE-2” means the DRO type is 2-axis lathe table;
“LATHE-3” means the DRO type is 3-axis lathe table;
“GRIND”  means the DRO type is Grind table;

“EDM” means the DRO type is EDM table; (Special customization
function, if you need to buy, please contact the dealer to customize)

— o I 1 Y 5 — o 11U

3.2.15 Signal Interface Type
Message window displays “ SEL AXIS” which indicates the step

is to Sensor input signal mode. Press to change the signal mode
for X axis;Press to change the signal mode for Y axis;Press @ to
change the signal mode for Z axis;Example for X axis:
Press to scroll through the Rotary encode type, the Linear
encode type, the Rotary rdius type.
X window displays the Signal type.

“LInER” means the Signal type is linear encode type ;
“EnCOdE “ means the Signal type is Rotary encode type;
“RdIUS” means the Signal type is Rotary rdius type ;

Example: currently in the linear encode type, to toggle to the Rotary
encode type;

[LNR )@ :>:>[ENconE @ [ SELAXIS ]

11
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3.2.16 Restore Factory Settings:
Clear all data except DRO type.DRO will load default setup for

parameter.After loading default setup,user must search RI once to
enable resuming ABS dadum function;otherwise to resume the datum

by RI is unable;

Message window displays “ ALL CLR” , press [ENT
windows display “PASSWORD” indicating the operator to input
password; Press 2000 + in turn to load default value;

and message

— R . Vi :>:J [ COR O |

3.2.17 Shrinkage Ratio enable or disable.

Message window displays “ SRK OFF” to disable Shrinkage rate

function. Press to enable Shrinkage rate function in Message
window displays “ SRK ON” :

[ )@ [ SK OFF |9 :>:J _ SRK N0

3.2.18 Setting Compensation Type
Message window displays “ SEL COMP” which indicates the step
is to compensation type. Press to change the compensation type for X
axis;Press to change the compensation type for Y axis;Press to
change the compensation type for Z axis;Example for X axis:
Press to scroll through the not compesation type, the Linear
compesation type, the non-linear compesation type.

“no-CO” means the compesation type is not compesation type;

“LInE-CO” means the compesation type is linear compesation type.

“non-LinE” means the compesation type is non-linear linear

compesation type;
Example for X axis: currently in the not compesation type, to toggle to

the linear compesation type;

NO—-CO

NO--CO

SEL COMP

8 ) 0 3 ) € )
NOEHOEHW

) 0
b
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3.2.19 Inch display, set the number of digits after the decimal point

In the inch display mode, the number of digits after the decimal
point is set, the factory default digit is "4", press "X0" to set, can be set
according to actual needs.

3.2.20 Setting EDM: it is not recommended that you set the default
value yourself, EDM function, Set the relay off on time.
3.2.21 Setting Linearity Compensation.

Message window displays “ LIN COMP” which indicates the step
is to Linearity Compensation. Compensate the linear error to make
display value equals to standard value.

The calculation of compensation rectifying coefficient:

o (Measurement - Standard value) x 1000.000
Coefficient =

Standard value
Example for X axis:
Measurement 200.020mm
Standard value 200.000mm

Rectifying coefficient= (200.020-200) * 1000 /200 =-0.01mm/m

Input compensation rectifying coefficient 0.01 as follow:

[ 0.000 |9 [ LIN COMP ]¢>@B@@@¢>

afafufulofo
o.o00)m BBBBEE O

3.2.22 Setting the Shrinkage Ratio
Press E] E] until “ SHRINK” appears in message window;

Dimensions of the finished product
Shrinkage radio =

Dimensions of the working piece
Set the shrinkage radio 1.005 as follow;

{ 1.000)@ [ SHRINK | &m0 (OB D
)

NV
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4. General Operations;
4.1 Zeroing

Zero the designated axis in normal display state.Zeroing is used to
set the current point as datum point as follow;

key % — > X axis zero { 0. 000 }
key % — > Y axis zero { 0. 000 }
key (% — > Z axis zero { 0. 000 }

or or will be return to the original data before the reset.

4.2 Preset Data to Designated Axis
Preset a value to current position for a designated axis in normal
display state.

OFNOEDEBOEE
HFNEEHOODOOED
76. 200 |8 ) FOEEEOEEDE:) | 888. 660

4.3 Toggle Display Unit between inch and mm

Length can be displayed either in “mm” (metric) or “inch”
(imperial). Display unit can be toggled between mm and inch.
Example: Display value toggle from mm to inch;

25. 400 mm 2> = inch 1..0000
90. 800 {b 2. 0000
76. 200 3. 0000

Example: Display value toggle from inch to mm;

10000/ . = 25. 400
2.0000 50. 800
3.0000 O 76. 200

14



General Operations

4.4 Absolute/Incremental/200 groups SDM

Function: The DRO has 3 coordinate display modes: the absolute

mode (ABS); the incremental mode (INC) and 200 goups
Second Data Mamory (SDM) with the range of 00 to 99.Zero
point of work-piece is set at the origin point of ABS

coordinate. The relative distance between datum of ABS

and SDM remains unchanged when ABS datum is changed.
1. Toggle from ABS to INC coordinate;

( 0.0000 )64 [ ABS ]
) DOHOHO
0,000 FRmEOm

[ 12.000]@ [ INC ]
18000l BEHEOEE®
z olulololels

3. Toggle from SMD to ABS

( 100.000J69 [ som 1 |

200. 000

4.5 1/2 Function

S@oll 12000
{b

S]]
E
@E
@&

=
S

o)
BB

2. Toggle from INC to ABS coordinate;

o@o[_oo0 1D [ s

coordinate;

0000 M UEEODE®

Y 2 olulololaly
DEoD 0. 000 ABS

0000 IMmUEEODEW®

Y 2 olulololals

Function: Set the center of work piece as datum by halving the

displayed value.

Example: Set the center of rectangle as datum as the right figure.

Steps:

1. Touch one side of the workpiece with the TOOL,then zero the X

axis.

2o
b

15
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General Operations

2. Take the TOOL to the opposite side of the workpiece and touch it.
Then press + in turn to value the X axis display value.

76. 200 o 76. 200

2@ 800. 000 = S 400. 000

3. Move the maching table until “0.000” is display in X axis
window. The position is the work-piece’ s center.

4.6 Clear All SDM datum.
In ABS mode, to continuously press E] ten times will cause to clear

all the datum for 200 sets SDM. Message window displays “SDM
CLR” .

4.7 Sleeping Mode
In not ABS Mode, pressing the key can turn off all the display

and the DRO accessing to the Sleeping Mode, then pressing this key
again will cause the DRO back to the working Mode. In the Sleeping
Mode the DRO is still in working state and actually records the TOOL
movement.

Example: In not ABS Mode, to access the sleeping Mode by pressing

the key . In Sleeping Mode, pressing the key to quit the

sleeping Mode.
4.8 Power Interruption Memory.

The memory is used to store the settings of the DRO and machine
reference values when power is turn off.

16
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4.9 Search the Absolute Reference Point of Scale

During the daily machining process, it is very common that the
machining cannot be completed within one work shift, and hence the
DRO have to be switched off after work, or power failure happen during
the machining process which is leading to lost of the workpiece datum
(workpiece zero position), the re-establishment of workpiece datum
using edge finder or other method is inevitably induce higher
machining in accuracy because it is not possible to re-establish the
workpiece datum exactly at the previous position. To allow the
recovery of workpiece datum very accurately and no need to re-
establish the workpiece datum using edge finder or other methods,
every Linear scale have a ref point location which is equipped with ref
position to provide datum point memory function.

The working principal of the ref datum memory function are as
follows.

Since the ref point of Linear scale is permanent and fixed, it will
never change or disappear when the DRO system is switched off.
Therefore, we simply need to store the distance between the ref point
and the workpiece datum (zero position) in NON-Volatile memory. Then
in case of the power failure or DRO being switched off, we can recover
the workpiece datum (zero position) by presetting the display zero
position as the stored distance from the ref point.

An absolute datum should be set when a work-piece is machined.
There are three mode operation (REF. AB. LEF_AB):

Example: to store the X axis work datum.

X axis ref mark position
(permanent and fixed)

——— Linear Scale

] S I8

Work piece datum < s Distance between the ref

(ABS zero) point and workpiece datum

17
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Example for REF mode :
1. DRO is set in ABS coordinate. Press , then the message
window display “REF” .

[ 0000)@ [ ABS ]:>¢>:} _ ReF)

2. Message window displays “REF” , Press until “FD_REF”

appears in message window.

\[ @ [ ms 9@ 0000/ [ F REF |

3+ Select the axis which need search RI. For instance : selsct X
axis, then press . “X_REF” is displayed in message window, and

X axis window flashes.

[ 0.000 |0 [ FD REF ]¢>¢>[ 0.000 J&J [ X REF |
DOMEOBm DEEO®m
ulalolalalz $ ulalolalelm

4. Move the machine table .The buzzer sounds when RI is searched,
then X window stops flashing and displays the value of the current
position .the DRO returns normal display state. Then message window
displays “FIND_X” .

Example for AB mode :
1. DRO is set in ABS coordinate. Press , then the message
window display “REF” .

[ 0000)@ [ ABS ]c>:> A

2. Press E] E], then the massage window display “AB” .
\[ B [ ReF pm®s)| B AB |

3. Message window displays “AB” , Press until “FIND_AB”

appears in message window.

\[ [ — 1f>¢> __FiND_AB)

18
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4, Select the axis which need search RI. For instance : selsct X axis,
then press . “X_REF” is displayed in message window, and X

axis window flashes.

( 0.000 |(5] [ FIND AB ]¢>¢> 0. 000
0.000 | WBNEDH@ 0. 000 n OB ME0EHM©
o pegEEe o e Rulalololeln

5. Move the machine table .The buzzer sounds when RI is searched,

displays the value of the current position for the absolute datum zero.
the DRO returns normal display state. Then message window displays
“FIND_AB” .

Example for LEF_AB mode :
1. DRO is set in ABS coordinate. Press , then the message
window display “REF” .

[ o0o000)@ [As |9 :>:J R

2. Press E] E], then the message window display “AB” .
[E— :>%m:>:J L8]

3+ Message window displays “LEF_AB” , Press until “ZERO_AB”

appears in message window.

I :>¢> |

4. Move the machine table to be set zero position piont. then press
, X axis will be zeroing . the current position for the absolute

datum zero. the DRO returns normal display state.

‘ 120. 000 ZERO AB ‘:> d>‘ 0. 000 ZERO_AB ‘

NOTE: Linear range without reference point location of the user

19
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4.10 Non Linear Error Compensation
First compensation Type ( Linear or Non-Linear) in parameter
setting must be set Non-Linear. Linear scale have a ref point location
and find to the Absolute Reference Point will be enable.
Default Non-Linear compensation : 50.
Example for Y axis:
Step 1: Search the Absolute Reference Point of Scale;

Step 2: Press , then the message window display “COMP X” .
[ 0000)@ [A8S o [ o B [ cow X |

Step 3: Press E] E], then the massage window display “COMP Y”

[ )@ [ coMP_ X ]d>%@:>[ i@ [ cowe z |

Step 4: Press , then the message window display “NUMBER” .
Then input the compensation parameter NUMBER.

[ 1 )@ [ NUMBER | © © o 2@

Step 5: Press E] E], then message window displays “Y-MSN-1”

which indicates the step is to Non Linear Error Compensation.

=

1

ﬁ@@ﬁ[ 0.000 JB [ YMS

— p DPOoEo a
A nlalolols]o D 0.000 I mamE

U™
BE

Step 6: Input compensation value .
X window display the value of the measurement value.
Y window display the value of the standard value.
Example for the first compensation point:
Measurement value :68.288mm. Standard value: 68.200mm

00. 000/ ) FRNEEOEEEE) 68. 288
00. 000 |4 | D FMEEHEOO@EL) 68. 200

Step 7: After input all parameter, the DRO automatically exit.
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200 Groups SDM coordinate

S5+ 200 Groups SDM coordinate

The DRO has three display modes: the absolute mode (ABS),the
incremental mode (INC) and the 200 groups second data memory (SDM
1 - SDM200). ABS datum of the work-piece is set at the beginning and
the 200 groups SDM is set relative to ABS coordinate.

ABS Mode, INC Mode and SdAM Mode are specially designed to
provide much more convenience features to the operator to cope with
the batch machining of relative works and the machining of the
workpiece machining dimensions from more than one datum.

Example: The ABS datum is the center point O, the point sdm1,
sdm?2, sdm3, sdm4 needed processing are set as datum of SDM 1 -
SDM 4.

X
(0000 J&J [ somi j
NEEEEE
fZzggz

Two ways to set SDM coordinate:

1+ Zeroing at the Current Point.
2. Preset datum of SDM coordinate.

5.1 Zeroing at the Current Point
At first set the center point of the work-piece as the origin of the
ABS, then align the TOOL with point SDM1,SDM2,SDM3,SDM4 by
moving the machine table and zero them. It is the position to process
where the “0.000” appears in X window, Y window by moving the
machine table whether in ABS or in SDM coordinate.
Steps:
1. Move worktable to place the TOOL at the center of the workpiece
point O as the datum of ABS. Then zero X axis and Y axis in
SDM 1 ; Zero X axis and Y axis in SDM 2 ; Zero X axis and Y
axis in SDM 3 ; Zero X axis and Y axis in SDM 4.
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200 Groups SDM coordinate

2+ Set the point sdm1 as the datum of SDM 1. Move the machine

worktable to x = 60.000, y = 45.000. Then proess .

@E SDM1
& T oppnoea
ojajolojels

Move worktable

D o

0.000 (X

[

T

-> H

0. 000 n%

DEEEH

R

X

2+ Set the point sdm1 as the datum of SDM 2. Move the machine
worktable to x = 60.000, y = -45.000. Then proess .

L
& T houoeg
DREEEO

Move worktable

DO o

-> #

0.000 J(J [ spbm2 |
T OB MNOBH@
0. 000 ulalololala

)
.

7

3. Set the point sdm1 as the datum of SDM 3. Move the machine
worktable to x = -60.000, y = -45.000. Then proess .

il : SDM3
+ NMEDOB@
DEEEEO

Move worktable

OO o)

[ 0.000 |&J

[

SDM3 |

[_0.000 J@3

BE 6O @
NEHEBEM

4, Set the point sdm1 as the datum of SDM 4. Move the machine
worktable to x = -60.000, y = 45.000. Then proess .

@@ _, [T sow ]
H NWEDOB@
DEEEOD

[ 0.000 |(J

[

SDM4 ]

[_0.000 J&J

®
7

MOH@
BEEm

Move worktable l =N
=7
e

5.2 Preset datum of SDM coordinate
There are the same sample as Method 1. First Move the worktable
to place the TOOL exactly at the origin of ABS, secondly Enter the ABS

Mode as follow.
Steps:

1. Move worktable to place the TOOL at the center of the workpiece
point O as the datum of ABS. Then zero X axis and Y axis in SDM 1 ;
Zero X axis and Y axis in SDM 2 ; Zero X axis and Y axis in SDM 3 ;
Zero X axis and Y axis in SDM 4,
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200 Groups SDM coordinate

2+ Set point sdm1 as the datum of SDM 1. Press E] E], then the

message window display “SDM 1” . Input x = 60.000, y = 45.000.

o
i 8 2 3 s  ER )
NEHERGEW

DX @ @ @80 | 60.000
IENedn @ o |[45. 000

3. Set point sdm1 as the datum of SDM 2. Press E] E], then the

message window display “SDM 2” . Input x = -60.000, y = 45.000.

%@:>

E[E]
RE

=E

B]&)
e
B

)

PFDNE Q@ @)
DFONEOEMD)

4. Set point sdm1 as the datum of SDM 3. Press E] E], then the

message window display “SDM 3” . Input x = -60.000, y = -45.000.

@O
¥ DEEDED
NREEEO

DFNEELDM@M D

DFOEHEHEO ) |[-45.000/0d

5. Set point sdm1 as the datum of SDM 4. Press E] E], then the

message window display “SDM 4” . Input x = -60.000, y = 45.000.

&=
O

S]]

HE

=E
@&

SDM4

@
o

e
B

DFNEELD@ D
DFONHE®E o
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Special Function

6. Special Function
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Circumference Holes Processing

6.1 Circumference Holes Processing

The Function of PCD Hole positioning on Circumference is used to
distribute arc equally, such as boring hole on flange. The right window
will show the parameter to be defined when selecting PCD Function.
The Parameters to be defined are:

PCD_XY(XZ,YZ) Select place Center position

CENTER Center position

DIA Diameter of circle

NO_HOLE Hole number Ending angl Starting angle
ST ANG Starting angle Hole number Diameter

ED ANG Ending angle

The postion of the hole center are calculated automatically after
input all parameters. Press E] or E] to choose the hole No. and
move the machine table until the “0.000” appears in X window , Y

window, Z window. It is the position to process a table.
Example for the XY place: Machine hole on circumference as the figure

PCD_XY(XZ,YZ) XY

CENTER X=0,000,Y=0.000

DIA 100,000

NO_HOLE 5

ST ANG 30,000

ED ANG 315,000

¥=0. 000

Steps:

1. Set display unit to metric in normal state; Move the machine table
until the machine TOOL is aligned with the center of the ciecle , then
zero X axis ,Y axis.

2. Select plece.

Press , then the message window display “PCD_XY” to the

Circumference Holes Processing. Press E] or E] to select XY place.

E> ﬁ>®{b®t>[ JB9 [ PCD_XY |
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Circumference Holes Processing

2. Input center position.
Press , then the message window display “CENTER” . X and

Y window displays the formerly preset center position. Input X=0,Y =
0 as follow.

[ 1000.000 J6J [ CENTRE ]ﬁ@@ © @ o 0. 000
1000.000 | BEEOOEE [ 0.00E
1000. 000 @B@d>§ © @ c 0. 000

4. Input diameter.

Press E] until “DIA” appears in the message window. X window

despalys the formerly preset diameter. Then input the diameter is
100.000.

%wa@@[ 100.00 J@ [ oA |

5. Input number.
Press E] until “NO_HOLE” appears in the message window.
X window despalys the formerly preset number. Then press in turn

to input number.

DeplomE]s @ 89

6. Input starting angle.

(&}

|69 [ NO_HOLE |

Press E] until “ST ANG” appears in the message window. X
window despalys the formerly preset the starting angle. Then press
@ in turn to input the starting angle.

%E>E>@ [ 30.000 )@ [ ST ANG |

7. Input ending angle.

Press E] until “ED ANG” appears in the message window. X
window dispalys the formerly preset the ending angle.. Then press

in turn to input the ending angle.
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Circumference Holes Processing

Mo @[ b ANG |DDB@M G 315.00 J@ [ ED ANG |
b b

8. Press @ until “NO 1” appears in the message window.
It is the position of the first hole to punch where the “0.000” is
displayed in X window and Y window by moving the machine table.
After finishing the first hole, press E] or E] to change holes number.

{ 43.300 &) | NO 1 |

24.995 |f, (0 R ([) [m
| IEEolalololels

9. After processing all holes, press to return normal display.
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Linear Holes Processing

6.2 Linear Holes Processing
There are two modes to carry out the linear drilling: Length mode
and Step mode.

Y%

1.LINE S Step mode e((/ Position(+) -counter clockwise
LINE L Length mode <

2.STEP Step length OO
LENGTH Line length

3. ANG Angle

4. NO.HOLE Hole number Negative(-) --counter clockwise

x\é‘/
v
Linear Holes function can simplify the processing multiple holes

whose centers are attributed equally on one line.

Example :

LINE_L Length mode
LENGTH 60.000

ANG 30.000
NO.HOLE 4
Steps :

1. Select plece.
Press , then the message window display “LINE_XY” to the
Linear Holes Processing. Press E] or E] to select XY place.

i>E>%E]E>{ J&) [ LINE_XY |

2. Select Linear Holes mode.

Press , then the message window display “LINE_S” . Press

E] or E] to select “LINE L” .
E>E>%E]E>[ Joo [ LINE L |

3. Input linear length;
Press , then the message window display “LENGTH” .
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Linear Holes Processing

X window despalys the formerly preset the linear length. Press @ @

in turn to input the linear length.

© w%@ [ 60,000 J@ [ LENGTH JE>%

4. Input angle;
Message window displays “ANG” which indicates the step is to
angle. X window despalys the formerly preset the angle. Press @

in turn to input the angle.

E>[EI[ 30.000 J@ [ ANG }Q%

S. Input number;
Message window displays “ANG” which indicates the step is to

angle. X window despalys the formerly preset the number. Press in

turn to input the number.

‘ E> E>‘[ 4 ) [ NO.HOLE ]Q%

6. Press E] until “NO 1” appears in the message window.
It is the position of the first hole to punch where the “0.000” is
displayed in X window and Y window by moving the machine table.

After finishing the first hole, press E] or E] to change holes number.

© 17.320 /& | N0 2

9 995 |y & &0 E @
| e olalololslo

7. After processing all holes, press to return normal display.
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ARC Processing

6.3 ARC Processing
Two functions are available for the ARC function: the simple ARC
Function and the smooth R function. Press to enter ARC function,
then press E] or E] for selecting smooth ARC function or Simple
ARC Function.
During installation, normally the coordinate of the machine and the

direction of X, Y , Z are as per follow. The work plane is shown as the
right figure.

Z (+positive direction) . ;
Y (+positive direction) L
XY plane R \& k:
OZV X (+positive direction) "‘ B

(RAD+TL) (RAD+TL)

L

Simple ARC Function:

When the smoothness is not highly demanded, the SIMPLE ARC
function is normally used for machining arc. In the SIMPLE function
there are only eight type of ARC used to machine. The operator just
select the type of R and input the parameters of the radius of Arc ,
MAX CUT and outer arc or inner arc. In general, an arc may be
machined by a planar slot TOOL or arc TOOL, the different between
them in different work plane as shown as per follows.

1. SIMPLE Simple processing
2. TYPE 1-8 Mode of the ARC.
3. SEL_XY(XZ,Yz) Select place
4, RAD Arc radius
5. TL DIA Tool diam eter
6. MAX CUT Feed step
7. RAD TL Outer arc and
inner arc
(only for XY place)

30




ARC Processing

Smooth ARC function :

Provides maximum flexibility in ARC machining, the ARC sector
to be machined by the coordinates of ARC. Very flexible, ARC function
can machine virtually all kinds of ARC, ever the intersected ARC.
Relatively a bit complicated to operate, operator need to calculate and
enter the coordinates of ARC centre, start angle and end angle.

Basic parameter as follow:

1. SMOOTH Mode of the Smooth ARC processing;
2. SEL_XY(YZ, XZ) Select place;
3. CENTER Refer to the position of an center.
4. RAD Radius of the ARC
5. TL_DIA Diameter of the TOOL
6. MAX_CUT Feed step
7. ST_ANG Starting angle
8. ED_ANG Ending angle
9. RAD+TL Outer arc.
RAD-TL Inner arc.

Example 1 for the Simple ARC Processing:
Parameters settings as follow:

SIMPLE Simple mode
TYPE 3

SEL_XY XY

RAD 80.000
TL_DIA 6.000

MAX_CUT 0.500

RAD+TL 1

Steps:
1. Select process mode

Press , then the message window display “SIMPLE” to the

ARC Processing. Press E] or E] to select mode of the simple, The
message window display “SIMPLE”
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ARC Processing

)

&> @ [ sMooTH o> % | @ [ SIMPLE

O

2. Input the type:
Press [EVT| until “TYPE” appears in the message window. X-

window despalys the formerly preset the type. Press in turn

J\

a>c> D | 3] [ TYPE

3. Select place
Press until “SEL_XY” appears in the message window.
Press E] or E] to select place to display “SEL_XY” ;

)

E>E>%Elt> [ Jim [ SELXY

4. Input radius:
Press [ENT| until “RAD” appears in the message window. X
window despalys the formerly preset the radius of ARC. Press
@ in turn to input the radius.;

@EN 80.000 | | RAD ]@{@5E>

5. Input Diameter of the TOOL
Press E] or E] until “TL DIA” appears in the message

window. X window despalys the formerly preset the Diameter of the

TOOL. Press @ in turn to input the Diameter value;

%:ﬂ 6.000 JfJ [ TLDIA J®%®

6. Input Feed step (MAX_CUT);
Press E] or E] until “MAX_CUT” appears in the message

window. X window despalys the formerly preset the MAX_CUT. Press

@ E] in turn to input the MAX_CUT value;

%BEN 0.500 | [ MAX CUT }@%@
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ARC Processing

7. Select outer arc or inner arc
Press E] or E] until “RAD-TL” appears in the message
window. Press E] or E] to select place to display “RAD+TL” ;

@ @[ _RAD+TL | £ @] o

a
b 0.00 ¥ Aagmom

8. After inputting all parameters, press the key for machining.

The DRO will display the position of the first point. Retract the
axes until the displays read 0.000, Machine the Arc point by point in
accordance with the display. After finishing the position of the first

point, press E] or E] to change position point.

N

0. 000 NO 1 -0. 505 NO

| | lm[lllll]i>®®®[ -
PEO0E

.00 18 BEgggg U 0. 000

8B
HE
=3
@E
0®
B8]

Press to quit R function any time.

Example 2 for the Simple ARC Processing:
Parameters settings as follow:

SIMPLE Simple mode

TYPE 3

SEL.XY  XZ ... \
RAD 80.000

TL_DIA 6.000 T

MAX_CUT 0.500

Steps:
1. Press , then the message window display “SIMPLE” to the

ARC Processing. Press E] or E] to select mode of the simple, The
message window display “SIMPLE”
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ARC Processing

B | B3 [ SIMPLE

E>E> %

2. Input the type:

Press [ENT| until “TYPE” appears in the message window. X-

window despalys the formerly preset the type. Press in turn

E>E> = | 3@ [ TYPE |

3. Select place
Press until “SEL_XZ” appears in the message window.

Press E] or E] to select place to display “SEL_XZ” ;

E>E>%Elt>[ J&3 [ SELXZ |

4. Input radius:

Press [NT] until “RAD” appears in the message window. X
window despalys the formerly preset the radius of ARC. Press
@ in turn to input the radius.;

o@s [womlew ] 9 B

5. Input Diameter of the TOOL
Press E] or E] until “TL DIA” appears in the message
window. X window despalys the formerly preset the Diameter of the

TOOL. Press @ in turn to input the Diameter value;
@ @[ so00 @[ Toia | D@D
B B

6. Input Feed step (MAX_CUT);
Press E] or E] until “MAX_CUT” appears in the message
window. X window despalys the formerly preset the MAX_CUT. Press

@ E] in turn to input the MAX_CUT value;
OOB@ED[ o0.500 J@ [ wAxcut | @@ [ rao-TL |
¥ H
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ARC Processing

7. After inputting all parameters, press the key for machining.
For 2-axis milling machine table , It is not installed with Z-axis,

please press E] or E] to simulate position of Z-axis. PressE]

simulate moving to the former process, and press E] simulate moving

to the next process point.

Z-axis simulate height
XorY axis ]

Set start point  _mOveposition_|[ 8.985 |0 [ z-' 0.500

for 0.000 Number of dial

]
0 0.500 | WO E0OE G
( Scale number of dial { | } . . . @ E] @

Z-axis simulate height = Number of dial x Z axis Dial + Scale number
of dial

Press to quit R function any time.

Example 3 for the Smooth ARC function:
Parameters settings as follow:

SMOOTH Smooth mode
SEL_XY(YZ,XZ) XY
CENTER X=0,Y=0
RAD 80.000
TL_DIA 6.000
MAX_CUT 0.500
ST_ANG 0.000
ED_ANG 135.000
RAD+TL 1

Steps:

1. Press , then the message window display “SIMPLE” to the

ARC Processing. Press E] or E] to select mode of the simple, The
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ARC Processing

message window display “SMOOTH” ; For 3-axis milling machine

table without this step. In second step. Then press .

E>E> % > | Ji) [ smooTH |

2. Select place
Message window display “SEL_XY” which indicates the select is

to place. Press E] or E] to select place to display “SEL_XY” ;

E>E>%E]E>[ J@ [ SELXY |

3. Input center position.
Press , then the message window display “CENTER” . X and

Y window displays the formerly preset center position. Input X =0, Y =

0 as follow.

[ 1000.000]J@ [ CENTRE |2\ %] [@ @I

oo 888888 -m » @9 owis

4. Input radius:

Press until “RAD” appears in the message window. X
window despalys the formerly preset the radius of ARC. Press
@ in turn to input the radius.;

@z> [ 80.000 )@ | RAD 0> %E> @[ TLDIA |

5. Input Diameter of the TOOL
Press E] or E] until “TL DIA” appears in the message
window. X window despalys the formerly preset the Diameter of the

TOOL. Press @ in turn to input the Diameter value;

%EM 6.000 | [ TLDIA JQ%@
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ARC Processing

6. Input Feed step (MAX_CUT);
Press E] or E] until “MAX_CUT” appears in the message
window. X window despalys the formerly preset the MAX_CUT. Press

@ E] in turn to input the MAX_CUT value;
QOB 0.500 |@ [ MAX cUT Jc>(WJe)[E [ RAD-TL |
4 4

7. Input starting angle.
Press E] until “ST ANG” appears in the message window. X
window despalys the formerly preset the starting angle. Then press

m in turn to input the starting angle.

v o BT )s0® s o Jol ]
b

8. Input ending angle.

Press E] until “ED ANG” appears in the message window. X
window dispalys the formerly preset the ending angle.. Then press
in turn to input the ending angle.

%ﬁ@%[ 135.00 |@ [ ED ANG |

9. Select outer arc or inner arc
Press E] or E] until “RAD-TL” appears in the message
window. Press E] or E] to select place to display “RAD+TL” ;

83. 000

NEEDBE
0.00 |8 Aa@m@am

%c>c>z>

10. After inputting all parameters, machining.
The DRO will display the position of the first point. Retract the
axes until the displays read 0.000, Machine the Arc point by point in
accordance with the display. After finishing the position of the first

point, press E] or E] to change position point.
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( 83.000 | [ NO 1 | { 82.995 | [ NO

N

E>E]®E> 5
DgRoEm - |

S]]
RE
=E
@&
)
B3

Press to quit ARC function any time.
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Oblique Processing

6.4 Oblique Processing

There are 2 ways available for maching oblique place:

a). on the place. b). on the place YZ, or XZ;

Only the following parameters need to be inputted:
INCL_XY(XZ,YZ) Set machine place XY,YZ,0r XZ place.

ANG The inclination angle of the oblique.
DIA The TOOL Diameter.

ST_POT Starting position,;

ED_POT Ending posting;

Example 1 for the Oblique XY place:

When the machining plane is on plane XY as the part shown in
Figure, the angle of obliquity of the workpiece should be calibrated
before the oblique plane is machined. Therefore , at this point the
machining of oblique plane plays the role of calibrating the obliquity.

Procedure for calibrating the obliquity

First place the workpiece on the worktable as per the required angle
of obliquity.

1) Enter the function of oblique plane.

2) Select the function of plane X Y .

3) Input the angle of obliquity.

4) Move the worktable until the measuring tool (such as a dial gauge)
installed on the milling machine touches the obliquity-calibrating plane,
adjust it to zero, and move the worktable for any distance in the
direction of X-axis.

5) Move the worktable in the distance of Y-Axis until the display

turns to zero.
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Oblique Processing

6) Change the angle of the work piece to make the workpiece touch
the measuring tool and adjust it to zero.
STEPS:
1. Select place
Press , then the message window display “INCL_XY” to the
Oblique Processing. Press E] or E] to select place to display
“SEL_XY;

Then press to in next step;

9o B> @  ow Jo

2. Input the angle of obliquity

The message window display “ANG” , X window dispalys the
formerly preset the angle of obliquity. Press @ in turn to input
the angle of obliquity .
| 0.000 |E) [ ANG

D& @ B @) 5y 45000 J@I [ ANG |

3. Move the workpiece along the X-Axis until the measuring tool

touches the workpiece adjust it to zero, and move the worktable for
any distance along the X-Axis.

| 0.000 |E [ MOVE X | > Movethemachine > || 50.690 &) [ MOVE X |

4. Press , display the value of Y-Axis. Move the workpiece along

the Y-Axis, change the angle of workpiece to make the obliquity-
calibrating plane touch the measuring tool until it turns to zero.
Move the worktable until Y-Axis is displayed as zero.

( 50.690 |0 [ MOVE X | [ 50.690 |6 [ MOVEY |
pEpaem— B = NPRNOEE
00 Hppemam 080 WHprEo

S. Press to quit oblique function any time.

40



Oblique Processing

Example 2 for the oblique XZ or YZ place:

When the machining plane is on plane XZ or YZ, the function of
TOOL inclination can instruct the operator to machine the oblique
plane step by step.

Procedures for using the function of cutter inclination:

When the machining plane is on plane XZ or YZ, first please
calibrate the obliquity of the primary spindle nose and set the TOOL:

20
INCL_XY(XZ,YZ) INCL_XZ @s@ ——
” 20
DIA 10.000 & >
ST_POT 20.000 -
ED_POT 20.000
STEPS:

1. Press , then the message window display “INCL_XY” to
the oblique Processing. Press E] or E] to select place to display

“SEL_XZ; Then press to in next step;

@@ [ INGLXZ Je) @) = [ o0.000 @ [ DIA |
& &

2. Input The TOOL Diameter
The message window display “DIA” , X window dispalys the

formerly preset the angle of obliquity. Press @ in turn to input

the TOOL Diameter of obliquity . OK, then press E] to in next step;

\[ 0.000 || DIA ]\E>d?@z>\[ 10.000 |@ [ DIA ]‘

3. Input ST_POT;
The message window display “ST_POT” , X and Y window dispalys

the formerly preset the stating position of obliquity. Input X= 0,
Y = -20.000. OK, then press E] to in next step;

[ 0000 J@ [ 8T POT Joh%@) (@ @)
ﬁ>i%@d>
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Oblique Processing

4. Input ED_POT;

The message window display “ED_POT” , X and Y window dispalys
the formerly preset the stating position of obliquity. Input X= 20.000,
Y = 0.000 .

([ 0.000 ]I [ ED POT }¢>f?@@¢>
058>0 @ @

5. After input all parameter, press the key El for machining.

For 2-axis milling machine table , It is not installed with Z-axis,
please press E] or E] to simulate position of Z-axis. Press E]

simulate moving to the former process, and press E] simulate moving
to the next process point.

Z-axis simulate height
i ]
Set start point Xor Y axit

o 0.000° 1" _move position [ 1.765 |8 [z | 1.765

Number of dial

|
é b 17650
Scale number of dial !

NEHEEGEMW

Z-axis simulate height = Number of dial x Z axis Dial + Scale number
of dial
Press to quit oblique function any time.
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6.5 Slope Processing

This function can calculate the position of everynprocessing point
automatically in processing slope. Only the following parameters need
to be inputted:

XZ,YZ Set machine place YZ, or XZ
ANG The inclination angle ‘ XY
7 STEP The slope length

each time processing

Example 1 for the Slope XZ place;
Step 1. Select place

Press , then the message window display “XZ” to the slope
Processing. Press E] or E] to select place to display “SEL_XY;
Then press to in next step;

%E>:> © [ 0000 @ [ ANG ]

Step 2. Input the angle of slope
The message window display “ANG” , X window dispalys the

formerly preset the angle of slope. Press in turn.

[ 0000 J@[ ANG || >cx @ B @) o[ 45.000 J@ [ ANe |

Step 3. Input Z_step;
The message window display “Z STEP” , X window dispalys the

formerly preset the stating position of slope. Input @ E] in turn.

| 0.000 )@ [ zsTeP || @IMEIJE> [ 0.100 |@ [z STEP |
O

Step 4:Finishing the ALL processing . Press to quit slope

function any time.
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Chambering Processing

6.6 Chambering Processing

1,FLAT_XY: machine place; 2, DIA:diameter of TOOL; 3, CENTER:
center of the chambering ; 4, SIZE: size of the chambering ;

Figure as follow:

2, h
< 150 —1—997//
= =
ey LN e — %
~ 75— I/
STEPS:

=nt
e

1. Press , then the message window display “FLAT_XY” to the

Chambering Processing.

@ @[ FLAT XY |5 & [ 0000 J@[ bpIA |

b B

2. Inpur DIA of the TOOL;

[ 0,000 |@[ DIA Jlo>cx (W[ @) > 10.000 || DIA |

3. Input the center coordinate;

[ 1000.000]J@ [ CENTRE |2\ %] (@ @30
) 080080 o

Dnaeon >0 © @85 0.000 /@

4. Input the size;

[ 1000.000 6 | IZE om0 O 0O B0
UWMGOEHW©

DEE0E0 MO @ © @)

5. process Chambering;

Move the machine until the display of the axis is zero,ie, the

position of the first point. Machine the first point . Display the next

machining point by pressing E] or E] .On the completion of
machining, the right window shows OVER. Press@ or E] , the system

will goto the first position for the next workpiece. Press to quit the

Chambering Function.
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The Tool Diameter Compensation Function

6.7 The Tool Diameter Compensation Function
Without TOOL compensation, the operator has to move the TOOL

for an additional distance of the diameter of the TOOL along each side
when machining the four 150 and 100 sides of a workpiece to finish
machining the whole brim. The digital readouts shall automatically
compensate when the TOOL compensation function is enable.
Note: the TOOL compensation is made in the direction of X and Yaxis.

Procedures:

1) . Enter the function of compensating the diameter of the TOOL.

2) . Select one of the (four) preset machining modes.

3). Input the diameter of the TOOL.

4) . Enter machining.

Tool diameter 6mm
PREY ol e Figure A

=

9 processing modes

Figure A Figure B Figure C

Stepl: press to enter the TOOL compensation Function. then the
message window display “TYPE” .Press @ )

[ 1+ @[ TveE || DF O [ 9 @ [ TYPE |
Step 2: input the diameter of the TOOL; Press @ in turn..

[ 0.000 |@[ DIA | (MO M)y 10.000 |@ [ DIA |
Step 3: Press E] to the machining Mode.

- 10.000 COMPENS
- 10.000 | OO EDOHD
®0
Machining of 2 side planes can be done by moving the TOOL until X-

Axis is 150.000 and Y-Axis is 100.000.Press the Key [} to quit the

Function.
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The Tool Diameter Compensation Function

6.8 Digital Filter of the Grinding Machine

When machine a work-piece by grinder, the display values quickly
due to the vibration of grinder. User can not see display value clearly.
Grinder DRO provides display value filter function to disable the quake
change of display value.
STEPS:

1. Enter display value filter function.

In normal display state, press to simultaneously, enter display

value filter function.
2. Exit display value filter function,;

Press [SFT] | exit display value filter function;

< )
@ 0> ABS S o ) © ABS ﬁ
b b
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Lathe Function

6.9 Lathe Function

6.9.1 200 sets TOOL Libs

It always needs different TOOL when processing different parts. For
convenient operation, the Lathe digital readouts has the function of
200 sets TOOL Libs.

Note: Only when the lathe is equipped with the tool setting block ,
the 200 sets TOOL Libs can be used.

1. Set a datum TOOL. After tool setting, Zero X axis and Z axis, the
set zero of absolute coordinate.

2. According to the size of TOOLI and datumTOOL, determine the
position of TOOL relative to zero of absolute coordinate and datum tool.
As Figure 6-1. The relative size of TOOL 2 is as follows X axis 25-30=-
5, Z axis 20-10=10.

3. Save the TOOL number and the size into digital readout.

4. The number of TOOL can be input at random, the digital readouts
will display the position of tool to absolute coordinate zero. Move lathe
until X axis and Z axis both display zero.

5. TOOL Libs can save the 200 sets of the data of tools.

6. The TOOL Libs must be use in the opening state. The 200 sets

TOOL Libs can be opened by continuously pressing ten times
until the right window flashes TL - OPEN and a mark “]” display at
the left of the right information window. The Mark indicate the
operator can setup or revise the 200 sets TOOL Libs. Continuously
pressing the key ten times will cause the 200 sets TOOL Libs to be
closed and the right window flashes TL - CLOSE and the Mark
disappear . When the Mark “]” disappear the 200 sets TOOL Libs can
not be revised.

The operations for TOOL data and calling TOOL is shown as follows.

Step 1: In ABS state, input the data of the 200 sets TOOL Libs. To
opening the 200 sets TOOL Libs by continuously pressing the key
ten time. A Mark “/]” will appear at the left window of the right

info window.
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Lathe Function

Step 2: Press to access the inputting state. Input TOOL 1 data:

1000. 000 | () ¢>C? © @ 0. 000
) DER0EE u
1000. 000 J (13 @B@[“>§ © @) 0. 000

Step 3: Input TOOL 2 data:

1000. 000 L T00L 2 %[ @ @)
ogocaa
1000. 000 @B@Qf? © @) 10. 000

Step 4: Press to continue to input the data of next tool. By pressing

number and the key [Erﬂ] , the operator can directly input the special

tool data. Press to quit.
After TOOL libs is setup. Use the TOOL libs according to the
following operations first mount the second tool.

Step 5: To access the using state by press . Then press .
[0 JEI[ CHOOSE || BF @[] & 2 J@ [ CHOOSE |
Step 6: Press E] or E] Select the base TOOL. Then press .
o J@[ BASE | DF @) 5

Step 7: Press to quit the function;

Note:
When the base tool is used, the axis can not be zeroed in ABS state .

1 @@ [ BASE |

When the others are used, the axis can only be zeroed in INC state.

6.9.2 Taper Function
For lathing the workpiece with taper, the taper of the workpiece can

77 I

be measured in processing;

&

ra— 2V
= e
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Lathe Function

Operations :
As figure, contact surface A of workpiece with lever readouts and
resets the lever readouts point to zero.

Step 1: Press , then the message window display “MEASU” to the

paper processing. Move the lever readout to the surface B until the
lever readouts point as follow;

M h
E> E> leve(r)‘li:;dgut
b

Step 2: Press to calculate .

[ 4907 | [ MEASU ]

S]]
BE
=E
&)
)
EE

&

[ 4.907 | [ MEASU | 2 @ ¢>[ 60.000 |[J [ ANGLE |
Rt LN N Y eI an) g
(ss0 mBZdEgE b 30.000

Step 3: press to quit the function;

HE
8E
=3
@&
U®
E[8)]

6.9.3 R/D Function
For 2 axes Lathe and 3 axes Lathe, press , The display Mode

of X axis is switched between Radius and Diameter . When X axis for
display of Diameter, A mark “%” will appear at the left of the right
information window, but when X axis for display of iameter , the mark
“%]” disappear . Only X axis has the function of the diameter / radius
transformation.
6.9.4 Y + Z Function ( only applicable to : 3 axes Lathe)
For 3 axes Lathe, the counter of Y axis and the counter of Z axis

can be added to displayed in the Z axis by pressing the key ,

then press the key can cancel the Y + Z function.
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EDM

6.10 EDM (Special customization function, if you need to buy, please
contact the dealer to customize)
1. Description: This function is used for the special machining of

Electro Discharge Machining (EDM). When the set target value of EDM
Z- axis is equal to the present value, the digital readout will output the
switch signal to control EDM to stop the depth machining.

The setting of Z-axis direction the Digital Readout is shown as Fig 1,
i.e. The deeper the depth is, the large the coordinate value of Z-axis
displays. Since starting machining, the depth will gradually deepen
and Z-axis.

According to the set Z-axis direction, the machining direction is
divided into positive and negative machining. When the electrode
descends and the machining is carried out from up to down, the digital
readout value will increase, which is called positive machining (Positive).
The setting of this direction is the normal setting.

When the electrode ascends and the machining is carried out
from down to up, the digital readout value will decrease. The
machining direction is negative direction (negative), which is also called
negative machining (shown as Fig.1)

The Digital Readout also features other functions, such as negative
fire proof-height. Negative fireproof height function is a kind of
intelligent position follow check safety protective device. In the process
of machining, the electrode surface will generate the carbon
accumulation phenomenon. Due to the long-time or diurnal machining
without tending , when generating the carbon accumulation and
nobody makes the cleaning, the electrode will slowly increase along the
negative direction. Once the electrode exceeds the liquid level, it will
frequently catch fire and cause losses. This function is just set to aim
at this problem. When setting negative fireproof height, and the
increased height of electrode exceeds the height between it and the
depth of machined surface (i.e. Negative fireproof height), the digital
readout display will blink for waring; at the same time, the output
signal will automatically turn off EDM to eliminate the fire chance.
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EDM

o Negative
4 99 s Fireproof
4 _10 2 Height
4 9 % Electrode /
- 10 Z
4 T 0
20 o Work
=, piece Figure 2
Z
v Z
Figure 1

2. procedure :
See the following example for detailed machining.
1) Before machining, firstly set each parameter of DEPTH
(machining depth);ERRHIGH( negative fireproof height), machining
direction(POSITIVE / NEGATIVE) ; exit mode (AUTO/STOP) and
EDM Relay Output Mode.
2) Move the main axis electrode of Z-axis to make it contact the
workpiece reference. Clear A-axis to zero or set the value.
3) Enter EDM machining by press the key -
4) X-axis will display Machining depth target value. Y-axis will
display Value has been to be depth. ( The value on Y-axis is the
value that the workpiece has been machined depth) Z-axis will
display Self-position real time value. ( The value on Z-axis is the
position value of the main axis electrode of Z-axis.)
5) Start machining, Z-axis display value is gradually close to the
target value, and Y-axis display value is also gradually close to the
target value. If at this time, the electrode is repeatedly up and down,
Z-axis display value will change subsequently, but Y-axis display
value will not change, which will always display the machined depth
value.
6) When Z-axis display value is equal to the set target value, the
position reaching switch will be turned off, EDM will stop machining,
According to the operator setting. There are two kinds of exit modes:
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EDM

a) Automatic Mode:

it will automatically exit from EDM machining status and
recover to the original state before machining;

b) Stop Mode:

It will always stay at the machining interface after finishing
machining, and you should press to exit and back to the

original state.

Operation steps:

The DEPTH (machining Depth), ERRHIGH (Negative fireproof height),
exit Mode, EDM Relay Output Mode and machining direction should
be set.

STEPS:

1. Press to enter the EDM Function. Press E] to input
parameters;Press E] to enter EDM machining state.

2. Input DEPTH ( machining depth). Press the key E] to set the

next parameter.

E>E>f?@i>{ 20.000 )@ [ DEPTH |

3. input ERRHIGH ( Negative Fireproof Height ) (undefine) .Press the

key E] to set the next parameter.

%E> [ ERRHIGH |0 & E DB @ ED>| ~150. 000 | (@ [ ERRHIGH |

4. Set machining direction(Positive or Negative). Press E] to select

Positive direction. Press @ to select Negative direction. Press the key

E] to set the next parameter.

%@ D& [0 6o

—_

@ [ PosITIV |
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EDM

5. Set exit Mode (AUTO Mode or STOP Mode) Press @ to select
AUTO Mode; Press E] to select STOP Mode ; Press the key E] to set

the next parameter.

gi> D& 0o

6. Set the Output Mode (Mode O or Mode 1); (undefine ). Press @ to
select Mode O; Press to select Mode 1.

%E> _ wooe o @@ 1 @[ wooe |

1 Jm [ sToP |

7. Continuously press E] to return EDM for machining. press

to quit the function;

Example 1: positive direction machining ;
Machining is shown as the model chamber as follows

25!

A

Electrode

Work
f §|/ piece

B

Positive

STEPS:
1. Touch one side of the workpiece with the TOOL,then press ,

zero the Z axis,

[ 1000.000 | @ D & ()| 0.000 @

2. Press , Setting DEPTH for 20.000; press E] to EDM for
machining;

E>E>f?@t>[ 20.000 |@ [ DEPTH |

3. Starting machining,
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EDM

Machining depth target value —-% 20. 000 } { EDM RUN }
Value has been to be depth —-% 0.000 }
Self-position real time value —-F O ) O 0 0 }

Example 2: Negative direction machining
Machining is shown as the model chamber as follows

"

A B
1+ Touch one side of the workpiece with the TOOL,then press ,

zero the Z axis,

[ 1000.000/ @ | © & [ © [ 0.000 @

2+ Press m , Setting DEPTH for -20.000; press E] to EDM for

Work
piece

Negative

machining;

E>E>f?@t> (-20.000 | @[ DEPTH |

3.\ Starting machining,

Machining depth target value —-% 20. 000 } [ EDM RUN }
Value has been to be depth —-% 0.000 }
Self-position real time value —-F 0.000 }

Example 3: PCD Function for EDM
PCD Function can access the EDM Function . The operator enters
PCD Function to input parameters for PCD and enter PCD machining

state. At every position for machining, press the key M to access the
EDM Function .
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EDM

When entering EDM Function, the operator can input the parameters
for EDM.
The operation procedure is as follows:
1) Set PCD parameters(the setting is the same as the common setting
of PCD)
After input all parameters and enter PCD machining state. The
position of the first hole will be display.

2) Press m to enter EDM Function parameter( the setting methos is
the same as the common setting of EDM parameter); after input all
parameters , continuously press E] to enter EDM machining state.
When the machining is done, press to quit EDM function and
enter PCD machining state.

3) In PCD machining state, press E] for the position of the next hole,

move the machine to the display value O , then press . to access

EDM function again.
4) Repeat the step 2 and step 3 for the following machining points.
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Calculator

7 Calculator

The Calculator not only provides normal mathematical calculations
such as +, -, x, /, it also provide trigonmetric calculations such as
SIN, Arc SIN, COS , Arc COS, TAN, Arc TAN SQRT etc.
The Operations are same as the commerical calculators, easy to use.
Enter and exit Calculator Function

In normal display state: Press to enter calculator function.

In calculator display state: Press m to exit calculator function.

Transferring the Calculator Results fo Selected Zxis.
After calculating is finished, if the Calculator display Mode Set for

mode 1 , user can:

Press to transfer the calculated result to X axis; then the X
window will display this value;

Press m to transfer the calculated result to Y axis; then the Y
window will display this value;

Press m to transfer the calculated result to Z axis; then the Z

window will display this value;
Transferring the Current Display Value in window to Calculator.
if the Calculator display Mode Set for mode 1 , user can:

Press to transfer the display value in X window to calculater;
Press to transfer the display value in Y window to calculater;

Press to transfer the display value in Z window to calculater;
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Appendix

8 Appendix

1. Troubleshooting:

The following are the preliminary solvents for troubleshooting.

If there is still trouble, Please contact out company or agents for
help.

Troubles

No display

Possible reasons

Power isn’t connected

Power switch is off.

. The range of power voltage is not right.
The inner power of Linear Scale is
short.

oo

Solvents

Check power wire and connect the power
Turn on the power switch.

The range of voltage is in 80--260V
Unplug the connector of linear

scale

bl

One axis is not counting

N

. Replace the linear scale of the other
axis.
.DRO is in special function

N

-

. If count is normal, the linear scale
has trouble; If abnormal, the DRO
readouts has trouble.

. Quit the special function.

N

Linear scale is not
counting

-

. Reading head is bad for using range
exceeds.
. Aluminum chips is in reading head
of linear scale.
. The span between the reading head
and metal part of linear scale is large.
The metal parts of linear scale is damage.

N

w

-

.Repair the linear scale
2. Repair the linear scale
3. Repair the linear scale
4. Repair the linear scale

Counting is error

Shell is poor grounding.

Low precision of machine.

Speed of machine is too rapid.
Precision of linear scale is low.

The resolution of DRO readouts and
the linear scale is not match.

The unit (mm/inch) is not match.

[ SRR IFS

© N o

Setting thelinear compensating is not arrest.
Reading head of the linear scale is damaged.

1. Shellis good grounding.

2. Repair the machine.

3. Reduce the speed of machine.

4. Mount the linear scale again.

5. Set the resolution of the DRO again,
6. Cover the unit of display mm/inch.
7. Reset the linear compensation.

8. Repair the linear scale.

The counting of
the linear scale
is not accurate

. The mounting of linear scale does not demand the
requirement, and the preision is not adequate.

The screw is loosen.

Precision of machine is low.

. The resolution of digital readouts and the linear
scale is not match.

e

1. Mount the linear scale again and
level it.

Lock all fixing screws.

Repair the machine.

Reset the resolution of digital
readouts.

poN

Sometimes the linear|
scale is not counting

N

. The small car and steel ball is separated.

. The glass of reading head is wearied.

. The glass of reading head of the linear scale
has dirt.

4. The elasticity of the steel wire is not adequate.

w N

Repair the linear scale.
Repair the linear scale.
Repair the linear scale.
Repair the linear scale.

SN =
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Appendix

2. Specifications of Digital Readout.
1) Supply Voltage range: AC 85V ~ 230 V; 50 ~ 60 Hz
2) Power consumption: 15VA
3) Operating temperature: 0°C-- 50°C
4) Storage temperature: - 30°C-- 70°C
5) Relative humidity: < 90 % (25)
6) Max Coordinate number: 3
7) Readout allowable input signal: TTL square wave
8) Allowable input signal frequency: < 5 M Hz
9) Max resolution of digital display length: 0.01 um
10)Max resolution of digital display angle: 0.0001 / PULSE

3. Instructions

300 80

—53—
I (ol )
0EHEEEm
190 z 7
C 18 "0 144
HEHEEELODOEER
ODEPEOEHPE @M
44
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4. Examples of character output at the data interface

1. X,Y,Z Axis

i@ ® 6 O c?

® ® ®

Pin TTL (Standard) Pin TTL (Standard)
1 1 5V
2 oV 2 oV
3 3 A+
4 4 B+
5 5 R+
6 A+ 6

7 5V 7

8 B+ 8

9 R+ 9

For your convenience,
If you buy a digital readout,

The wiring definition of your linear scale must be the same as the 2 definitions in the
above diagram to be universal!
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Installation Instructions

10,90

8,30 LO+124
w o
o 2 o8
N = ~|€
MH ® ] ﬁ (
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® 21,60
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TTL signal Output: EIA-422-A signal Output:

A_[ L[ ]
A A LT 1|
BL [ 1|
| —
BL,_I_I_F Bl LI L
| 190 °Phase Difference z 1L

- | Z |

1. TECHNICAL PARAMETER

Signal Cycle—r—'] J_ Signal Cycle
51\/7
|

1.1 SCALING DISTANCE: 0.02 MM (50LINES /MM)

1.2 RESOLUTION: 5uM, 1uM, 0.5uM

1.3 PRECISION: #3pM, *5pM, *15pM/M  (20£0.1°C)

1.4 MEASURING RANGE: 30~3000MM

1.5 MOVING SPEED: HIGH-SPEED ENCODER 120 M/MIN (TO BE CUSTOMIZED)
ORDINARY ENCODER 60M/MIN

1.6 POWER SUPPLY: +5V£5%. 80MA

1.7 CABLE LENGTH: STANDARD 3M (SPECIAL LENGTH AVAILABLE ACCORDING TO THE USER’S
NEEDS)X]

1.8 WORKING TEMPERATURE: 0~45°C

1.9 PIN DESCRIPTION:

1) APPLICABLE TO: 9 PIN SOCKET EIA-422-A SIGNAL OUTPUT.
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1) Applicable to:

FG~

5

/
OOOd

p © oq
\

L
X

0

Q//

\9

9 pin socket EIA-422-A signal Output.

Pin
. 1 2 3 4 L 6 7 8 9
Position
Signal A ov B Empty | Z A | +5V B V4
Green Orange White .
Color Black FG Green | Red | White |Orange
Black black black
FG: Shield connected to metal casing.
1) Applicable to: 9 pin socket TTL signal Output.
Pin
» 1 2 3 4 5 6 7 8 9
Position
Signal ov Empty A | +5V B V4
Color Black FG Green | Red | Orange | White

FG: Shield connected to metal casing.
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Linear scale
Installation drawings
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10,90

Installation method:

8,30 LO#124

8 8
N < VAR g (s
I b
: oo o[ J| | ITITITIT .
8,30 L0+124 (K) 260
ViR s
7 (\ F\ M
g . 2 e
) =] 1 —l o o
g 6,00 o 6,00 a [}
21,60
[ZToTA]
Standard size: unit:mm)
Model LO L1 L2 Model LO L1 L2
YE-50 50 174 190 YE-550 550 674 690
YE-100 100 224 240 YE-600 600 724 740
YE-150 150 274 290 YE-650 650 774 790
YE-200 200 324 340 YE-700 700 824 840
YE-250 | 250 374 390 YE-750 | 750 874 890
YE-300 300 424 440 YE-800 800 924 940
YE-350 350 474 490 YE-850 850 974 990
YE-400 400 524 540 YE-900 900 1024 1040
YE-450 450 574 590 YE-950 950 1074 1090
YE-500 500 624 640 YE-1000| 1000 1124 1140

LO: Effective measuring length of the linear encoder; L1: Length of linear encoder
mounting holes; L2: Linear encoder overall length
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Maintenance:

1. The effective travel of the linear encoder should be longer than the maximum
travel of the machine tool. If the length is not enough, replace the linear encoder
with a larger stroke or add a limit block on the machines.The end position of the
reading head from the end of the linear encoder body should be not less than
10mm space, (see the following diagram).

Right door head
- body of a foot

Left door head

Signal Cable
Reading head

2. For any non-machined surface, a shim must be placed on the back of the linear
encoder or a user-made installation shim must be used to ensure the stability
and reliability of the connection between the grating ruler and the mounting surface.

3. When using a dial gauge or similar instrument to calibrate the parallelism of the

linear encoder, the angle of the side head must be within £30 degrees, and the
smaller the angle, the better.

0
@0
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4. The installation position of the linear encoder must avoid direct impact from iron
filings, oil, water, and dust (as shown in the figure below). The installation length
of the L-plate should be as short as possible under possible circumstances, and
the force situation of the mounting surface must be taken into consideration.

o
0 0 0 0 0 0
0 o 0
0
0
0 0 8 5 0 @ 0
0 0
o )
0 : : : P um

E— ————

Wrong installation

Correct installation

5. There must be a gap of 0.5mm or more between the dust cover and the ruler
body, and avoid contact between the dust cover and the ruler body when
moving the reading head (as below).

6. Installation screw thread depth, at least must have 6 teeth of locking depth;
force greater part, such as supporting the digital display meter shelf fixed plate,
must have 8 teeth of locking depth; YE series of scale, the depth of the thread
depth of the locking depth. Such as supporting the digital display meter shelf fixed
plate, must have more than 8 teeth locking depth; YE series scale With M4 screws
installed mounting surface tapping after surface deburring, paint, stain removal.
(The following figure)

[/

Dust cover
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7. The fixing of the signal line must take into account all relevant moving distances.
Fixing position as far as possible placed in the very center of the stroke, and the
excess signal line is fixed with a wire tie.

8. Adjustment of the scale height level must be the length of the scale center to take
the two sides of the symmetry point Do adjust the reference point, any scale
regardless of the school level direction or height direction, the Adjustment range:
for the scale body, to the head from the scale body at a distance of not more than
20mm from each end shall prevail. For the reading head, between the two
quadrilateral reference surfaces (the following figure)

9. The bending radius of the signal line of the scale is greater than 60mm.

R>735
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10.Scale installation standard

(1) Installation base surface standard (Figure 4.8a.b.c three installation methods)
1.The installation surface of the ruler body is parallel to the installation surface
of the reading head, and the parallelism between the installation surfaces
is <0.1mm
2.The installation surface of the ruler body is perpendicular to the installation
surface of the reading head, and the perpendicularity between the installation
surfaces is <0.1mm

2) Ruler body installation standards (Figure 4.9, Figure 4.10)
1. Height direction relative to the machine guide parallelism <0.1mm, maximum
not more than 0.15mm In terms of symmetry point, the smaller the better.

3) Standard of reading head installation
1.The clearance between the reading head and the height direction of the ruler
body is 0.8mm-1.6mm after installation, and then withdraw the pad block
(Figure 4.11)

45

4.9

2. Reading head a side and ruler body B side.
Misalignment in horizontal direction.
0.25+0.15mm

0.8-1.6

' 3. Parallelism of reading head relative to
machine tool <0.10mm, maximum cannot

exceed 0.30mm
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Parameter:

Modle

SNS-3V-YE102024

SNS-3V-YE161838

Rated voltage:

AC85-230V 50Hz/60Hz

Resolution 5 um
Number of axles 3
10 inches 16 inches
Range 20 inches 18 inches
24 inches 38 inches

Standard accessories:

Accessories for grating ruler:

1. Ruler cover* 3

2. Lmounting plate * 4

3. Plug*6

4 Screw pack * 3 bags

Eachbag contains:

Internal hexagonal screw M4 * 30 * 4;
Internal hexagonal screw M4 * 12 * 2;
Internal hexagonal screw M4 * 8 * 4;

Accessories for digital display meters:
1. Support rod * 1

2. Knife holder plate * 1

3. Transparent watch case * 1

4. Powercord * 1

5. Watch holder * 1

6. Butterfly piece * 2

7.M8 * 70 screw * 1

6. M10 * 55 screw ™ 1

9. NutM10*1 UU-shaped gasket T=0.2mm * 2;
10. Nut M8 * 1 Washerp 6* 2;

11. Nut M5 *1 Washerp 5* 2;

12. Internal hexagonal screw M5*20*2 | Washerg 4 * 6;

13. Internal hexagonal screw M5 * 25 * 1 Linecard* 2

14. M4 * hex socket screw * 4

15. M5 * 10 machine meter screws * 2
16. Washerp 10*1

17. Washergp 8™ 1

18. Washergp 5™ 1

19. Rubberwasher20*10*1* 1

20. Rubber washer 20 *10*0.5*1
21. Spring washer ¢ 10 * 1

22 Spring washerg 8 * 1

23. Spring washerg 5 *1

This device complies with Part 15 of the FCC Rules. Operation is subject to the
following two conditions:(1)This device may not cause harmful interference, and
(2)this device must accept any interference received, including interference that
may cause undesired operation.
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VEVOR

TOUGH TOOLS, HALF PRICE

Assistance technique et certificat de garantie électronique

Www.vevor.com/support

MANUEL D'UTILISATION DE L'AFFICHAGE DRO

MODELE : SNS-3V-YE102024 IS NS-3V-YE 161838

nous continuons a nous engager a vous fournir des outils a des prix compétitifs.
«Sauver lamoitie » | « Moitié prix » ou toute autre expression similaire utilisée par nous ne représente qu'une
estimation des économies que vous pourriez réaliser en achetant certains outils chez nous par rapport aux principaux
grandes marques et ne vise pas nécessairement a couvrir toutes les catégories d'outils que nous proposons. Vous
nous vous rappelons de bien vouloir vérifier attentivement lorsque vous passez une commande chez nous si vous étes
en fait, vous économisez la moitié par rapport aux grandes marques.
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®
VEVOR AFFIGHAGE DRO

TOUGH TOOLS, HALF PRICE

MODELE : SNS-3V-YE102024 SNS-3y/-YE161838

‘) o —

L J
J-i T -

{ )
Y L

{ )

BESOIN D'AIDE? CONTACTEZ-NOUS!

Vous avez des questions sur les produits ? Besoin d'assistance technique ? N'hésitez pas a nous contacter.

Contactez-nous:

Assistance technique et certificat de garantie électronique
Www.vevor.com/support

Ceci est l'instruction originale, veuillez lire toutes les instructions du manuel

attentivement avant de I'utiliser. VEVOR se réserve une interprétation claire de notre manuel d'utilisation.
L'apparence du produit sera soumise a la

produit que vous avez regu. Veuillez nous pardonner, nous ne vous informerons plus s'il y a des mises a

jour technologiques ou logicielles sur notre produit.
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Chers utilisateurs :

Nous vous remercions d'avoir acheté les afficheurs numériques multifonctions de la série -

Les affichages numériques sont utilisés dans une grande variété d'applications. Celles-ci incluent

machines-outils , dans les axes g'alimentation, les équipements de mesure et d'inspection, 'EDM et les

appareils de division, outils de réglage , stations de mesure pour

controle de la production. Afin de répondre aux exigences de ces

applications, de nombreux encodeurs peuvent étre connectés aux lectures numériques.

Lisez attentivement toutes les instructions du manuel avant utilisation et

suivez-les strictement - conservez le manuel pour référence ultérieure -

Attention a la sécurité :

®

Pour éviter les chocs électriques ou les incendies, I'hnumidité ou les projections directes

Il faut éviter d'utiliser du liquide de refroidissement. En cas de fumée ou de phénomeénes particuliers
une odeur se dégage de I'affichage numérique, veuillez débrancher la prise d'alimentation
immédiatement, sinon, un incendie ou un choc électrique pourrait se produire.

un tel cas, n'essayez pas de le réparer, veuillez contacter I'entreprise ou

distributors.

L'affichage numérique est un appareil de mesure précis utilisé avec un appareil optique
Echelle linéaire - lorsqu'elle est utilisée, si la connexion entre le

L'échelle linéaire et I'affichage numérique sont cassés ou endommagés

de I'extérieur, des valeurs de mesure erronées peuvent en résulter - Par conséquent,

I'utilisateur doit étre prudent.

N'essayez pas de réparer ou de modifier I'affichage numérique, sinon, vous risquez de tomber en panne.
une panne ou une blessure peut survenir. En cas de condition anormale,
Veuillez contacter I'entreprise ou le distributeur.

Si I'échelle linéaire optique utilisée avec I'affichage numérique est endommagée, n'utilisez pas d'échelle
linéaire d'une autre marque. - En raison des performances, des spécifications et de la connexion des

produits de différentes marques,

ne doit pas étre connecté sans l'instruction d'un technicien spécialisé

personnel, sinon des problémes seront causés a |'affichage numérique.

With the continuous updating of products, if there are changes or
En cas de modification des paramétres de I'échantillon, les fichiers aléatoires prévalent et la société

a le droit d'interprétation finale sans préavis.
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[llustration of Panel and keyboard

THREE AXIS PANEL
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Caption of the keyboard

Keyboard Description

(] [

Keys for axis selection

Zero select axis

Enter +/- sign

)

Enter decimal point

@G GEGE A
gjojajojn

Entry keys for numbers

HEHXNEHE

Operation key (in Calculation function
key)

(TR

Enter or quit calculating state

=
~

Cancel incorrect operation

Calculate inverse trigonometric

Square root

™
= gl =
— =

Confirm operation

=

=
-
=|

Toggles between inch and millimeter
units.

Press when ready to identify a reference
mark.

o
==
-

Function keys for 200 sub datum

ARC cutting function

holes displayed equally on a circle

BliENE

holes displayed equally on a line
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Caption of the keyboard

EN

Calculate trigonometric or Slope
Processing function key

X

Calculate trigonometric or rectangular
inner chamber processing function key

N

Calculate trigonometric or the tool
diameter compensation function key

.
=
v

Toggle between ABS/INC coordinate

Stroll up or down to select

Taper measured function key

Tool library call key

Opens the tool table.( lathe)

EDM function key

Filter display function key

Half a display value of an axis

=l | = =211 M= B
=
EAEEEB@@

Non Linear Error Compensation
function keys
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Parameters settings

3. Parameters settings
3.1 Parameters setup routine entrance.

Press E] to enter initial system and self-check after DRO powers

on in 1 second, then Parameters settings display in the

Parameters window.press [Z] E] to select the item you want to chang.
If you want to quit initial setting, press [B E] until “QUIT”

appears in message window and press. You can also press [Z] to

quit initial setting.

3.2 Parameters Settings Description

3.2.1 Setting the Resolution

Press E] E] until “RESOLUTE” appears in message window;

When selecting the LINEAR encode, the resolution will be set as
follow:
There are 19 types of resolution:

0.01um;0.02um;0.05um;0.10um;0.20um;0.25um;0.50um;1.00um;
2.00um;2.50um;5.00um;10.00um;20.00um;25.00um;50.00um;
100.00um;200.00um;250.00um;500.00um.

Press to change the resolution for X axis;Press to change
the resolution for Y axis;Press to change the resolution for Z axis;

Set the resolution 5.00um to 1.00um for X axis:

[ 5.00J@ [ RESOLUTE Jig\(y) )| 1.00]@
DDROE @  NEROEOE
peEgEe © nlalololelm

When selecting the rotary encode, the resolution will be set as

follow:

Input the rotary encode parameter value .

( 5.00)8 [ RESOLUTE | Amjm me)e)e)mc) [ 5.00)&
O
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Parameters settings

3.2.2 Setting Positive Direction for Counter
Press [Z] E until “ DIRECTE” appears in message window.
Direction ‘O’ means the display value will increase when scale
moves form right to left and decrease when scale moves from left to
right. Direction ‘1’ means the display value will increase when scale
moves form left to right and decrease when scale moves from right to
left.

Press (X to change the Direction for X axis;Press to change

the Direction for Y axis;Press to change the Direction for Z axis; as
follow:

[ 0J& [ DIRECTE gy 16
(] () (g (J () (9
C:::jlm...a@‘® L 0 5@
3.2.3 Toggle Betwween R/D Display Mode

Press E] E] until “R OR D” appears in message window. X

window, Ywindow, Z window displays ‘O’ or ‘1’ separately.

=]
z

@8
0O®
[B]E]

‘0’ is mode R, which means the dispay value equals the actual
measurement. ‘1’ is mode D where the display value equals the

double actual measurement. Press m to change the R/D for X
axis;Press o change the R/D for Y axis;Press to change the
R/D for Z axis; as follow:

( 0J8 [_RORD eyl 1)@ R OR D

DREOE0 mmis el
L YU Eee05 O C— 9 alololal

o
vl

)
Q&)

©)
BE

B
S5

3.2.4 Setting Z axis Dial

Press [Z] E until “Z DIAL” appears in message window.

Z axis dial should be set if Z axis is emulated for 2 axis milling and
only install linear scale for X,Y axis. Z axis dial means the distance the
Z axis travels when screw runs a revolution.
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Parameters settings

Set the Z axis Dial 2.5mm as follow ;

[—RT[ \c{>m@@@af>!@|

3.2.5 Setting the Rotary Radius of the Workpiece
Press @ @ until “RDIUS” appears in message window.
The Rotary rdius type is used perimeter to measure angle.

Input the Rotary Radius parameter value 2000mm as follow:

[ @ (RIS Jomepeonome | 18
NEEODBD
El )

3.2.6 Setting the Angle Display Mode
Press E] E] until “ANG DISP” appears in message window.

Press m to change the angle display mode for X axis;Press m to

change the angle display mode for Y axis;Press to change the angle
display mode for Z axis; Example for X axis:
“0.0000” means the angle mode is Circulating DD;
“0000.0000” means the angle mode is Incremental DD;
“0.00.00” means the angle mode is Circulating DMS;
“0000.00.00” means the angle mode is Incremental DMS;

( 0.0000 (3 [ ANG DISP ]E>E>[oooo.oo.oo] [ ANG DISP |
B OB BEEO® @
— - O I — e

3.2.7 Setting the Baudrate of RS_232 (Special customization function,
if you need to buy, please contact the dealer to customize)

Press @ @ until “BAUDRATE” appears in message window.
Set the Baudrate 115200 as follow ;

[ 9600 )@ [ BAUDRATE Jop (1) (1 (8 @ () () & [C_115200 )@
H
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parametres de réglage

3.2.8 Réglage de I'activation ou de la désactivation de la mise & zéro absolue
presse @ jusqu'a ce que « ABS ZERO » apparaisse dans la fenétre de message-

le signifie que le fonctionnement de la mise a zéro ABS et des données prédéfinies sera
activer dans I'état d'affichage normal -
1 signifie que le fonctionnement de la mise a zéro ABS et des données prédéfinies sera
désactiver dans I'état d'affichage normal -

appuyez pour modifier le mode de mise a zéro absolue de I'axe x, appuyez sur
Lo| a

pour modifier le mode de mise a zéro absolue pour I'axe Y, appuyez sur

modifier le mode de mise a zéro absolue pour I'axe Z ; Exemple pour |'axe x -

E— HE D -
DEEEm

3. 2.9 définition de la forme absolue de la fonction spéciale
presse @ @ jusqu'a ce que « ABS ASST » apparaisse dans la fenétre de message-
'0 signifie que seule la valeur de position de fonction spéciale est affichée dans le
opération de fonction spéciale.
"1'  signifie valeur de position de fonction spéciale + ABS La valeur de position est
affichage dans I'opération de fonction spéciale.

presse pour changer le mode absolu de la fonction spéciale,

étre défini comme suit :

— e e Y — ]

3.2.10 réglage de la Calculator wode d'affichage
presse @ @ jusqu'a ce que « UCCTR MODE » apparaisse dans le message window

m €2daBulatrice affiche la valeur au vent x dans le moyen la calculatrice affddNe la disply;

"1'  valeur dans la fenétre de message dans l'affichage ;

presse pour changer le mode d'affichage de la calculatrice sera défini AS follow:
. 0]\ CTR M DB Do 1® MODE CTR

Réglage de la luminosité de I'affichage LED, le réglage par défaut d'usine est uniquement

3.2.11 Réglage de la luminosité de I'écran

"3", plus le paramétre est élevé, plus la luminosité est élevée. appuyez sur "xo" pour
définir, il n'est pas recommandé de définir vous-méme la valeur par défaut.

10
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Parameters settings

3.2.12 The linear scale counting frequency setting
The factory default setting is only "12", the higher the parameter,

the lower the counting frequency, press "X0" to set, it is not recommended
that you set the default value yourself.
3.2.13 Setting QUIT: Digital display table parameters quit button.
3.2.14 Setting the type of the DRO.
The type of the DRO will be display on the right window. then press
the key to select the correct type. the following system item will be set:
“MILL-3” means the DRO type is 3-axis milling machine table;
“MILL-2”  means the DRO type is 2-axis milling machine table;
“LATHE-2” means the DRO type is 2-axis lathe table;
“LATHE-3” means the DRO type is 3-axis lathe table;
“GRIND”  means the DRO type is Grind table;
“EDM” means the DRO type is EDM table; (Special customization
function, if you need to buy, please contact the dealer to customize)

8 [ WMILL3 oMo )@ [ MILL_2
3.2.15 Signal Interface Type {b
Message window displays “ SEL AXIS” which indicates the step
is to Sensor input signal mode. Press to change the signal mode
for X axis;Press to change the signal mode for Y axis;Press . to
change the signal mode for Z axis;Example for X axis:
Press to scroll through the Rotary encode type, the Linear

encode type, the Rotary rdius type.
X window displays the Signal type.

“LInER” means the Signal type is linear encode type ;

“EnCOdE “ means the Signal type is Rotary encode type;

“RdAIUS” means the Signal type is Rotary rdius type ;
Example: currently in the linear encode type, to toggle to the Rotary
encode type;

(LINR __]@ E>E>[ENCODE J@ [ SEL AXIS |

11
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Parameters settings

3.2.16 Restore Factory Settings:

Clear all data except DRO type.DRO will load default setup for
parameter.After loading default setup,user must search RI once to
enable resuming ABS dadum function;otherwise to resume the datum
by RI is unable;

Message window displays “ ALL CLR” , press [eNT| and message

windows display “PASSWORD” indicating the operator to input
password; Press 2000 + in turn to load default value;

[ )@ (AL CLR ]E>ﬁ>[ J@ [ CLR OK ]
3.2.17 Shrinkage Ratio enable or disable.
Message window displays “ SRK OFF” to disable Shrinkage rate

function. Press [ENT| to enable Shrinkage rate function in Message
window displays “ SRK ON” :
[ )@ (srk_oFF ]2 Ede) )@ [ _SRK_NO

3.2.18 Setting Compensation Type
Message window displays “ SEL COMP” which indicates the step
is to compensation type. Press m to change the compensation type for X
axis;Press to change the compensation type for Y axis;Press E to
change the compensation type for Z axis;Example for X axis:
Press m to scroll through the not compesation type, the Linear

compesation type, the non-linear compesation type.

“no-CQO” means the compesation type is not compesation type;

“LInE-CO” means the compesation type is linear compesation type.

“non-LinE” means the compesation type is non-linear linear

compesation type;
Example for X axis: currently in the not compesation type, to toggle to

the linear compesation type;

[ NO—CO |6 [ SEL COMP ]c{>ﬁ>[ LINE-CO |09 [ SEL COMP |
= G EENCN D) we - B HEOEHE
ppgog@ O aujojejojo

12
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3.2.19 Inch display, set the number of digits after the decimal point

In the inch display mode, the number of digits after the decimal
point is set, the factory default digit is "4", press "X0" to set, can be set
according to actual needs.

3.2.20 Setting EDM: it is not recommended that you set the default
value yourself, EDM function, Set the relay off on time.
3.2.21 Setting Linearity Compensation.

Message window displays “ LIN COMP” which indicates the step
is to Linearity Compensation. Compensate the linear error to make
display value equals to standard value.

The calculation of compensation rectifying coefficient:

o (Measurement - Standard value) x 1000.000
Coefficient =

Standard value
Example for X axis:
Measurement 200.020mm
Standard value 200.000mm

Rectifying coefficient= (200.020-200) * 1000 /200 =-0.01mm/m
Input compensation rectifying coefficient 0.01 as follow:
[ 0.000J8 [ LINCOW ] &m0 @O 2
) 028080
888888 U

3.2.22 Setting the Shrinkage Ratio
Press [Z] [z] until “ SHRINK” appears in message window;

Dimensions of the finished product
Shrinkage radio =

Dimensions of the working piece
Set the shrinkage radio 1.005 as follow;

[ 1.000J@ [ SHRINK | &)@ @G ©
gp@ogg &

13



Machine Translated by Google

General Operations

4. General Operations;
4.1 Zeroing

Zero the designated axis in normal display state.Zeroing is used to
set the current point as datum point as follow;

key (%[ ==> X axis zero | 0. 000 |
key % > Y axis zero [ 0. 000 ]
key % =>> Z axis zero [ 0. 000 ]

or or will be return to the original data before the reset.

4.2 Preset Data to Designated Axis
Preset a value to current position for a designated axis in normal
display state.

DFDHEDEDDOED
DFNEHEEEDOEE)
[ 76.200|@ | FOEEBRCEEOE: [ 888. 660 )

4.3 Toggle Display Unit between inch and mm

Length can be displayed either in “mm?” (metric) or “inch”
(imperial). Display unit can be toggled between mm and inch.
Example: Display value toggle from mm to inch;

> B D ineh
[ 76.200]@ Y [ 3.0000]@
Example: Display value toggle from inch to mm;

200003 " ™
[ 3.0000]@ U [ 76.200]@

14
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General Operations

4.4 Absolute/Incremental/200 groups SDM

Function: The DRO has 3 coordinate display modes: the absolute
mode (ABS); the incremental mode (INC) and 200 goups
Second Data Mamory (SDM) with the range of 00 to 99.Zero
point of work-piece is set at the origin point of ABS

coordinate. The relative distance between datum of ABS

and SDM remains unchanged when ABS datum is changed.
1. Toggle from ABS to INC coordinate;

( 0.0000 | [ ABS ]

(8 J 0 s J 3 YD)
alalololela

[ 12.000 )6 [ INC ]

DEEEEa
alalololely

3. Toggle from SMD to ABS

( 100.000 /63 [ soMm 1 |

NEOOHGE

4.5 1/2 Function

DE|

12.000 @ |

INC

J

b

UEHOR
alalolols

@
)

2. Toggle from INC to ABS coordinate;

:(>E(>[ 0.000 J03 [ ABS ]

(3 N S N el N S N )

{b ajoxjejojo
coordinate;

c(>t>[ 0.000 (3 [ ABS ]

NEEEEO

¥ noooeg

Function: Set the center of work piece as datum by halving the

displayed value.

Example: Set the center of rectangle as datum as the right figure.

Steps:

1. Touch one side of the workpiece with the TOOL,then zero the X

axis.

25. 400
76. 200

S ey
H
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2 Amenez 'OUTIL sur le c6té opposé de la piéce et touchez-le.
Appuyez ensuite sur @ * a son tour pour évaluer la valeur d'affichage de I'axe X.

800. 000 E> |:> 400. 000
76 . 200 I 76 . 200

3. Déplacez la table de correspondance jusqu'a ce que « 0. 000 » s'affiche sur I'axe des x

fenétre. La position est le centre de la piéce a usiner.

4 . 6 Effacer toutes les données SDM.

En mode AB, pour appuyer en continu B dix fois suffiront & effacer
toutes les données pour 200 ensembles SDM. La fenétre Mcssage affiche USDM
"CLR".
4.7 Mode veille

en mode non ABS, en appuyant sur la touche CAn eteint tout I'affichage

et le DRO accede au mode veille, puis en appuyant sur cette touche

a nouveau, le DRO reviendra au mode de fonctionnement. En mode veille

Mode le DRO est toujours en état de fonctionnement et enregistre réellement 'OUTIL
movement.

Exemple : en mode non ABS, pour accéder au mode veille, appuyez sur
la touche F mode veille, appuyez sur la touche F pour quitter le
Mode veille -

4. 8 Mémoire d'interruption de puissance.

La mémoire est utilisée pour stocker les paramétres du DRO et de la machine
valeurs de référence lorsque I'alimentation est coupée.

16
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4. 9 rechercher le point de référence absblu de I'échelle

Au cours du processus d'usinage quotidien, il est trés courant que le
I'usinage ne peut pas étre terminé en un seul quart de travail, et donc
Les DRO doivent étre éteints apres le travail, sinon une panne de courant se produit pendant
le processus d'usinage qui conduit a la perte de la référence de la piece
(position zéro de la piéce) , le rétablissement de la référence de la piece
|'utilisation d'un détecteur de bord ou d'une autre méthode induit inévitablement des valeurs plus élevées
usinage avec précision car il n'est pas possible de rétablir la
référence de la piece exactement a la position précédente. POUR permettre a
récupération précise du repére de la piéce et pas besoin de rétablir le repére de la
piéce a l'aide d'un détecteur de bord ou d'autres méthodes,
chaque échelle linéaire posséde un emplacement de point de référence qui est équipé d'une référence
position pour fournir une fonction de mémoire de point de référence.

Le principe de fonctionnement de la fonction de mémoire de référence est le suivant

suit.

étant donné que le point de référence de I'échelle linéaire est permanent et fixe, il
ne change jamais ou ne disparait jamais lorsque le systéme DRO est éteint.
Par conséquent, nous devons simplement stocker la distance entre le point de référence
et la référence de la piéce (position zéro) dans la mémoire NON volatile - Ensuite
en cas de panne de courant ou de DRO éteint, nous pouvons récupérer
la référence de la piéce (position zéro) en préréglant le zéro de l'affichage
position comme la distance enregistrée a partir du point de référence -

Une référence absolue doit étre définie lors de l'usinage d'une piece.
Il existe trois modes de fonctionnement (REF, AB, LEF AB) :

Exemple : pour stocker la référence de travail de I'axe X-

Position du repére de référence de I'axe X
(permanent et fixe)

= T L
Echelle linéaire

| [
|:[||:||:| piece a usiner H|:|D]
L — L]
T T
1
référence de la piece 1 | Distance entre la référence
>
(ABS Zéro) i i

pointandworkpiecedatu m
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Example for REF mode :
1. DRO is set in ABS coordinate. Press , then the message

window display “REF” .
I 0.000)@ [ ABS 2 @ &

—

[ REF |

2. Message window displays “REF” , Press until “FD_REF”

appears in message window.

[ )& (s Jp@o[___0.000)8 [ F0_REF ]

3. Select the axis which need search RI. For instance : selsct X
axis, then press @ . “X_REF” is displayed in message window, and
X axis window flashes.

( 0.000 |6 [ FD REF ]C{>@'i>[ 0.000 JB [ X REF ]
a i L ) N 6 Nt N S N D) I L8 (0 N s N s N ES D)
Nooanae noooHa

4, Move the machine table .The buzzer sounds when RI is searched,
then X window stops flashing and displays the value of the current

position .the DRO returns normal display state. Then message window
displays “FIND_X” .

Example for AB mode :
1. DRO is set in ABS coordinate. Press , then the message
window display “REF” .
( 0.000 J6@ [ ABS Jo) 69 o 0.000)@ | REF |

2. Press [Z] [z] , then the massage window display “AB” .
l )@ [REF @@ [ AB |

3. Message window displays “AB” , Press until “FIND_AB”

appears in message window.
[ [ AB_ )5 @) o) 0.000)@ [__FIND AB]
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4. Select the axis which need search RI. For instance : selsct X axis,
then press [D . “X_REF” is displayed in message window, and X

axis window flashes.

[ 0.000 J& [ FINDAB Jhch|[_0.000 JE [ X AB |
NEHUOBH® OHE0E@
BEEREa SEEbl

5. Move the machine table .The buzzer sounds when RI is searched,

displays the value of the current position for the absolute datum zero.
the DRO returns normal display state. Then message window displays
“FIND_AB” .

Example for LEF_AB mode :
1. DRO is set in ABS coordinate. Press , then the message
window display “REF” .

I 0.000 )@ [ ABS ld>!i>[:]

2, Press @ E, then the message window display “AB” .
@ [ REF $%@ﬁ>\ @) LEF_AB |

3. Message window displays “LEF_AB” , Press m until “ZERO_AB”

appears in message window.

I | LEF_AB $ 120.000 JE& ZERO_AB

4. Move the machine table to be set zero position piont. then press
[D , X axis will be zeroing . the current position for the absolute

datum zero. the DRO returns normal display state.

(__120.000)83 [ zEroAB )yl 0.000 JE

NOTE: Linear range without reference point location of the user
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4.10 Non Linear Error Compensation

First compensation Type ( Linear or Non-Linear) in parameter

setting must be set Non-Linear. Linear scale have a ref point location
and find to the Absolute Reference Point will be enable.
Default Non-Linear compensation : S0.

Example for Y axis:

Step 1: Search the Absolute Reference Point of Scale;

Step 2: Press , then the message window display “COMP X” .

[ 0.000 J&J [ ABS

J

o (7 o

63 [ coMP X |

Step 3: Press @ @, then the massage window display “COMP Y”

l &3 [ COMP X

]

J&J [ comP_Z |

5 @ Eo|
b

Step 4: Press , then the message window display “NUMBER” .
Then input the compensation parameter NUMBER.

( 1 J& [ NUMBER

]

D 0 0 ® 9

Step 5: Press E] E], then message window displays “Y-MSN-1”

which indicates the step is to Non Linear Error Compensation.

20 NUMBER ﬁ>@@ﬁ>[ 0.000 J&J [ Y_MSN1 |
— -0l z) o eo)o Coon Jun §22000
B8REEE ¥ [ Cow = BEREES
Step 6: Input compensation value .
X window display the value of the measurement value.
Y window display the value of the standard value.
Example for the first compensation point:
Measurement value :68.288mm. Standard value: 68.200mm
[ 00.000/0 FRNEEOEEE® | 68. 288 |E
[ 00.000|0 S FNEEOEDO® | 68.200 )

Step 7: After input all parameter, the DRO automatically exit.
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S5+ 200 Groups SDM coordinate

The DRO has three display modes: the absolute mode (ABS),the
incremental mode (INC) and the 200 groups second data memory (SDM
1 - SDM200). ABS datum of the work-piece is set at the beginning and
the 200 groups SDM is set relative to ABS coordinate.

ABS Mode, INC Mode and SdM Mode are specially designed to
provide much more convenience features to the operator to cope with
the batch machining of relative works and the machining of the
workpiece machining dimensions from more than one datum.

Example: The ABS datum is the center point O, the point sdm1,
sdm?2, sdm3, sdm4 needed processing are set as datum of SDM 1 -
SDM 4.

X
[ 0.000 J@ [ SDM1 |
DEREE®
alalololela)

Two ways to set SDM coordinate:
1. Zeroing at the Current Point.
2. Preset datum of SDM coordinate.

5.1 Zeroing at the Current Point
At first set the center point of the work-piece as the origin of the
ABS, then align the TOOL with point SDM1,SDM2,SDM3,SDM4 by
moving the machine table and zero them. It is the position to process
where the “0.000” appears in X window, Y window by moving the
machine table whether in ABS or in SDM coordinate.
Steps:
1. Move worktable to place the TOOL at the center of the workpiece
point O as the datum of ABS. Then zero X axis and Y axis in
SDM 1 ; Zero X axis and Y axis in SDM 2 ; Zero X axis and Y
axis in SDM 3 ; Zero X axis and Y axis in SDM 4.
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2. Set the point sdm1 as the datum of SDM 1. Move the machine
worktable to x = 60.000, y = 45.000. Then proess .

Move worktable '

vJ op|(_0.000 J& [ sow
NOOEE@
[ 00 I8 Gppea

@[]
& T geaaas <,

/

%

2. Set the point sdm1 as the datum of SDM 2. Move the machine
worktable to x = 60.000, y = -45.000. Then proess .

Move worktable '

(a)(v] SDM2 (96 =»|_o.000 J& [ som2
I:> )+ :> ‘ ) (#) [
b ~BBREEE <7 339828
\\

3. Set the point sdm1 as the datum of SDM 3. Move the machine
worktable to x = -60.000, y = -45.000. Then proess .

Move worktable l

@™ SDM3 (0 =p| o000 J& [ soms |

:> (el §E3 ‘ 7] (+) [

b~ BE888E < 0 383938
\\

4, Set the point sdm1 as the datum of SDM 4. Move the machine
worktable to x = -60.000, y = 45.000. Then proess . .

Move worktable l

N SDM4 (96 =H| o000 J@ [ sows
& = oeopesl— 0" & DENOEE
afujojofels) W ulalojolela)

~
5.2 Preset datum of SDM coordinate
There are the same sample as Method 1. First Move the worktable
to place the TOOL exactly at the origin of ABS, secondly Enter the ABS
Mode as follow.
Steps:

1. Move worktable to place the TOOL at the center of the workpiece
point O as the datum of ABS. Then zero X axis and Y axis in SDM 1 ;
Zero X axis and Y axis in SDM 2 ; Zero X axis and Y axis in SDM 3 ;
Zero X axis and Y axis in SDM 4.
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2. Set point sdm1 as the datum of SDM 1. Press @ E], then the
message window display “SDM 1” . Input x = 60.000, y = 45.000.

AEw W &0 6 @ @5 |[(60.000 |6
b 8900 @ Mo ([45.000)0

|
aja)

=6
@&
0®

3. Set point sdm1 as the datum of SDM 2. Press [B @, then the
message window display “SDM 2” . Input x = -60.000, y = 45.000.

e/ ] &F O O @ @ o |60.000 )6
b BEBBEE v *nmme®m o) |45 000

8@
B[&)
0

4. Set point sdm1 as the datum of SDM 3. Press [Z] @, then the
message window display “SDM 3” . Input x = -60.000, y = -45.000.

aEw/ 98 ) FOEEC® 9 [-60. 0000
b BER0RA o ~nm@E@ o [-45.000/@

8@
@B
0®

5. Set point sdm1 as the datum of SDM 4. Press [Z] [z], then the
message window display “SDM 4” . Input x = -60.000, y = 45.000.

DU DEFNEERLD® )

b BBE88E 9 mEe® & ([45.000)M
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6. Fonction spéciale
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Circumference Holes Processing

6.1 Circumference Holes Processing

The Function of PCD Hole positioning on Circumference is used to
distribute arc equally, such as boring hole on flange. The right window
will show the parameter to be defined when selecting PCD Function.
The Parameters to be defined are:

PCD_XY(XZ,YZ) Select place Center position

CENTER Center position

DIA Diameter of circle

NO_HOLE Hole number Ending angl Starting angle
ST ANG Starting angle Hole number Diameter

ED ANG Ending angle

The postion of the hole center are calculated automatically after
input all parameters. Press @ or E] to choose the hole No. and
move the machine table until the “0.000” appears in X window , Y

window, Z window. It is the position to process a table.
Example for the XY place: Machine hole on circumference as the figure

PCD_XY(XZ,YZ) XY

CENTER X=0,000,Y=0.000

DIA 100,000

NO_HOLE 5

ST ANG 30,000

ED ANG 315,000

Y=0. 000

Steps:

1. Set display unit to metric in normal state; Move the machine table
until the machine TOOL is aligned with the center of the ciecle , then
zero X axis ,Y axis.

2. Select plece.

Press , then the message window display “PCD_XY” to the
Circumference Holes Processing. Press E] or B to select XY place.

E> c>El®Elc>[ J@ [_Pcoxy |
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2. Input center position.
Press , then the message window display “CENTER” . X and

Y window displays the formerly preset center position. Input X=0, Y =
0 as follow.

[ 1000.000 J& [ CENTRE ] %) (@ @) c) ([ 0.000 )&
eEEEEY D @ @M

4. Input diameter.

Press E] until “DIA” appears in the message window. X window

despalys the formerly preset diameter. Then input the diameter is
100.000.

%E>i>@@@l 100.00 J@ [ DIA |

5. Input number.

Press E] until “NO_HOLE” appears in the message window.
X window despalys the formerly preset number. Then press in turn

to input number.

%E>$ (0| 5 |@ [ NO_HOLE |

6. Input starting angle.

Press E] until “ST ANG” appears in the message window. X
window despalys the formerly preset the starting angle. Then press
@ in turn to input the starting angle.

%Eﬁ>ﬁ>@ [ 30.000 J@ [ ST ANG ]

7. Input ending angle.
Press E until “ED ANG” appears in the message window. X
window dispalys the formerly preset the ending angle.. Then press

E] in turn to input the ending angle.
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%Ebtb@[ 315.00 J@ [ ED ANG |

8. Press @ until “NO 1” appears in the message window.

It is the position of the first hole to punch where the “0.000” is
displayed in X window and Y window by moving the machine table.

After finishing the first hole, press @ or @ to change holes number.

| 43.300 |¢) | NO 1 |

i ) SN E REINGD
24.995 |[7) 10006

9. After processing all holes, press to return normal display.
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6.2 Linear Holes Processing
There are two modes to carry out the linear drilling: Length mode
and Step mode.

1.LINE S Step mode Position(+) -counter clockwise
LINEL Length mode

2.STEP Step length Oo
LENGTH Line length

3. ANG Angle

4. NO.HOLE Hole number Negative(-) --counter clockwise

whose centers are attributed equally on one line.

Example :

LINE_L Length mode
LENGTH 60.000

ANG 30.000
NO.HOLE 4
Steps :

1. Select plece.
Press , then the message window display “LINE_XY” to the

Linear Holes Processing. Press @ or @ to select XY place.

E>E>%EE>I JE@ [ LINE_XY |

2. Select Linear Holes mode.

Press , then the message window display “LINE_S” . Press

[Z] or E] to select “LINE_L” .

E>E>%E]:>[ J&@ [ LINE L]

3. Input linear length;
Press , then the message window display “LENGTH” .
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X window despalys the formerly preset the linear length. Press @ @

in turn to input the linear length.

@%@[@ [ 60.000 | [ LENGTH ]E{>%

4. Input angle;
Message window displays “ANG” which indicates the step is to
angle. X window despalys the formerly preset the angle. Press @

in turn to input the angle.

@@@[ 30.000 J@ [ ANG l@%

5. Input number;
Message window displays “ANG” which indicates the step is to

angle. X window despalys the formerly preset the number. Press @ in

turn to input the number.

9%&[ 4D [ NO.HOLE]EI}%

6. Press E until “NO 1” appears in the message window.

It is the position of the first hole to punch where the “0.000” is
displayed in X window and Y window by moving the machine table.
After finishing the first hole, press E] or E] to change holes number.

[ 17.320 | [ NO 2

MW EEE
[ 9.995 |[) ajmpnicefo

7. After processing all holes, press to return normal display.
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6. 3 Traitement ARC
DEUX fonctions sont disponibles pour la fonction ARC : I'ARC simple

Fonction et fonction R lisse - appuyez puis pr css pour accéder a la fonction ARC,
@ ou E pour sélectionner la fonction ARC lisse ou simple
Fonction ARC.

Lors de l'installation, normalement les coordonnées de la machine et de la
direction de X, Y , Z sont comme suit. Le plan de travail est représenté comme le

chiffre de droite.

Z (+ direction positive)
, Y( + sens positif)
0

(RAD+TL) (RAD+TL ) X (+ direction positive)

Fonction ARC simple :

lorsque la douceur n'est pas trés demandée, le SIMPLE ARC
La fonction est normalement utilisée pour I'usinage d'arcs. Dans la fonction SIMPLE
il n'y a que huit types d'ARC utilisés pour l'usinage. L'opérateur vient
sélectionnez le type de R et entrez les paramétres du rayon de I'arc )
MAX CUT et Qrc extérieur ou arc intérieur. En général, un arc peut étre
usiné par une fente plane T dans un OOL ou arc TOOL, la différence entre
plan de travail différent comme indiqué ci-dessous -

1 SIMPLE traitement simple

2 TYPE1-8 Mode de I'ARC.

3. SEL_XY(XZ’YZ) sélectionner un lieu

Rayon de l'arc
4 RAD

Diamétre de I'outil
5TLHIM
6. COUPE MAXIMALE Etape d'alimentation

arc extérieur et
7RADTL _
arc intérieur

(uniquement pour la place xy)
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Smooth ARC function :

Provides maximum flexibility in ARC machining, the ARC sector
to be machined by the coordinates of ARC. Very flexible, ARC function
can machine virtually all kinds of ARC, ever the intersected ARC.
Relatively a bit complicated to operate, operator need to calculate and
enter the coordinates of ARC centre, start angle and end angle.

Basic parameter as follow:

1. SMOOTH Mode of the Smooth ARC processing;
2. SEL_XY(YZ, XZ) Select place;
3. CENTER Refer to the position of an center.
4. RAD Radius of the ARC
5. TL_DIA Diameter of the TOOL
6. MAX_CUT Feed step
7. ST_ANG Starting angle
8. ED_ANG Ending angle
9. RAD+TL Outer arc.
RAD-TL Inner arc.

Example 1 for the Simple ARC Processing:
Parameters settings as follow:

SIMPLE Simple mode
TYPE 3

SEL_XY XY

RAD 80.000
TL_DIA 6.000

MAX_CUT 0.500
RAD+TL 1

Steps:
1. Select process mode

Press , then the message window display “SIMPLE” to the

ARC Processing. Press E] or [z] to select mode of the simple, The
message window display “SIMPLE”
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E>Ii> % D J@ [ simPLE |

2. Input the type:
Press until “TYPE” appears in the message window. X-
window despalys the formerly preset the type. Press in turn

E:>E:> B | 3]@ [ TvPE ]

3. Select place
Press until “SEL_XY” appears in the message window.

Press @ or @ to select place to display “SEL_XY” ;

ci>ci>%]®n>[ J@ [ SELXY ]

4. Input radius:

Press [fNT] until “RAD” appears in the message window. X
window despalys the formerly preset the radius of ARC. Press
@ in turn to input the radius.;

@EN 80.000 J@ [ RAD ]r:>%t>

5. Input Diameter of the TOOL
Press @ or @ until “TL DIA” appears in the message
window. X window despalys the formerly preset the Diameter of the
TOOL. Press @ in turn to input the Diameter value;

%EN 6.000 | [ TLDIA ]Eb%:{> D [ MAX CUT |

6. Input Feed step (MAX_CUT);
Press @ or E until “MAX_CUT” appears in the message
window. X window despalys the formerly preset the MAX_CUT. Press

@ D in turn to input the MAX_CUT value;
%BEN 0.500 J@ [ MAX cuT ]E1>%E:>
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7. Select outer arc or inner arc

Press [Z] or[z]

until “RAD-TL” appears in the message

window. Press [Z] or @ to select place to display “RAD+TL” ;

@ o

RAD+TL

v

D M o

0.000 |03
0.000

OO
N0EE0H

8. After inputting all parameters, press the key for machining.

The DRO will display the position of the first point. Retract the
axes until the displays read 0.000, Machine the Arc point by point in
accordance with the display. After finishing the position of the first

point, press @ or E to change position point.

( 0.000 |5 [ NO 1 IE>E][Z]E>I -0.505 | [ NO 2 |
T DB EEOEm MO HB

Press to quit R function any time.

Example 2 for the Simple ARC Processing:
Parameters settings as follow:

SIMPLE
TYPE
SEL_XY
RAD
TL_DIA

MAX_CUT

Steps:

Simple

mode

1. Press , then the message window display “SIMPLE” to the

ARC Processing. Press E] or [z] to select mode of the simple, The
message window display “SIMPLE”
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E(>|E> % D | J@ [ SIMPLE )

2. Input the type:
Press until “TYPE” appears in the message window. X-

window despalys the formerly preset the type. Press in turn

r:>:> D | 3)@ [_TyeE |

3. Select place
Press until “SEL_XZ” appears in the message window.

Press @ or E] to select place to display “SEL_XZ” ;

E>E>%JEJE>[ J8 [ SELXZ ]

4. Input radius:

Press ﬂ until “RAD” appears in the message window. X
window despalys the formerly preset the radius of ARC. Press
@ in turn to input the radius.;

@@dﬂ 80.000 |@ | RAD ]$%©

5. Input Diameter of the TOOL
Press IZ] or E] until “TL DIA” appears in the message
window. X window despalys the formerly preset the Diameter of the
TOOL. Press @ in turn to input the Diameter value;

%EN 6.000 J@ [ TLDIA ]EI>%E>

6. Input Feed step (MAX_CUT);
Press @ or E] until “MAX_CUT” appears in the message
window. X window despalys the formerly preset the MAX CUT. Press

@ G in turn to input the MAX_CUT value;
%BEN 0.500 J@@ [ MAX cUT ]E>{®bt>
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7. After inputting all parameters, press the key for machining.
For 2-axis milling machine table , It is not installed with Z-axis,
please press [Zl or Iz] to simulate position of Z-axis. Press@
simulate moving to the former process, and press E simulate moving

to the next process point.

Z-axis simulate height

XorY axis ]
St startpolng —ooveposition § 8.985 |k [ z-' 0.500 |
for 0.000 Number of dial
1
0 o500 HEWOBEE
é Scale number of dial [ i ]. E] @ E] @

Z-axis simulate height = Number of dial x Z axis Dial + Scale number
of dial

Press to quit R function any time.

Example 3 for the Smooth ARC function:
Parameters settings as follow:

SMOOTH Smooth mode
SEL_XY(YZ,XZ) XY
CENTER X=0,Y=0
RAD 80.000
TL_DIA 6.000
MAX_CUT 0.500
ST_ANG 0.000
ED_ANG 135.000
RAD+TL 1

Steps:

1. Press , then the message window display “SIMPLE” to the

ARC Processing. Press @ or E] to select mode of the simple, The
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message window display “SMOOTH” ; For 3-axis milling machine

table without this step. In second step. Then press :

E>E> % D | J63 [_smooTH |

2. Select place
Message window display “SEL_XY” which indicates the select is

to place. Press E] or E to select place to display “SEL_XY” ;

:>:>%]@c>| J@ [ SELXY |

3. Input center position.
Press , then the message window display “CENTER” . X and
Y window displays the formerly preset center position. Input X=0, Y =

0 as follow.

[ 1000.000](9 [ CENTRE ]E>ﬁ?@ 0 @O ([ 0.000]63

DEEOE0,+n © @

4. Input radius:
Press until “RAD” appears in the message window. X

window despalys the formerly preset the radius of ARC. Press

@ in turn to input the radius.;

gems> [_oom]e w0 ] @ @i ]

5. Input Diameter of the TOOL
Press @ or E] until “TL DIA” appears in the message
window. X window despalys the formerly preset the Diameter of the

TOOL. Press @ in turn to input the Diameter value;

%@]Eb[ 6.000 J@ [ TLDIA ]c>%|:>
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ARC  Processing

6. Etape d'alimentation d'entrée (MAX_CUT) ;

wosse (&) o [¥)
fenétre. X Window de spa lys I'anciennement préréglé le MAX_CUT. appuyez sur
@ B a son tour pour saisir la valeur MAX CUT ;

@ B ® 0 . 500 1 [ COUPE MAXIMALE I
b
7 . Angle de départ d'entrée -

jusqu'a ce que l'application ’l!lMAX CUT apparaisse dans le message

RAD-TL

D@D
b

presse @ jusqu'a ce que "USTANG" apparaisse dans la fenétre de message.x
fenétre de spa lys I'ancien préréglage de I'angle de départ - Puis appuyez

’ 0 ‘ a son tour pour entrer I'angle de départ-

%E>E>%E>

8 . Angle de fin d'entrée -

ST

o |

0.000

presse @ jusqu'a ce que « UED ANG » apparaisse dans la fenétre de message. X

fenétre ispa@s I'angle de fin précédemment prédéfini. Appuyez ensuite sur

a son tour pour entrer I'angle de fin-
%} o d>

9. sélectionnez I'arc extérieur ou l'arc intérieur

appuyez @ ou @

sur la fenétre.appuyez sur @ ou @ pour sélectionner I'emplacement ou afficher « RAD+TL » ;

ED LE

o |

135.00

jusqu'a ce que « RAD-TL » apparaisse dans le message

™ =

0J 67 (9 (@ & @
Y ST

RAD+TL

2 @ o

10. Aprés avoir saisi tous les paramétres,

machining.

Le DRO affichera la position du premier point. Rétractez le

axes jusqu'a ce que les écrans indiquent 0. 000, usinez I'arc point par point dans

conformément a I'affichage. Aprés avoir terminé la position du premier

pointer, appuyer @ ou E pour changer de point de position.
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[ 83.000 |63

[N 1)

0. 000

NHEG6OE@m
aiajojojain)

DO @
b

([ 82.995 )63 [ N0 2 ]
BEEOBH@D
alalololala

Press to quit ARC function any time.
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obl ique processing

6. 4 traitement oblique

Il existe 2 méthodes disponibles pour usiner un endroit oblique :
A). sur le lieu. b). sur le lieu yz, ou Xz ;

seuls les parameétres suivants doivent étre saisis :

Y compris Xy(xz,yz) définir la machine a placer xy, yz, Orxz -
LE L'angle d'inclinaison de I'oblique-

LA Le diametre de 'OUTIL -

SAINT-POT Position de départ;

ED PEUT Fin de la publication ;

Exemple 1 pour la place oblique xy :

lorsque le plan d'usinage est sur le plan xy comme la piéce représentée dans
Figure, I'angle d'obliquité de la piéce doit étre calibré
avant que le plan oblique soit usiné. Par conséquent , ace stade, le

I'usinage du plan oblique joue le réle de calibrage de I'obliquité -

—

=t

procédure d'étalonnage de I'obliquité

Placez d'abord la piéce sur la table de travail selon I'angle requis
d'obliquité -

1) Entrez la fonction du plan oblique. 2)

sélectionnez la fonction du plan XY .

3) Entrez I'angle d'obliquité-

4) Déplacez la table de travail jusqu'a ce que I'outil de mesure (comme un comparateur a cadran)
installé sur la fraiseuse touche le plan d'étalonnage d'obliquité, I'ajuste a zéro et déplace la

table de travail sur niimporte quelle distance dans le
direction de l'axe x.

5) Déplacez la table de travail a la distance de I'axe y jusqu'a ce que l'affichage
tourne a zéro.
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Oblique Processing

6) Change the angle of the work piece to make the workpiece touch
the measuring tool and adjust it to zero.
STEPS:
1. Select place
Press , then the message window display “INCL_XY” to the
Oblique Processing. Press [Z] or @ to select place to display
“SEL_XY;

Then press to in next step;

%@g > [ 0.000 Jg [ ANG ]

2. Input the angle of obliquity

The message window display “ANG” , X window dispalys the
formerly preset the angle of obliquity. Press in turn to input
the angle of obliquity .

[ 0.000 )@ ANG )| @B @ | 45000 @ [ ANG |

3. Move the workpiece along the X-Axis until the measuring tool

touches the workpiece adjust it to zero, and move the worktable for
any distance along the X-Axis.

[0.000 )& [ MOVE X_J| = loetrenactine > ([ 50.690 J@ [ MOVE X ]

4. Press , display the value of Y-Axis. Move the workpiece along
the Y-Axis, change the angle of workpiece to make the obliquity-
calibrating plane touch the measuring tool until it turns to zero.
Move the worktable until Y-Axis is displayed as zero.

[ 50.690 |3 [ MOVE X | [ 50.690 |J [ MOVEY |
pEEeea|— U = NEROE@
(0.0 U FRaeaeaas & (50.69%0 B HEaEE®

5. Press to quit oblique function any time.
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Example 2 for the oblique XZ or YZ place:

When the machining plane is on plane XZ or YZ, the function of
TOOL inclination can instruct the operator to machine the oblique
plane step by step.

Procedures for using the function of cutter inclination:

When the machining plane is on plane XZ or YZ, first please
calibrate the obliquity of the primary spindle nose and set the TOOL:

20
INCL_XY(XZ,YZ) INCL_XZ &&=
DIA 10.000 & |0
ST_POT 20.000 '
ED_POT 20.000
STEPS:

1. Press , then the message window display “INCL_XY” to
the oblique Processing. Press @ or E to select place to display

“SEL_XZ; Then press to in next step;

%@@@ o [_o0.000 J@ [ oiaA ]

2. Input The TOOL Diameter
The message window display “DIA” , X window dispalys the

formerly preset the angle of obliquity. Press @ in turn to input

the TOOL Diameter of obliquity . OK, then press @ to in next step;

[ 0.000 J@[ D1A J>F ([ @] | 10.000]@ [ DIA |

3. Input ST_POT;
The message window display “ST_POT” , X and Y window dispalys

the formerly preset the stating position of obliquity. Input X= 0,
Y = -20.000. OK, then press @ to in next step;

[ 0.000 J6J [ ST POT ]C(>C? © @ ([ 0.000]06
HE58g8>rOEERE

@8
(e
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4. Input ED_POT;

The message window display “ED_POT” , X and Y window dispalys

the formerly preset the stating position of obliquity. Input X= 20.000,

Y = 0.000 .

(0000 J& [E POT | %[ @ @ @)
DERpaD >0 B @9

20. 000 |03
0. 000

5. After input all parameter, press the key E] for machining.

For 2-axis milling machine table , It is not installed with Z-axis,
please press [Z] or El to simulate position of Z-axis. Press [Z]

simulate moving to the former process, and press [z] simulate moving

to the next process point.

Z-axis simulate height

XorY axit

Set start point

for 0,000 _move position |/ 1.765]0 [z | 1.765]

Number of dial

]
é [0 1.765|m BEEEOHMN
Scale number of dial i

M@EECW

Z-axis simulate height = Number of dial x Z axis Dial + Scale number

of dial
Press to quit oblique function any time.
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6.5 Slope Processing

This function can calculate the position of everynprocessing point
automatically in processing slope. Only the following parameters need
to be inputted:

XZ,YZ Set machine place YZ, or XZ
ANG The inclination angle XY
7 STEP The slope length

- each time processing

Example 1 for the Slope XZ place;
Step 1. Select place

Press % , then the message window display “XZ” to the slope
Processing. Press [Z] or E] to select place to display “SEL_XY;
Then press to in next step;

%QE> o [_o0.000 J@ [ ANG ]

Step 2. Input the angle of slope

The message window display “ANG” , X window dispalys the
formerly preset the angle of slope. Press @ in turn.

[ 0.000 |@| ANG ||EDcF (@ B[] | 45.000 | [ ANG |

Step 3. Input Z_step;
The message window display “Z STEP” , X window dispalys the

formerly preset the stating position of slope. Input @ E] m in turn.

[ 0.000]@ [ zsTEP || @OEOME)c> | 0.100 |E@ [z STEP |
b

Step 4:Finishing the ALL processing . Press to quit slope

function any time.
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6.6 Chambering Processing

1,FLAT_XY: machine place; 2, DIA:diameter of TOOL; 3, CENTER:
center of the chambering ; 4, SIZE: size of the chambering ;

Figure as follow:

/P"hm——tee— /L

L

ey}

STEPS:

e e

1. Press [} , then the message window display “FLAT_XY” to the

Chambering Processing.

e BLAm]s

2. Inpur DIA of the TOOL;

3. Input the center coordinate;
[ 1000.000](3 [ CENTRE |

DEEUOEE
[ 1000.000/@ HEEEAH

4. Input the size;
[ 1000.000 | | SIZE |

DENOEQ
[ 1000.000 |8 HEEEEH

5. process Chambering;

o [ 0.000 @@ [ DIA |

([ 0.000 |@[ pIA ||o>& (0@ @) cp|[ 10.000 J@ [ DIA ]

oFE © @9
oF0 © @9

SrE [0 [ @ @] (100.00 )0
D0 0 0 @ @ (100,000 )@

0. 000
0. 000

Move the machine until the display of the axis is zero,ie, the

position of the first point. Machine the first point . Display the next

machining point by pressing [Z] or E] .On the completion of
machining, the right window shows OVER. Press@ or @ , the system

will goto the first position for the next workpiece. Press to quit the

Chambering Function.
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6.7 The Tool Diameter Compensation Function
Without TOOL compensation, the operator has to move the TOOL

for an additional distance of the diameter of the TOOL along each side
when machining the four 150 and 100 sides of a workpiece to finish
machining the whole brim. The digital readouts shall automatically
compensate when the TOOL compensation function is enable.
Note: the TOOL compensation is made in the direction of X and Yaxis.

Procedures:

1) . Enter the function of compensating the diameter of the TOOL.

2) . Select one of the (four) preset machining modes.

3). Input the diameter of the TOOL.

4) . Enter machining.

Tool diameter Gam

41
ot v — <
i .

v

9 processing modes

21

Step1: press to enter the TOOL compensation Function. then the
message window display “TYPE” .Press @ .

L1 B[ 1vEe || D& O D 9 J©@ [ _TYPE |
Step 2: input the diameter of the TOOL; Press m @ in turn..

[ 0000 J@[ 0IA J|op& (@M@ @)y 10000 )@ [ DIA |
Step 3: Press E] to the machining Mode.

- 10.000 COMPENS
) DEgO0aa
10.00 I S Rgegam

Machining of 2 side planes can be done by moving the TOOL until X-
Axis is 150.000 and Y-Axis is 100.000.Press the Key [} to quit the

Function.
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The Tool Diameter Compensation Function

6.8 Digital Filter of the Grinding Machine

When machine a work-piece by grinder, the display values quickly
due to the vibration of grinder. User can not see display value clearly.
Grinder DRO provides display value filter function to disable the quake
change of display value.
STEPS:

1. Enter display value filter function.

In normal display state, press to simultaneously, enter display

value filter function.
2. Exit display value filter function;

Press , exit display value filter function;

< )
BE(> @ ABS S B [ B ABS ﬁ

v
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6. 9 La fonction

6.9. 1 200 ensembles de bibliothéques d'outils

Il faut toujours un OUTIL différent lors du traitement de différentes pieces - Pour
fonctionnement pratique, les affichages numériques La ont pour fonction de

200 ensembles de bibliothéques d'outils -

Remarque : les 200 jeux de bibliothéques d'outils peuvent étre utilisés uniquement lorsque le tour ,
est équipé du bloc de réglage d'outils .

1. définissez un OUTIL de référence. Apres le réglage de I'outil, I'axe x et I'axe Z a zéro, I'outil
mettre a zéro la coordonnée absolue -
2. En fonction de la taille de TOOL | et de datumTOOL, déterminez la
position de 'OUTIL par rapport au zéro de la coordonnée absolue et de I'outil de référence - AS Figure 6-1.
La taille relative de 'OUTIL 2 est AS suit I'axe x 25-30=- 5
, Axe Z20-10=10 -
3. Enregistrez le numéro de I'OUTIL et la taille dans I'affichage numérique -

4. Le nombre d'OUTILS peut étre saisi au hasard, les lectures numériques
affichera la position de I'outil a la coordonnée absolue zéro - Déplacez la

jusqu'a ce que I'axe X et I'axe Z affichent tous deux zéro - 5.

Les bibliothéques d'outils peuvent enregistrer les 200 ensembles de données d'outils.

6. Les bibliothéques d'outils doivent étre utilisées dans I'état d'ouverture. Les 200 ensembles
Les bibliotheques rooi peuvent étre ouvertes en appuyant continuellement diX fois
jusqu'a ce que la fenétre de droite clignote TL - OPEN et une marque "21" s'affiche a
a gauche de la fenétre d'information de droite. La marque indique le

L'opérateur peut configurer ou réviser les 200 ensembles de bibliothéques d'outils en continu

en appuyant sur la dix fois entraineront la destruction des 200 ensembles de bibliothéques d'outils
touche fermée et la fenétre droite clignote TL - CLOSE et la marque
disparaitre - lorsque la marque « 21 » disparait, les 200 ensembles de bibliotheques d'outils peuvent

ne pas étre révisé-

Les opérations pour les données TOOL et I'appel de TOOL sont présentées comme suit : -

étape 1 : Dans l'état ABS, saisissez les données des 200 ensembles de bibliotheques TOOL.

ouvrir les 200 ensembles TOOL Libs en appuyant continuellement sur la touche
dix fois A. Mark "" apparaitra dans la fenétre gauche de la fenétre droite

fenétre d'information.
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étape 2 : appuyez sur |T00L} pour accéder a I'état d'entrée. Entrez les données rooi 1 :

1000. 000 T0L 1% @ @ 0. 000
1000 o0]@ 28 ‘ :
1000 000|8 & & & & Jeud e O B 0. 000

étape 3 : Saisie des données de I'OUTIL 2 :

1000. 000 ouTlL 2 ]Ef>[f?@ © ®o
) peEges e
REO0REL fn @ @)oo

étape 4 : appuyez sur pour continuer a saisir les données de I'outil suivant. EN APPUYANT
numéro et la clé I'opérateur peut directement saisir le spécial
données d'outils. appuyez sur touche

Une fois les bibliothéques d'outils configurées, utilisez les bibliothéques d'outils conformément aux

aprés les opérations suivantes, montez d'abord le deuxiéme outil +

étape 5 : Pour accéder a I'état d'utilisation en appuyant sur css | (ALL| .Puis appuyez sur css EN

J#[ CHOISR | C) (% 3 2 1 [ CHOISIR

étape G : appuyez sur @ ou @ - sélectionnez le réle de base. Appuyez ensuite sur .

J#’I BASE | ¥ @ B O 1 1" BASE

étape 7 : appuyez sur |(ALL] pour quitter la fonction ;

Note:
lorsque I'outil de base est utilisé , l'axe ne peut pas étre mis a zéro dans I'état ABS -
quand les autres sont utilises , l'axe ne peut étre mis a zéro que dans I'état INC -

6. 9. 2 Fonction conique

Pour le tournage de la piéce avec un cone, le cone de la piece peut

étre mesuré dans le traitement;

N w9 S I
< =3

>
g

> |-

>
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Operations :

Figure AS, surface de contact A de la piece avec lectures de levier et
réinitialise le point de lecture du levier a zéro -

étape 1: appuye puis la fenétre de message affiche UMEASU" a I

traitement du papier - Déplacez le levier de lecture vers la surface B jusqu'a ce que le

les lectures du levier indiquent que le AS suit ;

Bo

b

Déplacer le
lecture du levier

( 4.907

J&

EVALUER

)

2

r—r

e [8) (5] (1)
étape 2 : appuye@r T pour calculer.
(4007 1639 | EVALUER ) E> T E> [ 60.000 |9 | ANGLE )
8.500 % 30. 000 B eroao (
2527888 | O UG 50w

étape 3 : appuyez sur pour quitter la fonction ;

6. 9. 3 Fonction R/D

%

I'axe des x est commuté entre le rayon et le diametre. lorsque I'axe des x pour

Pour les tours 2 x et les tours 3 axes, appuyez sur , Le mode d'affichage

affichage du diamétre, une fenétre d'information §]" apparaitra a gauche de la droite
de marque u, mais lorsque I'axe X pour I'affichage d'un compteur ia , lamarque
" " disparait - seul I'axe x a la fonction du diamétre/rayon
transformation.
6. 9. 4 Fonction Y + Z (applicable uniquement a : 3 axes La the)
Pour 3 axes La le, le compteur de I'axe y et le compteur de I'axe z

Peut étre ajouté pour étre affiché sur I'axe Z en appuyant sur la touche

puis appuyez sur la touche CAn pour annuler la fonctiony + Z -
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6.10 EDM (fonction de personnalisation spéciale, si vous devez acheter, veuillez
contacter le revendeur pour personnaliser)

1 Description : Cette fonction est utilisée pour l'usinage spécial de
Usinage par électroérosion (EDM) . lorsque la valeur cible définie pour I'EDM
L'axe Z est égal a la valeur actuelle, I'affichage numérique affichera la valeur
signal de commutation pour controler I'EDM afin d'arréter 'usinage en profondeur.

Le réglage de la direction de I'axe Z de I'affichage numérique est illustré dans la figure 1. ,
ie Plus la profondeur est grande, plus la valeur des coordonnées de I'axe Z est grande
affiche - depuis le début de l'usinage, la profondeur va progressivement s'approfondir

et l'axe Z.

Selon la direction de I'axe Z définie, la direction d'usinage est
divisé en usinage positif et négatif - lorsque I'électrode
descend et l'usinage s'effectue de haut en bas, le numérique
la valeur de lecture augmentera, ce qui est appelé usinage positif (positif).
Le réglage de cette direction est le réglage normal-
lorsque I'électrode ASC se termine et que I'usinage est effectué
de bas en haut, la valeur de lecture numérique diminuera - Le
la direction d'usinage est la direction négative (négative), qui est également appelée
usinage négatif (représenté par la Fig. 1)

L'affichage numérique dispose également d'autres fonctions , tel que négatif
hauteur anti-incendie. La fonction de hauteur anti-incendie négative est une sorte de
dispositif de protection de sécurité de suivi de position intelligent. Dans le processus
de l'usinage, la surface de I'électrode va générer le carbone
phénomene d'accumulation. En raison de l'usinage de longue durée ou diurne
sans tendre, lors de la génération de I'accumulation de carbone et
personne ne fait le nettoyage, I'électrode augmentera lentement le long de la
direction négative - une fois que I'électrode dépasse le niveau de liquide, elle
prennent souvent feu et provoquent des pertes. Cette fonction est simplement configurée pour viser
a ce probléme. lors du réglage de la hauteur coupe-feu négative, et le
la hauteur accrue de I'électrode dépasse la hauteur entre elle et la
profondeur de la surface usinée (c'est-a-dire hauteur ignifuge négative), le numérique
I'affichage de lecture clignotera pendant WQring ; en méme temps, la sortie

le signal éteindra automatiquement I'EDM pour éliminer le risque d'incendie -
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20 E Négatif
T s Ignifuger
-+ -10 8 Hauteur
. [al Electrode
9 —_—_—
-— 10 P
4 o0 b 0
oA travail
5
Z morceau // Figure 2
7
v
Figure 1

2. procédure :
voir I'exemple suivant pour l'usinage détaillé
1) Avant l'usinage, définissez d'abord chaque paramétre de PROFONDEUR
(profondeur d'usinage);ERRHIGH( hauteur coupe-feu négative), usinage
direction (POSITIF / NEGATIF) ; mode de sortie (AUTO/STOP) et
Mode de sortie relais EDM - 2)
Déplacez I'électrode de I'axe principal de I'axe Z pour la mettre en contact avec le
référence de la piéce - remettre I'axe A a zéro ou définir la valeur -

3) Entrez dans l'usinage EDM en appuyant sur la touche css '

4) L'axe X affichera la valeur cible de la profondeur d'usinage. L'axe Y affichera

la valeur d'affichage doit étre la profondeur. (La valeur sur I'axe Y est la

valeur que la piece a été usinée en profondeur) L'axe Z sera

affiche la valeur en temps réel de I'auto-positionnement. (La valeur sur I'axe Z est la

valeur de position de I'électrode de I'axe principal de I'axe z.)

5) démarrer l'usinage, la valeur d'affichage de I'axe Z se rapproche progressivement de la
valeur cible, la valeur d'affichage de I'axe Y se rapproche également progressivement de la
valeur cible. Si a ce moment, I'électrode est montée et descendue a plusieurs reprises, la
valeur d'affichage de I'axe Z changera par la suite, mais I'affichage de I'axe Y

la valeur ne changera pas, ce qui affichera toujours la profondeur usinée

value.

6) lorsque la valeur d'affichage de I'axe Z est égale a la valeur cible définie, le

l'interrupteur de position sera désactive, I'EDM arrétera l'usinage,
Selon le réglage de I'opérateur - Il existe deux types de modes de sortie :
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a) Automatic Mode:

it will automatically exit from EDM machining status and
recover to the original state before machining;

b) Stop Mode:

It will always stay at the machining interface after finishing

machining, and you should press to exit and back to the

original state.

Operation steps:

The DEPTH (machining Depth), ERRHIGH (Negative fireproof height),
exit Mode, EDM Relay Output Mode and machining direction should
be set.

STEPS:

1. Press o] to enter the EDM Function. Press @ to input
parameters;Press [E] to enter EDM machining state.

2. Input DEPTH ( machining depth). Press the key E] to set the

next parameter.

E>EI>C?@EI>[ 20.000 |& [ DEPTH |

3. input ERRHIGH ( Negative Fireproof Height ) (undefine) .Press the
key [Z] to set the next parameter.

%]Eb (ERRHIGH |2 @B @ &= -150. 000 | 6 [ ERRHIGH |

4. Set machining direction(Positive or Negative). Press n to select
Positive direction. Press @ to select Negative direction. Press the key

[B to set the next parameter.

OB DG O[T J@[ rositv)
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5. Set exit Mode (AUTO Mode or STOP Mode) Press @ to select
AUTO Mode; Press to select STOP Mode ; Press the key @ to set

the next parameter.

%@@E%?EJEN i J© [ stop ]

6. Set the Output Mode (Mode O or Mode 1); (undefine). Press @ to
select Mode O; Press m to select Mode 1.

pile S D@D

—,

Jo [ mobE |

7. Continuously press [B to return EDM for machining. press

to quit the function;

Example 1: positive direction machining ;
Machining is shown as the model chamber as follows

23!

A

1 Electrode

Work
E fj/ piece

B

Positive

STEPS:
1. Touch one side of the workpiece with the TOOL,then press .

zero the Z axis.

([ 1000.000 | @ D & ()| 0.000 @

2\ Press , Setting DEPTH for 20.000; press @ to EDM for
machining;

E>E>C?@c:>[ 20.000 J@ [ DEPTH |

3. Starting machining,
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Machining depth target value { 20. 000 ] [ EDM RUN ]
Value has been to be depth —-{7 0.000 ]
Self-position real time value —-{— 0.000 ]

Example 2: Negative direction machining
Machining is shown as the model chamber as follows

Work
piece

Negative

Electrode

B
1+ Touch one side of the workpiece with the TOOL,then press ,
zero the Z axis.

([ 1000.000)@ | » & (& » |[__0.000 | @

2. Press , Setting DEPTH for -20.000; press E to EDM for

machining;

E>E>C?[E]@E> (-20.000 | @ DEPTH |

3. Starting machining.

Machining depth target value —-[— 20. 000 ] [ EDM RUN ]
Value has been to be depth —-[— 0.000 ]
Self-position real time value —-F 0.000 ]

Example 3: PCD Function for EDM
PCD Function can access the EDM Function . The operator enters
PCD Function to input parameters for PCD and enter PCD machining

state. At every position for machining, press the key to access the
EDM Function .
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EDM

lors de I'entrée dans la fonction EDM, l'opérateur peut saisir les paramétres
pour EDM -

La procédure de fonctionnement est la suivante :

1) définir les paramétres PCD (le réglage est le méme que le réglage commun
de PCD)

Aprés avoir saisi tous les parametres et entré I'état d'usinage PCD - Le

la position du premier trou sera affichée.

2) appuyez pour entrer le paramétre de fonction EDM (la méthode de réglage est
sur le méme que le réglage commun du paramétre EDM) ; aprés avoir saisi tout

paramétres, appuyez en continu lorsque l'usinage @ pour entrer dans I'état d'usinage EDM. pour
est terminé, appuyez sur entrer dans I'état d'usinage quitter la fonction EDM et

PCD -

3 ) Dans l'état d'usinage PCD, appuyez sur [z] pour la position du trou suivant,
OVE la machine a la valeur d'affichage 0 , alors pr css pour accéder

Fonction EDM a nouveau - 4)

Répétez I'étape 2 et I'étape 3 pour les points d'usinage suivants.
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Calculator

7 calculatrice
La calculatrice ne fournit pas seulement des calculs mathématiques normaux
comme +, - , X , /, il fournit également des calculs trigonométriques tels que
pecie | ArcNAS ~ COS | ArcCOS , TANNE | Arc TAN SQRT etc.
Les opérations sont les mémes que celles des calculatrices commerciales, faciles a utiliser.

Fonction d'entrée et de sortie de la calculatrice

en état d'affichage normal : appuyez sur R pour @er a la fonction calculatrice.

dans I'état d'affichage de la calculatrice : appuyez suur quitter la fonction calculatrice.
Transfert de I'échelleRésultats pour les zx sélectionnés.

Une fois le calcul terminé, si la calculatrice affiche le mode défini sur
mode 1 , lutilisateur peut :

appuyez pour transférer le résultat calculé sur I'axe x ; puis 'axe x

sur la fenétre pour afficher cette valeur ;

presse pour transférer le résultat calculé a I'axe du jouet ; puis ils

la fenétre affichera cette valeur ;

appuyez . pour transférer le résultat calculé vers l'axe z ; puis le z
sur la fenétre pour afficher cette valeur ;
Transfert de la valeur d'affichage actuelle dans la fenétre vers la calculatrice.

si la calculatrice affiche le mode défini pour le mode 1 I'utilisateur peut :

presse @ pour transférer la valeur d'affichage dans la fenétre x vers la calculatrice ;

presse pour transférer la valeur d'affichage dans la fenétre Y pour calculerr ;

presse pour transférer la valeur d'affichage dans la fenétre z vers la calculatrice ;
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Appendix

8 Appendix

1. Troubleshooting;:

The following are the preliminary solvents for troubleshooting.

If there is still trouble, Please contact out company or agents for
help.

Troubles

No display

Possible reasons

Powerisn't connected

. Power switch is off.

. The range of power voltage is not right.
. The inner power of Linear Scale is
short.

HWN =

Solvents

1. Check power wire and connect the power
2. Turn on the power switch.
3. The range of voltage is in 80--260V
4. Unplug the connector of linear
scale

One axis is not counting

-

. Replace the linear scale of the other
axis,
.DRO s in special function

N

1. If count is normal, the linear scale
has trouble; If abnormal, the DRO
readouts has trouble.

2. Quit the special function.

Linear scale is not
counting

-

. Reading head is bad for using range
exceeds.
.Aluminum chips is in reading head
of linear scale.
. The span between the reading head
and metal part of linear scale is large.
The metal parts of linear scale is damage.

N

w

1.Repair the linear scale
2. Repair the linear scale
3. Repair the linear scale
4. Repair the linear scale

Counting is error

Shell is poor grounding.

Low precision of machine.

Speed of machine is too rapid.
Precision of linear scale is low.

The resolution of DRO readouts and
the linear scale is not match.

The unit (mm/inch) is not match.

et b e

@ N o>

Setting thelinear compensating is not arrest.
Reading head of the linear scale is damaged.

1. Shellis good grounding.

2.Repair the machine.

3.Reduce the speed of machine.

4. Mount the linear scale again.

5. Set the resolution of the DRO again,
6. Cover the unit of display mm/inch.
7. Reset the linear compensation.

8. Repair the linear scale.

The counting of
the linear scale
is not accurate

. The mounting of linear scale does not demand the
requirement, and the prcision is not adequate.

2.The screw is loosen.

3. Precision of machine is low.

4, The resolution of digital readouts and the linear

scale is not match.

-

. Mount the linear scale again and
level it.

. Lock all fixing screws.

Repair the machine.

Reset the resolution of digital

readouts.

awn

Sometimes the linear|
scale is not counting

1. The small car and steel ball is separated.

2. The glass of reading head is wearied.

3. The glass of reading head of the linear scale
has dirt.

4. The elasticity of the steel wire is not adequate.

Repair the linear scale.
Repair the linear scale.
Repair the linear scale.
Repair the linear scale.

Rl
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Appendix

2. Specifications of Digital Readout.

1) Supply Voltage range: AC 85V ~ 230 V; 50 ~ 60 Hz

2) Power consumption: 15VA

3) Operating temperature: 0°C-- 50°C

4) Storage temperature: - 30°C-- 70°C

5) Relative humidity: < 90 % (25)

6) Max Coordinate number: 3

7) Readout allowable input signal: TTL square wave
8) Allowable input signal frequency: < 5 M Hz

9) Max resolution of digital display length: 0.01 um

10)Max resolution of digital display angle: 0.0001 / PULSE

3. Instructions
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Macmnei@ﬁ?%‘ﬂffggeof character output at the data interface

1. X,Y,Z Axis

ﬁ) ® ®@ O @?

® @ ®

Pin | TTL(Standard) Pin | TTL(Standard)
1 1 5V
2 ov 2 ov
3 3 i
4 4 B+
b 5 R+
6 A+ 6

7 5V 7

8 B+ 8

9 R+ 9

For your convenience,
If you buy a digital readout,

The wiring definition of your linear scale must be the same as the 2 definitions in the
above diagram to be universal!
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Installation Instructions

10,90

8,30 LO+124
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TTL signal Output: EIA-422-A signal Output:

A_[ L[ |
A AL 1L
BL_I L[

| TR
B| I || Bl LI L
| 190 °Phase Difference z _IT1___
. | z LU

1. TECHNICAL PARAMETER

Signal Cycle g i J_ Signal Cycle
T

1.1 SCALING DISTANCE: 0.02 MM (50LINES /MM)

1.2 RESOLUTION: 5pM. 1pM, 0.5uM

1.3 PRECISION: *3pM, *5uM, *15pM/M (20£0.1°C)

1.4 MEASURING RANGE: 30~3000MM

1.5 MOVING SPEED: HIGH-SPEED ENCODER 120 M/MIN (TO BE CUSTOMIZED)
ORDINARY ENCODER 60M/MIN

1.6 POWER SUPPLY: +5V+5%, 80MA

1.7 CABLE LENGTH: STANDARD 3M (SPECIAL LENGTH AVAILABLE ACCORDING TO THE USER'S
NEEDS)X

1.8 WORKING TEMPERATURE: 0~45°C

1.9 PIN DESCRIPTION:

1) APPLICABLE TO: 9 PIN SOCKET EIA-422-A SIGNAL OUTPUT.
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1) Applicable to:

FG”]

5

V 4
OOOJ

p oog

L
\

0

Q//

\9

9 pin socket EIA-422-A signal Output.

Pin
o 1 . 3 4 5 6 7 8 9
Position
Signal A oV B Empty | Z A | +5V B £
Green Orange White .
Color Black FG Green | Red | White |Orange
Black black black
FG: Shield connected to metal casing.
1) Applicable to: 9 pin socket TTL signal Output.
Pin
L 1 2 3 4 B 6 7 8 9
Position
Signal ov Empty A +5V B £
Color Black FG Green | Red | Orange | White

FG: Shield connected to metal casing.
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Echelle linéaire
Dessins d'installation
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10,80

740

8.%

Méthode d'installation :

LO#124

10,00

([0}

®|

o | |ITITITIEE

7.40

10,00

10,50

7300

Lovi42

1

1210

Je.%0 Lov124 (® .
|| 0A]F 2 \
L B o o
A f _} E
] = o o
8,00 ) jmm 5,00 §
mm 21,60
80,00 =] 3
ilo
(/101]A] {ZTo1]A]
® ®
Taille standard : (Unité : mm)
Modele IL L1 L2 Modele LO L1 L2
YE-50 50 174 190 YE}550 550 674 690
YE-100 100 224 240 YE-600 600 724 740
YE-150 150 274 290 YE-650 650 774 790
YE-200 2P0 324 340 YE{700 700 824 840
YE-250 250 374 390 YE-750 750 874 890
YE-300 30 424 440 YE-800 800 924 940
YE-350 3p0 474 490 YE-850 850 974 990
YE-400 40 524 540 YE-900 900 1024 1040
YE-450 450 574 590 YE-950 950 1074 1090
YE-500 5p0 624 640 YE{1000 1000 1124 1140

LO : Longueur de mesure effective du codeur linéaire ; L1 : Longueur du codeur linéaire

trous de montage ; L2 : longueur totale du codeur linéaire
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Entretien:

1. La course effective du codeur linéaire doit étre plus longue que la course maximale
déplacement de la machine-outil. Si la longueur n'est pas suffisante, remplacez le codeur
linéaire par une course plus grande ou ajoutez un bloc de fin de course sur les machines. La

position finale de la téte de lecture par rapport a I'extrémité du corps du codeur linéaire ne
doit pas étre inférieure a 10 mm (voir le schéma suivant).

Téte de porte droite
r corps d'un pied

Téte de porte gauche

Cable de signal
Téte de lecture

2. Pour toute surface non usinée, une cale doit étre placée a l'arriere du codeur linéaire ou une
cale d'installation fabriquée par I'utilisateur doit étre utilisée pour assurer la stabilité et la
fiabilité de la connexion entre la régle de réseau et la surface de montage.

3. Lorsque vous utilisez un comparateur a cadran ou un instrument similaire pour étalonner le

parallélisme du codeur linéaire, I'angle de la téte latérale doit étre compris entre + 30 degrés,
et plus l'angle est petit, mieux c'est.

0
(&)

67



Machine Translated by Google
4. La position d'installation du codeur linéaire doit éviter tout impact direct du fer
limailles, huile, eau et poussiere (comme indiqué sur la figure ci-dessous). La longueur d'installation
de la plaque en L doit étre aussi courte que possible dans les circonstances possibles, et

la situation de force de la surface de montage doit étre prise en considération.

0
0 0 0 0 0 0
0 o 0
0
0
0 9 8 o 0 0 0
0 0
0 0
0 0 o 0

ol 0 0] =——
[o] "~ Jommy

Mauvaise installation

Installation correcte

5. Il doit y avoir un espace de 0,5 mm ou plus entre le cache-poussiéere et la régle
corps et éviter tout contact entre le cache-poussiére et le corps de la régle lorsque

déplacer la téte de lecture (comme ci-dessous).

6. Profondeur du filetage de la vis d'installation, doit avoir au moins 6 dents de profondeur de verrouillage ;
force la plus grande partie, comme le support de la plaque fixe de I'étagére du compteur d'affichage numérique,
doit avoir 8 dents de profondeur de verrouillage ; série YE d'échelle, la profondeur du filetage
profondeur de la profondeur de verrouillage. Tels que le support de I'étagére du compteur d'affichage numérique fixe
plaque, doit avoir une profondeur de verrouillage supérieure a 8 dents ; échelle de la série YE avec vis M4
surface de montage installée taraudage aprées ébavurage de surface, peinture, élimination des taches.

(La figure suivante)

Cache-poussiére

[/
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7. La fixation de la ligne de signalisation doit tenir compte de toutes les distances de déplacement pertinentes.

Position de fixation placée autant que possible au centre méme de la course, et la ligne de signal en excés

est fixée avec un lien métallique.

8. Le réglage de la hauteur de I'échelle doit étre la longueur du centre de I'échelle pour prendre les deux cotés
du point de symétrie. Pour ajuster le point de référence, quelle que soit I'échelle, quelle que soit la
direction du niveau scolaire ou de la hauteur, la plage de réglage : pour le corps de I'échelle, a une distance

ne dépassant pas 20 mm de chaque extrémité de la téte de lecture doit prévaloir. Pour la téte de lecture,

entre les deux surfaces de référence quadrilatérales (figure suivante)

9. Le rayon de courbure de la ligne de signal de la balance est supérieur a 60 mm.

0
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10. Norme d'installation de la balance

(1) Norme de surface de base d'installation (Figure 4.8abc trois méthodes d'installation)
1. La surface d'installation du corps de la régle est parallele a la surface d'installation de la téte de

lecture et le parallélisme entre les surfaces d'installation est < 0,1 mm

2. La surface d'installation du corps de la regle est perpendiculaire a l'installation

surface de la téte de lecture et la perpendicularité entre les surfaces d'installation est < 0,1 mm

2) Normes d'installation du corps de régle (Figure 4.9, Figure 4.10)

1. Sens de hauteur par rapport au parallélisme du guide de la machine < 0,1 mm, maximum ne
dépassant pas 0,15 mm En termes de point de symétrie, plus il est petit, mieux c'est.

3) Norme d'installation de la téte de lecture

1. L'espace entre la téte de lecture et la direction de la hauteur du corps de la regle est de 0,8 mm a

1,6 mm aprés l'installation, puis retirez le bloc de tampon (Figure 4.11)

(o] (o}
a 2. Téte de lecture coté A et corps de la regle coté B.
Désalignement dans le sens horizontal.
©
; 0,25+0,15 mm
o
(®) O
b 3. Parallélisme de la téte de lecture par rapport a
- = machine-outil < 0,10 mm, le maximum ne peut pas
dépasser 0,30 mm
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Parameétre:
Modle SNS-3V-YE102024 SNS-3V-YE161838
Rated voltage: CA 85-230 V 50 Hz/60 Hz
Resolution S um
Number of axles 3

10 inches 16 inches

Range 20 inches 18 inches
24 inches 38 inches

Accessoires standards :

Accessories for digital display meters: | Accessories for grating ruler:

1. Support rod * 1 1. Ruler cover * 3

2. Knife holder plate * 1 2. L mounting plate * 4

3. Transparent watch case * 1 3. Plug*6

4. Power cord * 1 4. Screw pack * 3 bags

5. Watch holder * 1 Each bag contains:

6. Butterfly piece * 2 Internal hexagonal screw M4 * 30 * 4;
7.M8* 70 screw™ 1 Internal hexagonal screw M4 * 12 * 2;
8. M10 * 55 screw* 1 Internal hexagonal screw M4 * 8 * 4:
9. NutM10™* 1 U-shaped gasket T=0.2mm * 2;

10. Nut M8 * 1 Washer@ 6 * 2;

11. Nut M5 * 1 Washer¢ 5* 2;

12. Internal hexagonal screw M5*20*2 | Washer¢ 4 * 6;
13. Intemal hexagonal screw M5 * 25 * 1 Linecard* 2
14. M4 * hex socket screw * 4

15. M5 * 10 machine meter screws * 2
16. Washer@ 10 * 1

17. Washer ¢ 8 * 1

18. Washer@ 5*1

19. Rubber washer20*10*1*1

20. Rubberwasher20*10*05 *1
21. Spring washer @ 10 * 1

22. Spring washer @ 8 * 1

23. Spring washer @ 5 * 1

Cet appareil est conforme a la partie 15 des regles de la FCC. Son fonctionnement est

soumis aux deux conditions suivantes : (1) cet appareil ne doit pas provoquer d'interférences
nuisibles et (2) il doit accepter toute interférence regue, y compris les interférences pouvant
provoquer un fonctionnement indésirable.
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Fabricant : Shanghaimuxinmuyeyouxiangongsi

Adresse : Shuangchenglu 803nong11hao1602A-1609shi, baoshanqu, Shanghai 200000
CN.

Importé en Australie : SIHAO PTY LTD, 1 ROKEVA STREET, ASTWOOD NSW

2122 Australie

Importé aux Etats-Unis : Sanven Technology Ltd., Suite 250, 9166 Anaheim Place, Rancho
Cucamonga, CA 91730

E-CrossStu GmbH

REPRESENTANJ DE LA CE

Mainzer Landstr.69, 60329 Francfort-sur-le-Main.

YH CONSULTING LIMITEE.

REPRESENTANY DU ROYAUME-UNI C/O YH Consulting Limited Bureau 147, Centurion House,

Route de Londres, Staines-upon-Thames, Surrey, TW18 4AX

VEVOR

TOUGH TOOLS, HALF PRICE

Assistance technique et certificat de garantie électronique
www.vevor.com/support
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VEVOR

TOUGH TOOLS, HALF PRICE

Technischer Support und E-Garantie-Zertifikat

Www.vevor.com/support

DRO-DISPLAY-BENUTZERHANDBUCH

MODELL: SNS-3V-YE102024 IST NS-3V-YE161838

Wir sind weiterhin bestrebt, lhnen Werkzeuge zu wettbewerbsfahigen Preisen anzubieten.
“die Halfte retten” | "Halber Preis" oder andere ahnliche Ausdriicke, die wir verwenden, stellen nur eine
Schatzung der Einsparungen, die Sie durch den Kauf bestimmter Werkzeuge bei uns im Vergleich zu den groRen erzielen konnten
Top-Marken und bedeutet nicht notwendigerweise, alle Kategorien von Werkzeugen von uns angeboten abzudecken. Sie
Wir mdchten Sie bitten, bei der Bestellung sorgfaltig zu prifen, ob Sie
tatséchlich sparen Sie die Halfte im Vergleich zu den groBen Top-Marken.
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®
VEVOR DR ANZEIGE

TOUGH TOOLS, HALF PRICE

MODELL: SNS-3V-YE102024 SN$-3V-YE161838

opDEE@
EopaEm
oBgoAo:a
oBEgaERE&
o -N-N-N"
EEnm

{ )

U J

Brauchen Sie Hilfe? Kontaktieren Sie uns!

Haben Sie Fragen zu unseren Produkten? Bendtigen Sie technische Unterstitzung?
Kontakt:

Technischer Support und E-Garantiezertifikat
Www.vevor. com/support

Dies ist die Originalanleitung. Bitte lesen Sie alle Anweisungen im Handbuch.
sorgféltig durch. VEVOR behalt sich eine klare Auslegung unserer Bedienungsanleitung
vor. Das Erscheinungsbild des Produkts unterliegt den

Produkt, das Sie erhalten haben. Bitte verzeihen Sie uns, dass wir Sie nicht erneut
informieren, wenn es Technologie- oder Software-Updates flir unser Produkt gibt.
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Sehr geehrte Benutzer,

Vielen Dank fur den Kauf der Digitalanzeigen der Multifunktionsserie -
Digitale Anzeigen werden in einer Vielzahl von Anwendungen eingesetzt. Dazu gehéren
Werkzeugmaschinen | in Vorschubachsenyess- und Priifeinrichtungen, EDM und Messstationen fiir
Teilapparate, Setzgerate ,
Produktionskontrolle. Um die Anforderungen dieser

Anwendungen kénnen viele Encoder an die Digitalanzeigen angeschlossen werden.

Lesen Sie vor der Verwendung alle Anweisungen im Handbuch sorgféltig durch und

Halten Sie sich strikt an die Anweisungen. - Bewahren Sie das Handbuch zum spéateren Nachschlagen auf. -

Sicherheitshinweis:

#  Um elektrischen Schlag oder Feuer zu verhindern, Feuchtigkeit oder direktes Sprithen
Kahlflissigkeit muss vermieden werden. Bei Rauch oder besonderen
Geruch von der Digitalanzeige, ziehen Sie bitte den Netzstecker
sofort, sonst kann es zu Feuer oder Stromschlag kommen.
Versuchen Sie in einem solchen Fall nicht, das Gerat zu reparieren. Wenden Sie sich bitte an das Unternehmen oder
distributors.

1 Die Digitalanzeige ist ein prézises Messgeréat mit einem optischen
Lineare Skala- wenn es im Einsatz ist, wenn die Verbindung zwischen dem
Lineare Skala und die Digitalanzeige sind defekt oder beschadigt
extern, kénnen falsche Messwerte entstehen - Deshalb,

der Benutzer sollte vorsichtig sein.

¥ Versuchen Sie nicht, die Digitalanzeige zu reparieren oder zu veréandern, da es sonst zu Stérungen,
Es kann zu Stérungen oder Verletzungen kommen. Im Falle eines anormalen Zustands

wenden Sie sich bitte an das Unternehmen oder den Handler.

8 Wenn die optische Linearskala, die mit der Digitalanzeige verwendet wird, beschadigt ist, verwenden Sie
keine Linearskala einer anderen Marke. - Da die Leistung, Spezifikation und Verbindung der Produkte

verschiedener und CAN-Hersteller unterschiedlich sein kénnen,

darf nicht ohne Anweisung eines Fachtechnikers angeschlossen werden.

Personal, sonst kommt es zu Problemen mit der Digitalanzeige.

¥  With the continuous updating of products, if there are changes or

Bei Anderungen der Beispielparameter sind die Zufallsdateien maRgebend und das Unternehmen

hat das endgiltige Auslegungsrecht ohne Vorankiindigung.
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[llustration of Panel and keyboard

THREE AXIS PANEL

BEEEEE
B
L))
B CE
BHEEHEE
HHN B

cevr] =
p) =
= v
4 o
m .u n

A =|=
L =|=

TWO AXIS PANEL

BEREENE

HONEDE
DEEEEE
DEENOE
BEEEEE
98 B
o BB
STE=E

A@E

BE




Machine Translated by Google

Caption of the keyboard

Keyboard Description

(] [

Keys for axis selection

Zero select axis

Enter +/- sign

)

Enter decimal point

@G GEGE A
gjojajojn

Entry keys for numbers

HEHXNEHE

Operation key (in Calculation function
key)

(TR

Enter or quit calculating state

=
~

Cancel incorrect operation

Calculate inverse trigonometric

Square root

™
= gl =
— =

Confirm operation

=

=
-
=|

Toggles between inch and millimeter
units.

Press when ready to identify a reference
mark.

o
==
-

Function keys for 200 sub datum

ARC cutting function

holes displayed equally on a circle

BliENE

holes displayed equally on a line
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Caption of the keyboard

EN

Calculate trigonometric or Slope
Processing function key

X

Calculate trigonometric or rectangular
inner chamber processing function key

N

Calculate trigonometric or the tool
diameter compensation function key

.
=
v

Toggle between ABS/INC coordinate

Stroll up or down to select

Taper measured function key

Tool library call key

Opens the tool table.( lathe)

EDM function key

Filter display function key

Half a display value of an axis

=l | = =211 M= B
=
EAEEEB@@

Non Linear Error Compensation
function keys
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Parameters settings

3. Parameters settings
3.1 Parameters setup routine entrance.

Press E] to enter initial system and self-check after DRO powers

on in 1 second, then Parameters settings display in the

Parameters window.press [Z] E] to select the item you want to chang.
If you want to quit initial setting, press [B E] until “QUIT”

appears in message window and press. You can also press [Z] to

quit initial setting.

3.2 Parameters Settings Description

3.2.1 Setting the Resolution

Press E] E] until “RESOLUTE” appears in message window;

When selecting the LINEAR encode, the resolution will be set as
follow:
There are 19 types of resolution:

0.01um;0.02um;0.05um;0.10um;0.20um;0.25um;0.50um;1.00um;
2.00um;2.50um;5.00um;10.00um;20.00um;25.00um;50.00um;
100.00um;200.00um;250.00um;500.00um.

Press to change the resolution for X axis;Press to change
the resolution for Y axis;Press to change the resolution for Z axis;

Set the resolution 5.00um to 1.00um for X axis:

[ 5.00J@ [ RESOLUTE Jig\(y) )| 1.00]@
DDROE @  NEROEOE
peEgEe © nlalololelm

When selecting the rotary encode, the resolution will be set as

follow:

Input the rotary encode parameter value .

( 5.00)8 [ RESOLUTE | Amjm me)e)e)mc) [ 5.00)&
O
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3.2.2 Setting Positive Direction for Counter
Press [Z] E until “ DIRECTE” appears in message window.
Direction ‘O’ means the display value will increase when scale
moves form right to left and decrease when scale moves from left to
right. Direction ‘1’ means the display value will increase when scale
moves form left to right and decrease when scale moves from right to
left.

Press (X to change the Direction for X axis;Press to change

the Direction for Y axis;Press to change the Direction for Z axis; as
follow:

[ 0J& [ DIRECTE gy 16
(] () (g (J () (9
C:::jlm...a@‘® L 0 5@
3.2.3 Toggle Betwween R/D Display Mode

Press E] E] until “R OR D” appears in message window. X

window, Ywindow, Z window displays ‘O’ or ‘1’ separately.

=]
z

@8
0O®
[B]E]

‘0’ is mode R, which means the dispay value equals the actual
measurement. ‘1’ is mode D where the display value equals the

double actual measurement. Press m to change the R/D for X
axis;Press o change the R/D for Y axis;Press to change the
R/D for Z axis; as follow:

( 0J8 [_RORD eyl 1)@ R OR D

DREOE0 mmis el
L YU Eee05 O C— 9 alololal

o
vl

)
Q&)

©)
BE

B
S5

3.2.4 Setting Z axis Dial

Press [Z] E until “Z DIAL” appears in message window.

Z axis dial should be set if Z axis is emulated for 2 axis milling and
only install linear scale for X,Y axis. Z axis dial means the distance the
Z axis travels when screw runs a revolution.
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Set the Z axis Dial 2.5mm as follow ;

[—RT[ \c{>m@@@af>!@|

3.2.5 Setting the Rotary Radius of the Workpiece
Press @ @ until “RDIUS” appears in message window.
The Rotary rdius type is used perimeter to measure angle.

Input the Rotary Radius parameter value 2000mm as follow:

[ @ (RIS Jomepeonome | 18
NEEODBD
El )

3.2.6 Setting the Angle Display Mode
Press E] E] until “ANG DISP” appears in message window.

Press m to change the angle display mode for X axis;Press m to

change the angle display mode for Y axis;Press to change the angle
display mode for Z axis; Example for X axis:
“0.0000” means the angle mode is Circulating DD;
“0000.0000” means the angle mode is Incremental DD;
“0.00.00” means the angle mode is Circulating DMS;
“0000.00.00” means the angle mode is Incremental DMS;

( 0.0000 (3 [ ANG DISP ]E>E>[oooo.oo.oo] [ ANG DISP |
B OB BEEO® @
— - O I — e

3.2.7 Setting the Baudrate of RS_232 (Special customization function,
if you need to buy, please contact the dealer to customize)

Press @ @ until “BAUDRATE” appears in message window.
Set the Baudrate 115200 as follow ;

[ 9600 )@ [ BAUDRATE Jop (1) (1 (8 @ () () & [C_115200 )@
H
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Parametereinstellungen

3. 2.8 Einstellen der absoluten Nullung aktivieren oder deaktivieren

driicken E] @ bis ,ABS ZERO" im Meldungsfenster erscheint-
bedeutet Betrieb des ABS-Nullstellens und voreingestellte Daten werden
aktivieren im normalen Anzeigezustand -

"1"  bedeutet Betrieb des ABS-Nullstellens und voreingestellte Daten werden
im normalen Anzeigezustand deaktivieren -

Die

Driicken Um den absoluten Nullungsmodus fir die X-Achse zu &ndern, driicken Sie

Zu

Sie, um den absoluten Nullungsmodus fir die Y-Achse zu &ndern. Driicken Sie

Andern des absoluten Nullungsmodus fiir die Z-Achse; Beispiel fiir die X-Achse -

L @
L J@

ABS ZERO

Gefangener vier vier
D00

5
Y

L o@

ABS ZERO

NEEEEG
0 e 0 O 0

3.2 .9 Einstellen des Absolutwertes der Sonderfunktion
driicken E] @ bis ,ABS ASST" im Meldungsfenster erscheint-
'o bedeutet, dass nur der Positionswert der Sonderfunktion im
Sonderfunktionsbetrieb.
"1"  pedeutet Sonderfunktion Positionswert + ABS Positionswert ist
Anzeige im Sonderfunktionsbetrieb.
driicken zum Andern des absoluten Modus fiir die spezielle Funktion wird

wie folgt eingestellt werden:

[ 0@

S
b

3.2.10 Einstellen der

driicken @ @ bis UCCTR MODE" in der Meldung W erscheint -

Calculator Anzeigemodus

indow

1

Die

K

metenBechneranzeigewert bei der x-ten Anzeige bedeutet den ow disply;

Rechneranzeigewert im Meldungsfenster im Display;
dricken Um den Rechner-Anzeigemodus zu andern, wird AS eingestellt

(0@ (crwe Mg 1@
\V

Einstellung der Helligkeit der LED-Anzeige, die Werkseinstellung ist nur

follow:

CTR-MODUS

3.2.11 Displayhelligkeit einstellen

"3", je héher der Parameter, desto heller die Helligkeit. Driicken Sie "xo", um
festgelegt ist, ist es nicht empfehlenswert, den Standardwert selbst festzulegen.

10
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3.2.12 The linear scale counting frequency setting
The factory default setting is only "12", the higher the parameter,

the lower the counting frequency, press "X0" to set, it is not recommended
that you set the default value yourself.
3.2.13 Setting QUIT: Digital display table parameters quit button.
3.2.14 Setting the type of the DRO.
The type of the DRO will be display on the right window. then press
the key to select the correct type. the following system item will be set:
“MILL-3” means the DRO type is 3-axis milling machine table;
“MILL-2”  means the DRO type is 2-axis milling machine table;
“LATHE-2” means the DRO type is 2-axis lathe table;
“LATHE-3” means the DRO type is 3-axis lathe table;
“GRIND”  means the DRO type is Grind table;
“EDM” means the DRO type is EDM table; (Special customization
function, if you need to buy, please contact the dealer to customize)

8 [ WMILL3 oMo )@ [ MILL_2
3.2.15 Signal Interface Type {b
Message window displays “ SEL AXIS” which indicates the step
is to Sensor input signal mode. Press to change the signal mode
for X axis;Press to change the signal mode for Y axis;Press . to
change the signal mode for Z axis;Example for X axis:
Press to scroll through the Rotary encode type, the Linear

encode type, the Rotary rdius type.
X window displays the Signal type.

“LInER” means the Signal type is linear encode type ;

“EnCOdE “ means the Signal type is Rotary encode type;

“RdAIUS” means the Signal type is Rotary rdius type ;
Example: currently in the linear encode type, to toggle to the Rotary
encode type;

(LINR __]@ E>E>[ENCODE J@ [ SEL AXIS |

11
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3.2.16 Restore Factory Settings:

Clear all data except DRO type.DRO will load default setup for
parameter.After loading default setup,user must search RI once to
enable resuming ABS dadum function;otherwise to resume the datum
by RI is unable;

Message window displays “ ALL CLR” , press [eNT| and message

windows display “PASSWORD” indicating the operator to input
password; Press 2000 + in turn to load default value;

[ )@ (AL CLR ]E>ﬁ>[ J@ [ CLR OK ]
3.2.17 Shrinkage Ratio enable or disable.
Message window displays “ SRK OFF” to disable Shrinkage rate

function. Press [ENT| to enable Shrinkage rate function in Message
window displays “ SRK ON” :
[ )@ (srk_oFF ]2 Ede) )@ [ _SRK_NO

3.2.18 Setting Compensation Type
Message window displays “ SEL COMP” which indicates the step
is to compensation type. Press m to change the compensation type for X
axis;Press to change the compensation type for Y axis;Press E to
change the compensation type for Z axis;Example for X axis:
Press m to scroll through the not compesation type, the Linear

compesation type, the non-linear compesation type.

“no-CQO” means the compesation type is not compesation type;

“LInE-CO” means the compesation type is linear compesation type.

“non-LinE” means the compesation type is non-linear linear

compesation type;
Example for X axis: currently in the not compesation type, to toggle to

the linear compesation type;

[ NO—CO |6 [ SEL COMP ]c{>ﬁ>[ LINE-CO |09 [ SEL COMP |
= G EENCN D) we - B HEOEHE
ppgog@ O aujojejojo

12
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3.2.19 Inch display, set the number of digits after the decimal point

In the inch display mode, the number of digits after the decimal
point is set, the factory default digit is "4", press "X0" to set, can be set
according to actual needs.

3.2.20 Setting EDM: it is not recommended that you set the default
value yourself, EDM function, Set the relay off on time.
3.2.21 Setting Linearity Compensation.

Message window displays “ LIN COMP” which indicates the step
is to Linearity Compensation. Compensate the linear error to make
display value equals to standard value.

The calculation of compensation rectifying coefficient:

o (Measurement - Standard value) x 1000.000
Coefficient =

Standard value
Example for X axis:
Measurement 200.020mm
Standard value 200.000mm

Rectifying coefficient= (200.020-200) * 1000 /200 =-0.01mm/m
Input compensation rectifying coefficient 0.01 as follow:
[ 0.000J8 [ LINCOW ] &m0 @O 2
) 028080
888888 U

3.2.22 Setting the Shrinkage Ratio
Press [Z] [z] until “ SHRINK” appears in message window;

Dimensions of the finished product
Shrinkage radio =

Dimensions of the working piece
Set the shrinkage radio 1.005 as follow;

[ 1.000J@ [ SHRINK | &)@ @G ©
gp@ogg &

13
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4. General Operations;
4.1 Zeroing

Zero the designated axis in normal display state.Zeroing is used to
set the current point as datum point as follow;

key (%[ ==> X axis zero | 0. 000 |
key % > Y axis zero [ 0. 000 ]
key % =>> Z axis zero [ 0. 000 ]

or or will be return to the original data before the reset.

4.2 Preset Data to Designated Axis
Preset a value to current position for a designated axis in normal
display state.

DFDHEDEDDOED
DFNEHEEEDOEE)
[ 76.200|@ | FOEEBRCEEOE: [ 888. 660 )

4.3 Toggle Display Unit between inch and mm

Length can be displayed either in “mm?” (metric) or “inch”
(imperial). Display unit can be toggled between mm and inch.
Example: Display value toggle from mm to inch;

> B D ineh
[ 76.200]@ Y [ 3.0000]@
Example: Display value toggle from inch to mm;

200003 " ™
[ 3.0000]@ U [ 76.200]@

14
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4.4 Absolute/Incremental/200 groups SDM

Function: The DRO has 3 coordinate display modes: the absolute
mode (ABS); the incremental mode (INC) and 200 goups
Second Data Mamory (SDM) with the range of 00 to 99.Zero
point of work-piece is set at the origin point of ABS

coordinate. The relative distance between datum of ABS

and SDM remains unchanged when ABS datum is changed.
1. Toggle from ABS to INC coordinate;

( 0.0000 | [ ABS ]

(8 J 0 s J 3 YD)
alalololela

[ 12.000 )6 [ INC ]

DEEEEa
alalololely

3. Toggle from SMD to ABS

( 100.000 /63 [ soMm 1 |

NEOOHGE

4.5 1/2 Function

DE|

12.000 @ |

INC

J

b

UEHOR
alalolols

@
)

2. Toggle from INC to ABS coordinate;

:(>E(>[ 0.000 J03 [ ABS ]

(3 N S N el N S N )

{b ajoxjejojo
coordinate;

c(>t>[ 0.000 (3 [ ABS ]

NEEEEO

¥ noooeg

Function: Set the center of work piece as datum by halving the

displayed value.

Example: Set the center of rectangle as datum as the right figure.

Steps:

1. Touch one side of the workpiece with the TOOL,then zero the X

axis.

25. 400
76. 200

S ey
H

15

0. 000 | &
76. 200




Machine Translated by Google

Allgemeine Vorgéange

2, Gehen Sie mit dem WERKZEUG zur gegenuiberliegenden Seite des Werkstiicks und beriihren Sie es.
Driicken Sie dann @ + um wiederum den Anzeigewert der X-Achse zu bewerten.

800. 000 [:> x) |:> 400. 000
76 . 200 I 76 . 200

3. Bewegen Sie den Bearbeitungstisch, bis auf der X-Achse ,0.000" angezeigt wird.
Fenster. Die Position ist die Mitte des Werkstiicks-

4. 6 Alle SDM-Daten l6schen.

Im ABs-Modus driicken Sie kontinuierlich B zehnmal wird Klar
alle Daten fir 200 Satze SDM. Mcssage-Fenster zeigt USDM
CLR".

4.7 Schlafmodus
im nicht ABS-Modus, durch Driicken der Taste ann alle Displays ausschalten

und der DRO in den Schlafmodus versetzt wird, dann diese Taste driicken

wieder wird die DRO zuriick in den Arbeitsmodus versetzt. Im Schlafmodus

Modus ist die DRO noch im Arbeitszustand und zeichnet tatsachlich die WERKZEUG
movement.

Beispiel: Wenn Sie sich nicht im ABS-Modus befinden, gelangen Sie in den Sleepin8-Modus, indem Sie drticken
Im Schlafmo Onnen Sie mit der Taste F den Schlafmodus beenden.
Schlafmodus -

4. 8 Stromunterbrechungsspeicher.

Der Speicher dient zum Speichern der Einstellungen der DRO und der Maschine
Referenzwerte, wenn POWER ausgeschaltet ist.

16
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Allgemeine Vorgange

4 . 9 Sucheden absoluten Bezug$punktdes MaRRstabs

Im taglichen Bearbeitungsprozess kommt es haufig vor, dass die
Die Bearbeitung kann nicht innerhalb einer Arbeitsschicht abgeschlossen werden, und daher
DRO muss nach der Arbeit ausgeschaltet werden, oder es kommt zu einem Stromausfall wahrend
der Bearbeitungsprozess, der zum Verlust des Werksttickbezugs fiihrt
(Werkstucknullpunkt) , die Wiederherstellung des Werkstucknullpunktes
Die Verwendung von Kantenfindern oder anderen Methoden fuhrt zwangslaufig zu héheren
Bearbeitungsgenauigkeit, da es nicht moglich ist, die
Werkstuck-Nullpunkt exakt an der vorherigen Position. Damit das
Wiederherstellung des Werkstiickbezugspunkts sehr genau und keine erneute Ermittlung des
Werkstuckbezugspunkts mit Kantentaster oder anderen Methoden erforderlich,
Jede Linearskala hat einen Referenzpunkt, der mit Referenz ausgestattet ist
Position, um eine Bezugspunkt-Speicherfunktion bereitzustellen.
Das Funktionsprinzip der Referenzdatum-Speicherfunktion ist wie folgt
folgt.
Da der Referenzpunkt der linearen Skala permanent und fest ist, wird er
andert sich nie oder verschwindet, wenn das DRO-System ausgeschaltet ist.
Daher mussen wir lediglich den Abstand zwischen dem Referenzpunkt speichern
und der Werkstucknullpunkt im nichtfliichtigen Speicher- Dann
Im Falle eines Stromausfalls oder einer Abschaltung der DRO kénnen wir wiederherstellen
den Werkstuck-Nullpunkt durch Vorgabe des Anzeige-Nullpunktes
Position als gespeicherte Distanz vom Referenzpunkt -
Bei der Bearbeitung eines Werkstiickes muss ein absoluter Bezugspunkt gesetzt werden-
Es gibt drei Betriebsarten (REF, AB, LEF AB):
Beispiel: Speichern des Arbeitsdatums der X-Achse-

X-AchseReferenzMarkierungsposition
(unbefristet und unbefristet)

Linearskala :
|:[||:||:| Werkstiick HHD]
i - L
werkstuckdatum i | Distanz zwischen dem Ref
€
(ABS Zero) ! ' PunktundWerkstiickbezugspunkt m

17
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Example for REF mode :
1. DRO is set in ABS coordinate. Press , then the message

window display “REF” .
I 0.000)@ [ ABS 2 @ &

—

[ REF |

2. Message window displays “REF” , Press until “FD_REF”

appears in message window.

[ )& (s Jp@o[___0.000)8 [ F0_REF ]

3. Select the axis which need search RI. For instance : selsct X
axis, then press @ . “X_REF” is displayed in message window, and
X axis window flashes.

( 0.000 |6 [ FD REF ]C{>@'i>[ 0.000 JB [ X REF ]
a i L ) N 6 Nt N S N D) I L8 (0 N s N s N ES D)
Nooanae noooHa

4, Move the machine table .The buzzer sounds when RI is searched,
then X window stops flashing and displays the value of the current

position .the DRO returns normal display state. Then message window
displays “FIND_X” .

Example for AB mode :
1. DRO is set in ABS coordinate. Press , then the message
window display “REF” .
( 0.000 J6@ [ ABS Jo) 69 o 0.000)@ | REF |

2. Press [Z] [z] , then the massage window display “AB” .
l )@ [REF @@ [ AB |

3. Message window displays “AB” , Press until “FIND_AB”

appears in message window.
[ [ AB_ )5 @) o) 0.000)@ [__FIND AB]

18
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4. Select the axis which need search RI. For instance : selsct X axis,
then press [D . “X_REF” is displayed in message window, and X

axis window flashes.

[ 0.000 J& [ FINDAB Jhch|[_0.000 JE [ X AB |
NEHUOBH® OHE0E@
BEEREa SEEbl

5. Move the machine table .The buzzer sounds when RI is searched,

displays the value of the current position for the absolute datum zero.
the DRO returns normal display state. Then message window displays
“FIND_AB” .

Example for LEF_AB mode :
1. DRO is set in ABS coordinate. Press , then the message
window display “REF” .

I 0.000 )@ [ ABS ld>!i>[:]

2, Press @ E, then the message window display “AB” .
@ [ REF $%@ﬁ>\ @) LEF_AB |

3. Message window displays “LEF_AB” , Press m until “ZERO_AB”

appears in message window.

I | LEF_AB $ 120.000 JE& ZERO_AB

4. Move the machine table to be set zero position piont. then press
[D , X axis will be zeroing . the current position for the absolute

datum zero. the DRO returns normal display state.

(__120.000)83 [ zEroAB )yl 0.000 JE

NOTE: Linear range without reference point location of the user

19
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4.10 Non Linear Error Compensation

First compensation Type ( Linear or Non-Linear) in parameter

setting must be set Non-Linear. Linear scale have a ref point location
and find to the Absolute Reference Point will be enable.
Default Non-Linear compensation : S0.

Example for Y axis:

Step 1: Search the Absolute Reference Point of Scale;

Step 2: Press , then the message window display “COMP X” .

[ 0.000 J&J [ ABS

J

o (7 o

63 [ coMP X |

Step 3: Press @ @, then the massage window display “COMP Y”

l &3 [ COMP X

]

J&J [ comP_Z |

5 @ Eo|
b

Step 4: Press , then the message window display “NUMBER” .
Then input the compensation parameter NUMBER.

( 1 J& [ NUMBER

]

D 0 0 ® 9

Step 5: Press E] E], then message window displays “Y-MSN-1”

which indicates the step is to Non Linear Error Compensation.

20 NUMBER ﬁ>@@ﬁ>[ 0.000 J&J [ Y_MSN1 |
— -0l z) o eo)o Coon Jun §22000
B8REEE ¥ [ Cow = BEREES
Step 6: Input compensation value .
X window display the value of the measurement value.
Y window display the value of the standard value.
Example for the first compensation point:
Measurement value :68.288mm. Standard value: 68.200mm
[ 00.000/0 FRNEEOEEE® | 68. 288 |E
[ 00.000|0 S FNEEOEDO® | 68.200 )

Step 7: After input all parameter, the DRO automatically exit.

20
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200 Groups SDM coordinate

S5+ 200 Groups SDM coordinate

The DRO has three display modes: the absolute mode (ABS),the
incremental mode (INC) and the 200 groups second data memory (SDM
1 - SDM200). ABS datum of the work-piece is set at the beginning and
the 200 groups SDM is set relative to ABS coordinate.

ABS Mode, INC Mode and SdM Mode are specially designed to
provide much more convenience features to the operator to cope with
the batch machining of relative works and the machining of the
workpiece machining dimensions from more than one datum.

Example: The ABS datum is the center point O, the point sdm1,
sdm?2, sdm3, sdm4 needed processing are set as datum of SDM 1 -
SDM 4.

X
[ 0.000 J@ [ SDM1 |
DEREE®
alalololela)

Two ways to set SDM coordinate:
1. Zeroing at the Current Point.
2. Preset datum of SDM coordinate.

5.1 Zeroing at the Current Point
At first set the center point of the work-piece as the origin of the
ABS, then align the TOOL with point SDM1,SDM2,SDM3,SDM4 by
moving the machine table and zero them. It is the position to process
where the “0.000” appears in X window, Y window by moving the
machine table whether in ABS or in SDM coordinate.
Steps:
1. Move worktable to place the TOOL at the center of the workpiece
point O as the datum of ABS. Then zero X axis and Y axis in
SDM 1 ; Zero X axis and Y axis in SDM 2 ; Zero X axis and Y
axis in SDM 3 ; Zero X axis and Y axis in SDM 4.
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2. Set the point sdm1 as the datum of SDM 1. Move the machine
worktable to x = 60.000, y = 45.000. Then proess .

Move worktable '

vJ op|(_0.000 J& [ sow
NOOEE@
[ 00 I8 Gppea

@[]
& T geaaas <,

/

%

2. Set the point sdm1 as the datum of SDM 2. Move the machine
worktable to x = 60.000, y = -45.000. Then proess .

Move worktable '

(a)(v] SDM2 (96 =»|_o.000 J& [ som2
I:> )+ :> ‘ ) (#) [
b ~BBREEE <7 339828
\\

3. Set the point sdm1 as the datum of SDM 3. Move the machine
worktable to x = -60.000, y = -45.000. Then proess .

Move worktable l

@™ SDM3 (0 =p| o000 J& [ soms |

:> (el §E3 ‘ 7] (+) [

b~ BE888E < 0 383938
\\

4, Set the point sdm1 as the datum of SDM 4. Move the machine
worktable to x = -60.000, y = 45.000. Then proess . .

Move worktable l

N SDM4 (96 =H| o000 J@ [ sows
& = oeopesl— 0" & DENOEE
afujojofels) W ulalojolela)

~
5.2 Preset datum of SDM coordinate
There are the same sample as Method 1. First Move the worktable
to place the TOOL exactly at the origin of ABS, secondly Enter the ABS
Mode as follow.
Steps:

1. Move worktable to place the TOOL at the center of the workpiece
point O as the datum of ABS. Then zero X axis and Y axis in SDM 1 ;
Zero X axis and Y axis in SDM 2 ; Zero X axis and Y axis in SDM 3 ;
Zero X axis and Y axis in SDM 4.
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2. Set point sdm1 as the datum of SDM 1. Press @ E], then the
message window display “SDM 1” . Input x = 60.000, y = 45.000.

AEw W &0 6 @ @5 |[(60.000 |6
b 8900 @ Mo ([45.000)0

|
aja)

=6
@&
0®

3. Set point sdm1 as the datum of SDM 2. Press [B @, then the
message window display “SDM 2” . Input x = -60.000, y = 45.000.

e/ ] &F O O @ @ o |60.000 )6
b BEBBEE v *nmme®m o) |45 000

8@
B[&)
0

4. Set point sdm1 as the datum of SDM 3. Press [Z] @, then the
message window display “SDM 3” . Input x = -60.000, y = -45.000.

aEw/ 98 ) FOEEC® 9 [-60. 0000
b BER0RA o ~nm@E@ o [-45.000/@

8@
@B
0®

5. Set point sdm1 as the datum of SDM 4. Press [Z] [z], then the
message window display “SDM 4” . Input x = -60.000, y = 45.000.

DU DEFNEERLD® )

b BBE88E 9 mEe® & ([45.000)M
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6. Sonderfunktion
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Circumference Holes Processing

6.1 Circumference Holes Processing

The Function of PCD Hole positioning on Circumference is used to
distribute arc equally, such as boring hole on flange. The right window
will show the parameter to be defined when selecting PCD Function.
The Parameters to be defined are:

PCD_XY(XZ,YZ) Select place Center position

CENTER Center position

DIA Diameter of circle

NO_HOLE Hole number Ending angl Starting angle
ST ANG Starting angle Hole number Diameter

ED ANG Ending angle

The postion of the hole center are calculated automatically after
input all parameters. Press @ or E] to choose the hole No. and
move the machine table until the “0.000” appears in X window , Y

window, Z window. It is the position to process a table.
Example for the XY place: Machine hole on circumference as the figure

PCD_XY(XZ,YZ) XY

CENTER X=0,000,Y=0.000

DIA 100,000

NO_HOLE 5

ST ANG 30,000

ED ANG 315,000

Y=0. 000

Steps:

1. Set display unit to metric in normal state; Move the machine table
until the machine TOOL is aligned with the center of the ciecle , then
zero X axis ,Y axis.

2. Select plece.

Press , then the message window display “PCD_XY” to the
Circumference Holes Processing. Press E] or B to select XY place.

E> c>El®Elc>[ J@ [_Pcoxy |
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2. Input center position.
Press , then the message window display “CENTER” . X and

Y window displays the formerly preset center position. Input X=0, Y =
0 as follow.

[ 1000.000 J& [ CENTRE ] %) (@ @) c) ([ 0.000 )&
eEEEEY D @ @M

4. Input diameter.

Press E] until “DIA” appears in the message window. X window

despalys the formerly preset diameter. Then input the diameter is
100.000.

%E>i>@@@l 100.00 J@ [ DIA |

5. Input number.

Press E] until “NO_HOLE” appears in the message window.
X window despalys the formerly preset number. Then press in turn

to input number.

%E>$ (0| 5 |@ [ NO_HOLE |

6. Input starting angle.

Press E] until “ST ANG” appears in the message window. X
window despalys the formerly preset the starting angle. Then press
@ in turn to input the starting angle.

%Eﬁ>ﬁ>@ [ 30.000 J@ [ ST ANG ]

7. Input ending angle.
Press E until “ED ANG” appears in the message window. X
window dispalys the formerly preset the ending angle.. Then press

E] in turn to input the ending angle.

26



Machine Translated by Google

Circumference Holes Processing

%Ebtb@[ 315.00 J@ [ ED ANG |

8. Press @ until “NO 1” appears in the message window.

It is the position of the first hole to punch where the “0.000” is
displayed in X window and Y window by moving the machine table.

After finishing the first hole, press @ or @ to change holes number.

| 43.300 |¢) | NO 1 |

i ) SN E REINGD
24.995 |[7) 10006

9. After processing all holes, press to return normal display.
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6.2 Linear Holes Processing
There are two modes to carry out the linear drilling: Length mode
and Step mode.

1.LINE S Step mode Position(+) -counter clockwise
LINEL Length mode

2.STEP Step length Oo
LENGTH Line length

3. ANG Angle

4. NO.HOLE Hole number Negative(-) --counter clockwise

whose centers are attributed equally on one line.

Example :

LINE_L Length mode
LENGTH 60.000

ANG 30.000
NO.HOLE 4
Steps :

1. Select plece.
Press , then the message window display “LINE_XY” to the

Linear Holes Processing. Press @ or @ to select XY place.

E>E>%EE>I JE@ [ LINE_XY |

2. Select Linear Holes mode.

Press , then the message window display “LINE_S” . Press

[Z] or E] to select “LINE_L” .

E>E>%E]:>[ J&@ [ LINE L]

3. Input linear length;
Press , then the message window display “LENGTH” .
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X window despalys the formerly preset the linear length. Press @ @

in turn to input the linear length.

@%@[@ [ 60.000 | [ LENGTH ]E{>%

4. Input angle;
Message window displays “ANG” which indicates the step is to
angle. X window despalys the formerly preset the angle. Press @

in turn to input the angle.

@@@[ 30.000 J@ [ ANG l@%

5. Input number;
Message window displays “ANG” which indicates the step is to

angle. X window despalys the formerly preset the number. Press @ in

turn to input the number.

9%&[ 4D [ NO.HOLE]EI}%

6. Press E until “NO 1” appears in the message window.

It is the position of the first hole to punch where the “0.000” is
displayed in X window and Y window by moving the machine table.
After finishing the first hole, press E] or E] to change holes number.

[ 17.320 | [ NO 2

MW EEE
[ 9.995 |[) ajmpnicefo

7. After processing all holes, press to return normal display.
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6.3 ARC-Verarbeitung
Fir die ARC-Funktion stehen ZWEI Funktionen zur Verfigung: die einfache ARC

Funktion und die glatte R-Funktion - driicken Sie dann pr css um die ARC-Funktion aufzurufen,
@ oder EI zur Auswahl der Smooth ARC-Funktion oder der einfachen
ARC-Funktion.

Bei der Installation werden normalerweise die Koordinaten der Maschine und der

Richtung von X, Y , Z sind wie folgt. Die Arbeitsebene wird als

rechte Abbildung.

Z(+positive Richtung)
Y( +positive Richtung)
i XY plone F
0

(RAD+TL) (RAD+TL ) X (+positive Richtung)

einfache ARC-Funktion:

wenn die Gléatte nicht sehr hoch gefordert ist, der SIMPLE ARC
Die Funktion wird normalerweise fur die Bearbeitung von Bégen verwendet. In der Funktion SIMPLE
Es gibt nur acht Arten von ARC, die zur Bearbeitung verwendet werden. Der Bediener
Wahlen Sie den Typ R und geben Sie die Parameter fir den Radius des Bogens ein )
MAX CUT und auRerer Qrc oder innerer Bogen. Im Allgemeinen kann ein Bogen

bearbeitet durch einen ebenen Schliz T OQOL Oder arc TOOL, der Unterschied zwischen

in verschiedenen Arbeitsebenen, wie im Folgenden gezeigt -

1, EINFACH einfache Verarbeitung
2 TYP1-8 Modus des ARC. 3 _
' [ 1] | 4]
3. SEL_XY(XZ,YZ) Ortauswabien : il
Bogenradius H X
4, RAD Ich trete ein
Werkzeugdurchmesser i i
5y TL IHN
Vorschubschritt
6. MAXIMALER SCHNITT
AuRenbogen und
7y RAD TL _
innerer Bogen

(nur fiir Ort xy)
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ARC Processing

Smooth ARC function :

Provides maximum flexibility in ARC machining, the ARC sector
to be machined by the coordinates of ARC. Very flexible, ARC function
can machine virtually all kinds of ARC, ever the intersected ARC.
Relatively a bit complicated to operate, operator need to calculate and
enter the coordinates of ARC centre, start angle and end angle.

Basic parameter as follow:

1. SMOOTH Mode of the Smooth ARC processing;
2. SEL_XY(YZ, XZ) Select place;
3. CENTER Refer to the position of an center.
4. RAD Radius of the ARC
5. TL_DIA Diameter of the TOOL
6. MAX_CUT Feed step
7. ST_ANG Starting angle
8. ED_ANG Ending angle
9. RAD+TL Outer arc.
RAD-TL Inner arc.

Example 1 for the Simple ARC Processing:
Parameters settings as follow:

SIMPLE Simple mode
TYPE 3

SEL_XY XY

RAD 80.000
TL_DIA 6.000

MAX_CUT 0.500
RAD+TL 1

Steps:
1. Select process mode

Press , then the message window display “SIMPLE” to the

ARC Processing. Press E] or [z] to select mode of the simple, The
message window display “SIMPLE”
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E>Ii> % D J@ [ simPLE |

2. Input the type:
Press until “TYPE” appears in the message window. X-
window despalys the formerly preset the type. Press in turn

E:>E:> B | 3]@ [ TvPE ]

3. Select place
Press until “SEL_XY” appears in the message window.

Press @ or @ to select place to display “SEL_XY” ;

ci>ci>%]®n>[ J@ [ SELXY ]

4. Input radius:

Press [fNT] until “RAD” appears in the message window. X
window despalys the formerly preset the radius of ARC. Press
@ in turn to input the radius.;

@EN 80.000 J@ [ RAD ]r:>%t>

5. Input Diameter of the TOOL
Press @ or @ until “TL DIA” appears in the message
window. X window despalys the formerly preset the Diameter of the
TOOL. Press @ in turn to input the Diameter value;

%EN 6.000 | [ TLDIA ]Eb%:{> D [ MAX CUT |

6. Input Feed step (MAX_CUT);
Press @ or E until “MAX_CUT” appears in the message
window. X window despalys the formerly preset the MAX_CUT. Press

@ D in turn to input the MAX_CUT value;
%BEN 0.500 J@ [ MAX cuT ]E1>%E:>
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7. Select outer arc or inner arc

Press [Z] or[z]

until “RAD-TL” appears in the message

window. Press [Z] or @ to select place to display “RAD+TL” ;

@ o

RAD+TL

v

D M o

0.000 |03
0.000

OO
N0EE0H

8. After inputting all parameters, press the key for machining.

The DRO will display the position of the first point. Retract the
axes until the displays read 0.000, Machine the Arc point by point in
accordance with the display. After finishing the position of the first

point, press @ or E to change position point.

( 0.000 |5 [ NO 1 IE>E][Z]E>I -0.505 | [ NO 2 |
T DB EEOEm MO HB

Press to quit R function any time.

Example 2 for the Simple ARC Processing:
Parameters settings as follow:

SIMPLE
TYPE
SEL_XY
RAD
TL_DIA

MAX_CUT

Steps:

Simple

mode

1. Press , then the message window display “SIMPLE” to the

ARC Processing. Press E] or [z] to select mode of the simple, The
message window display “SIMPLE”
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E(>|E> % D | J@ [ SIMPLE )

2. Input the type:
Press until “TYPE” appears in the message window. X-

window despalys the formerly preset the type. Press in turn

r:>:> D | 3)@ [_TyeE |

3. Select place
Press until “SEL_XZ” appears in the message window.

Press @ or E] to select place to display “SEL_XZ” ;

E>E>%JEJE>[ J8 [ SELXZ ]

4. Input radius:

Press ﬂ until “RAD” appears in the message window. X
window despalys the formerly preset the radius of ARC. Press
@ in turn to input the radius.;

@@dﬂ 80.000 |@ | RAD ]$%©

5. Input Diameter of the TOOL
Press IZ] or E] until “TL DIA” appears in the message
window. X window despalys the formerly preset the Diameter of the
TOOL. Press @ in turn to input the Diameter value;

%EN 6.000 J@ [ TLDIA ]EI>%E>

6. Input Feed step (MAX_CUT);
Press @ or E] until “MAX_CUT” appears in the message
window. X window despalys the formerly preset the MAX CUT. Press

@ G in turn to input the MAX_CUT value;
%BEN 0.500 J@@ [ MAX cUT ]E>{®bt>
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7. After inputting all parameters, press the key for machining.
For 2-axis milling machine table , It is not installed with Z-axis,
please press [Zl or Iz] to simulate position of Z-axis. Press@
simulate moving to the former process, and press E simulate moving

to the next process point.

Z-axis simulate height

XorY axis ]
St startpolng —ooveposition § 8.985 |k [ z-' 0.500 |
for 0.000 Number of dial
1
0 o500 HEWOBEE
é Scale number of dial [ i ]. E] @ E] @

Z-axis simulate height = Number of dial x Z axis Dial + Scale number
of dial

Press to quit R function any time.

Example 3 for the Smooth ARC function:
Parameters settings as follow:

SMOOTH Smooth mode
SEL_XY(YZ,XZ) XY
CENTER X=0,Y=0
RAD 80.000
TL_DIA 6.000
MAX_CUT 0.500
ST_ANG 0.000
ED_ANG 135.000
RAD+TL 1

Steps:

1. Press , then the message window display “SIMPLE” to the

ARC Processing. Press @ or E] to select mode of the simple, The
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message window display “SMOOTH” ; For 3-axis milling machine

table without this step. In second step. Then press :

E>E> % D | J63 [_smooTH |

2. Select place
Message window display “SEL_XY” which indicates the select is

to place. Press E] or E to select place to display “SEL_XY” ;

:>:>%]@c>| J@ [ SELXY |

3. Input center position.
Press , then the message window display “CENTER” . X and
Y window displays the formerly preset center position. Input X=0, Y =

0 as follow.

[ 1000.000](9 [ CENTRE ]E>ﬁ?@ 0 @O ([ 0.000]63

DEEOE0,+n © @

4. Input radius:
Press until “RAD” appears in the message window. X

window despalys the formerly preset the radius of ARC. Press

@ in turn to input the radius.;

gems> [_oom]e w0 ] @ @i ]

5. Input Diameter of the TOOL
Press @ or E] until “TL DIA” appears in the message
window. X window despalys the formerly preset the Diameter of the

TOOL. Press @ in turn to input the Diameter value;

%@]Eb[ 6.000 J@ [ TLDIA ]c>%|:>
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6. Vorschubschritt eingeben (MAX_CUT);

dricken @ oder @

bis UMAX CUT App Autos’?n der Nachricht

Fenster. X Fenster de spa lys die zuvor voreingestellte MAX_CUT. driicken

@ B um wiederum den MAX CUT-Wert einzugeben;

0.500

D |

MAXIMALER SCHNITT

03] 3 =
b

7. Startwinkel eingeben -

=Y a)=
b

driicken @ bis USTANG" im Meldungsfenster erscheint.x

Fenster de spa lys die zuvor voreingestellten Startwinkel - Dann driicken Sie

’ 0 ‘ wiederum zur Eingabe des Startwinkels-

@
B

8 . Endwinkel eingeben -

= I =

b

0.000

o |

ST

driicken @ bis ,UED ANG" im Meldungsfenster erscheint. X

Fenster zeigtq]en zuvor voreingestellten Endwinkel an. Druicken Sie dann

um wiederum den Endwinkel einzugeben-
d>

@
b

9. Wabhlen Sie den auf3eren oder inneren Bogen

Driicken @ oder @

135.00

|

T
[ ED DER

bis "RAD-TL" in der Meldung erscheint

Sie window.press @ oder @ um den Ort fiir die Anzeige von ,RAD+TL" auszuwahlen;

® o
b

10. Nach Eingabe aller Parameter,

2 @ o

0 000 |[)

0 (9 (9

D&
oo

~E
BE

machining.

Die DRO zeigt die Position des ersten Punktes an. Ziehen Sie den

Achsen bis die Anzeigen 0 . 000 anzeigen, Bearbeiten Sie den Bogen Punkt fiir Punkt in

entsprechend der Anzeige. Nach Abschluss der Position des ersten

Punkt, dricken @ oder E um den Positionspunkt zu &ndern.
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[ 83.000 |63

[N 1)

0. 000

NHEG6OE@m
aiajojojain)

DO @
b

([ 82.995 )63 [ N0 2 ]
BEEOBH@D
alalololala

Press to quit ARC function any time.
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6. 4 Schragbearbeitung
Fir die Bearbeitung schréager Stellen stehen zwei Mdglichkeiten zur Verfugung:

A). an der Stelle. b). an der Stelle yz oder Xz;

es missen lediglich folgende Parameter eingegeben werden:

INKL. Xy(xz,yz) Maschinenort xy,yz,0rxz festlegen -
DER Der Neigungswinkel der Schréage-

DORT Der WERKZEUG-Durchmesser -

ST POT Startposition;

ED K_ANN Ende der Veréffentlichung;

Beispiel 1 fir die schrage xy-Position:
wenn die Bearbeitungsebene auf der xy-Ebene liegt, wie das in
Abbildung: Der Neigungswinkel des Werkstiicks sollte kalibriert werden
bevor die schrdge Ebene bearbeitet wird. Daher , an diesem Punkt die

Die Bearbeitung der schrédgen Ebene dient der Kalibrierung der Schiefe -

(%,,@

Verfahren zur Kalibrierung der Schiefe

Platzieren Sie zunachst das Werkstiick im gewiinschten Winkel auf dem Arbeitstisch.
der Schragheit -

1) Geben Sie die Funktion der schragen Ebene

ein. 2) Wéahlen Sie die Funktion der XY-Ebene.

3) Geben Sie den Neigungswinkel ein-

4) Bewegen Sie den Arbeitstisch, bis das Messwerkzeug (z. B. eine Messuhr)
Wenn die auf der Frdsmaschine installierte Ebene die Neigungskalibrierungsebene-beriihrt, wird sie auf Null
gestellt und der Arbeitstisch wird um eine beliebige Distanz in der

Richtung der x-Achse.

5) Verschieben Sie den Arbeitstisch in der Entfernung dery-Achse bis die Anzeige
wird auf Null.
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6) Change the angle of the work piece to make the workpiece touch
the measuring tool and adjust it to zero.
STEPS:
1. Select place
Press , then the message window display “INCL_XY” to the
Oblique Processing. Press [Z] or @ to select place to display
“SEL_XY;

Then press to in next step;

%@g > [ 0.000 Jg [ ANG ]

2. Input the angle of obliquity

The message window display “ANG” , X window dispalys the
formerly preset the angle of obliquity. Press in turn to input
the angle of obliquity .

[ 0.000 )@ ANG )| @B @ | 45000 @ [ ANG |

3. Move the workpiece along the X-Axis until the measuring tool

touches the workpiece adjust it to zero, and move the worktable for
any distance along the X-Axis.

[0.000 )& [ MOVE X_J| = loetrenactine > ([ 50.690 J@ [ MOVE X ]

4. Press , display the value of Y-Axis. Move the workpiece along
the Y-Axis, change the angle of workpiece to make the obliquity-
calibrating plane touch the measuring tool until it turns to zero.
Move the worktable until Y-Axis is displayed as zero.

[ 50.690 |3 [ MOVE X | [ 50.690 |J [ MOVEY |
pEEeea|— U = NEROE@
(0.0 U FRaeaeaas & (50.69%0 B HEaEE®

5. Press to quit oblique function any time.
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Example 2 for the oblique XZ or YZ place:

When the machining plane is on plane XZ or YZ, the function of
TOOL inclination can instruct the operator to machine the oblique
plane step by step.

Procedures for using the function of cutter inclination:

When the machining plane is on plane XZ or YZ, first please
calibrate the obliquity of the primary spindle nose and set the TOOL:

20
INCL_XY(XZ,YZ) INCL_XZ &&=
DIA 10.000 & |0
ST_POT 20.000 '
ED_POT 20.000
STEPS:

1. Press , then the message window display “INCL_XY” to
the oblique Processing. Press @ or E to select place to display

“SEL_XZ; Then press to in next step;

%@@@ o [_o0.000 J@ [ oiaA ]

2. Input The TOOL Diameter
The message window display “DIA” , X window dispalys the

formerly preset the angle of obliquity. Press @ in turn to input

the TOOL Diameter of obliquity . OK, then press @ to in next step;

[ 0.000 J@[ D1A J>F ([ @] | 10.000]@ [ DIA |

3. Input ST_POT;
The message window display “ST_POT” , X and Y window dispalys

the formerly preset the stating position of obliquity. Input X= 0,
Y = -20.000. OK, then press @ to in next step;

[ 0.000 J6J [ ST POT ]C(>C? © @ ([ 0.000]06
HE58g8>rOEERE

@8
(e
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4. Input ED_POT;

The message window display “ED_POT” , X and Y window dispalys

the formerly preset the stating position of obliquity. Input X= 20.000,

Y = 0.000 .

(0000 J& [E POT | %[ @ @ @)
DERpaD >0 B @9

20. 000 |03
0. 000

5. After input all parameter, press the key E] for machining.

For 2-axis milling machine table , It is not installed with Z-axis,
please press [Z] or El to simulate position of Z-axis. Press [Z]

simulate moving to the former process, and press [z] simulate moving

to the next process point.

Z-axis simulate height

XorY axit

Set start point

for 0,000 _move position |/ 1.765]0 [z | 1.765]

Number of dial

]
é [0 1.765|m BEEEOHMN
Scale number of dial i

M@EECW

Z-axis simulate height = Number of dial x Z axis Dial + Scale number

of dial
Press to quit oblique function any time.
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6.5 Slope Processing

This function can calculate the position of everynprocessing point
automatically in processing slope. Only the following parameters need
to be inputted:

XZ,YZ Set machine place YZ, or XZ
ANG The inclination angle XY
7 STEP The slope length

- each time processing

Example 1 for the Slope XZ place;
Step 1. Select place

Press % , then the message window display “XZ” to the slope
Processing. Press [Z] or E] to select place to display “SEL_XY;
Then press to in next step;

%QE> o [_o0.000 J@ [ ANG ]

Step 2. Input the angle of slope

The message window display “ANG” , X window dispalys the
formerly preset the angle of slope. Press @ in turn.

[ 0.000 |@| ANG ||EDcF (@ B[] | 45.000 | [ ANG |

Step 3. Input Z_step;
The message window display “Z STEP” , X window dispalys the

formerly preset the stating position of slope. Input @ E] m in turn.

[ 0.000]@ [ zsTEP || @OEOME)c> | 0.100 |E@ [z STEP |
b

Step 4:Finishing the ALL processing . Press to quit slope

function any time.
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6.6 Chambering Processing

1,FLAT_XY: machine place; 2, DIA:diameter of TOOL; 3, CENTER:
center of the chambering ; 4, SIZE: size of the chambering ;

Figure as follow:

/P"hm——tee— /L

L

ey}

STEPS:

e e

1. Press [} , then the message window display “FLAT_XY” to the

Chambering Processing.

e BLAm]s

2. Inpur DIA of the TOOL;

3. Input the center coordinate;
[ 1000.000](3 [ CENTRE |

DEEUOEE
[ 1000.000/@ HEEEAH

4. Input the size;
[ 1000.000 | | SIZE |

DENOEQ
[ 1000.000 |8 HEEEEH

5. process Chambering;

o [ 0.000 @@ [ DIA |

([ 0.000 |@[ pIA ||o>& (0@ @) cp|[ 10.000 J@ [ DIA ]

oFE © @9
oF0 © @9

SrE [0 [ @ @] (100.00 )0
D0 0 0 @ @ (100,000 )@

0. 000
0. 000

Move the machine until the display of the axis is zero,ie, the

position of the first point. Machine the first point . Display the next

machining point by pressing [Z] or E] .On the completion of
machining, the right window shows OVER. Press@ or @ , the system

will goto the first position for the next workpiece. Press to quit the

Chambering Function.
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6.7 The Tool Diameter Compensation Function
Without TOOL compensation, the operator has to move the TOOL

for an additional distance of the diameter of the TOOL along each side
when machining the four 150 and 100 sides of a workpiece to finish
machining the whole brim. The digital readouts shall automatically
compensate when the TOOL compensation function is enable.
Note: the TOOL compensation is made in the direction of X and Yaxis.

Procedures:

1) . Enter the function of compensating the diameter of the TOOL.

2) . Select one of the (four) preset machining modes.

3). Input the diameter of the TOOL.

4) . Enter machining.

Tool diameter Gam

41
ot v — <
i .

v

9 processing modes

21

Step1: press to enter the TOOL compensation Function. then the
message window display “TYPE” .Press @ .

L1 B[ 1vEe || D& O D 9 J©@ [ _TYPE |
Step 2: input the diameter of the TOOL; Press m @ in turn..

[ 0000 J@[ 0IA J|op& (@M@ @)y 10000 )@ [ DIA |
Step 3: Press E] to the machining Mode.

- 10.000 COMPENS
) DEgO0aa
10.00 I S Rgegam

Machining of 2 side planes can be done by moving the TOOL until X-
Axis is 150.000 and Y-Axis is 100.000.Press the Key [} to quit the

Function.
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The Tool Diameter Compensation Function

6.8 Digital Filter of the Grinding Machine

When machine a work-piece by grinder, the display values quickly
due to the vibration of grinder. User can not see display value clearly.
Grinder DRO provides display value filter function to disable the quake
change of display value.
STEPS:

1. Enter display value filter function.

In normal display state, press to simultaneously, enter display

value filter function.
2. Exit display value filter function;

Press , exit display value filter function;

< )
BE(> @ ABS S B [ B ABS ﬁ

v
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6 . 9 La die Funktion
6.9.1 200 Satze TOOL-Bibliotheken

Es werden immer unterschiedliche WERKZEUGE fur die Bearbeitung unterschiedlicher Teile ben6étigt.

komfortable Bedienung, die La die Digitalanzeigen hat die Funktion der
200 Satze TOOL-Bibliotheken -

Hinweis: Nur wenn die Maschine mit dem Werkzeug-Einstellblock ausgestattet ist, kénnen die 200
Satze Werkzeugbibliotheken verwendet werden.

1. Setzen Sie ein Bezugswerkzeug. Nach der Werkzeugeinstellung, Nullung der X- und Z-Achse,
Nullpunkt der absoluten Koordinate setzen -
2. Bestimmen Sie anhand der Groé3e von TOOL | und datumTOOL die
Position von TOOL relativ zum Nullpunkt der absoluten Koordinate und des Bezugswerkzeugs - AS Abbildung
6-1. Die relative GréRe von TOOL 2 ist AS folgt der x-Achse 25-30=- 5
, Z-Achse 20-10=10 -
3. Speichern Sie die Werkzeugnummer und die GroRe in der Digitalanzeige -

4. Die Anzahl der WERKZEUGE kann beliebig eingegeben werden, die digitalen Anzeigen
zeigt die Position des Werkzeugs zur absoluten Koordinate Null an - Bewegen Sie
bis sowohl die X-Achse als auch die Z-Achse Null anzeigen - 5.

TOOL Libs kdnnen 200 Werkzeugdatensatze speichern.

6. Die TOOL Libs missen im Eréffnungszustand verwendet werden. Die 200 Satze
Rooi Libs kénnen durch kontinuierliches Driicken gedffnet werden zehnmal
bis im rechten Fenster TL - OPEN blinkt und eine Markierung "21" angezeigt wird
links vom rechten Informationsfenster. Die Markierung zeigt die
Der Bediener kann die 200 TOOL-Bibliotheken kontinuierlich einrichten oder iberarbeiten.
Driicken der Taste Zehnmaliges Ausfhren flihrt dazu, dass die 200sets TOOL Libs
geschlossen und im rechten Fenster blinkt TL - CLOSE und die Markierung
verschwinden - wenn die Markierung "21" verschwindet, kdnnen die 200 Satze TOOL Libs

nicht Giberarbeitet werden-

Die Vorgange fir TOOL-Daten und das Aufrufen von TOOL werden wie folgt angezeigt: - Schritt
1: Geben Sie im ABS-Zustand die Daten der 200 TOOL-Bibliotheksséatze ein.

Offnen der 200 Satze TOOL Libs durch anhaltendes Driicken der Taste

Zehnmal erscheint die Markierung " im linken Fenster des rechten

Infofenster.
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Schritt 2: Driicken Sie |T00L] um auf den Eingabestatus zuzugreifen. Daten von Raum 1 eingeben:

1000. 000

TOOL 1

oFE O

1000 000

®
(@) oomerso

mﬁ)

oFD @ B

Schritt 3: TOOL 2 Daten eingeben:

0. 000
0. 000

1000. 000

WERKZEUG 2

©

1000 000

DREEE@
DEEE0E

gl
Segll

mﬁ)

O ®

Schritt 4: Driicken Sie , um mit der Eingabe der Daten des néchsten Werkzeugs fortzufahren.

Nummer und Schlussely kann der Bediener direkt die Sonderfunktion eingeben

Werkzeugdaten.Presse

10 000

Beriihrungen

Nach dem Einrichten der TOOL-Bibliotheken - verwenden Sie die TOOL-Bibliotheken gemaf den

Bei den folgenden Arbeitsgangen montieren Sie zuerst das zweite Werkzeug -

Schritt 5: Zugriff auf den Nutzungsstatus uber PR CSS

(ALL} .Dann pr css

0 1 [ WAHLEN

(1)

NedolTI=Y IE

1 [ WAHLEN

Schritt G: Drucken Sie @ oder @

- Wéhlen Sie die Basisrolle. Driicken Sie dann

0 1 ’I BASE

T

D @ D G

|

BASE

Schritt 7: Druicken Sie

@

Notiz:

wenn das Basiswerkzeug verwendet wird | die Achse kann im ABS-Zustand nicht auf Null gesetzt werden -

wenn die anderen verwendet werden

6.9. 2 Taper-Funktion

um die Funktion zu beenden;

, Die Achse kann nur im Zustand INC auf Null gesetzt werden -

Beim Drehen des Werkstticks mit Kegel kann der Kegel des Werkstticks

in der Verarbeitung gemessen werden;

=1/
A |

S

—
= |

>

N

>
g

>
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Operations :

AS-Abbildung, Kontaktflache A des Werkstlicks mit Hebelanzeigen und
setzt den Zeiger der Hebelanzeige auf Null zuriick -

Schritt 1: Driicken ann die Meldungsanzeige UMEASU" auf die

Papierverarbeitung - Bewegen Sie den Hebel zur Oberflache B, bis der

Hebelanzeigen zeigen auf AS wie folgt;

Bewegen Sie den
= Hebenzege £

b ofa[ufalafo
et i el

[ 4.907 ] [ AUSWERTEN ]

Schritt 2: DrUcken zum Berechnen.

[ 4007 1639 | AUSWERTEN ) E> E>[ 60.000 |03 | WINKEL )

8.500 é] {b 30 .000 a vier vier %
I agihe zoten

Schritt 3: Driicken Sie um die Funktion zu beenden;

6.9 . 3 R/D-Funktion

Fur 2 xes Drehmaschine und 3 Achsen Drehmaschine, Presse % , Der Anzeigemodus
ofx-Achse wird zwischen Radius und Durchmesser umgeschaltet. wenn x-Achse fir
Anzeige von Durchmesser, A markieren Sie "{I erscheint links von rechts
u Informationsfenster, aber wenn X-Achse fiir die Anzeige von ia Meter , die Marke

verschwinden - nur die x-Achse hat die Funktion des Durchmessers / Radius
transformation.
6.9.4Y + Z Funktion ( gilt nur fir : 3 Achsen La the)
Fur 3 Achsen La der Zahler der y-Achse und der Zahler der z-Achse
Kann durch Driicken der Taste zur Anzeige in der Z-Achse hinzugefligt werden 5

dann die Taste C drticken und die y + Z Funktion abbrechen -
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6.10 EDM (spezielle Anpassungsfunktion, wenn Sie kaufen missen, bitte
kontaktieren Sie den Handler zur Anpassung)

1§ Beschreibung: Diese Funktion dient zur Spezialbearbeitung von
Elektroerosive Bearbeitung (EDM). Wenn der eingestellte Zielwert von EDM
Z-Achse ist gleich dem aktuellen Wert, die digitale Anzeige gibt den
Schaltsignal zur Steuerung des EDM, um die Tiefenbearbeitung zu stoppen.

Die Einstellung der Z-Achsenrichtung auf der Digitalanzeige ist in Abb. 1 dargestellt.
d. h. je tiefer die Tiefe ist, desto grof3er ist der Koordinatenwert der Z-Achse
zeigt - seit Beginn der Bearbeitung wird die Tiefe allmahlich grolZer
und Z-Achse.

Die Bearbeitungsrichtung ist je nach eingestellter Z-Achsenrichtung
unterteilt in positive und negative Bearbeitung - wenn die Elektrode
senkt sich und die Bearbeitung erfolgt von oben nach unten, die digitale
Der Anzeigewert erhoht sich, was als positive Bearbeitung (positiv) bezeichnet wird.
Die Einstellung dieser Richtung ist die normale Einstellung-

wenn die Elektrode ASCEnds und die Bearbeitung durchgefiihrt wird
von unten nach oben wird der digitale Anzeigewert kleiner - Der
Die Bearbeitungsrichtung ist die negative Richtung (negativ), die auch als
Negativbearbeitung (siehe Abb. 1)

Die Digitalanzeige bietet aulRerdem weitere Funktionen , SO negativ

Feuerfeste Hohe. Negative Feuerfeste Hohe Funktion ist eine Art von
intelligente Position Follow Check Sicherheitsschutzeinrichtung. Dabei
der Bearbeitung, die Elektrodenoberflache erzeugt den Kohlenstoff
Ansammlungsphanomen. Aufgrund der langen Zeit oder der taglichen Bearbeitung
ohne Pflege, bei der Erzeugung der Kohlenstoffansammlung und
niemand macht die Reinigung, die Elektrode wird langsam entlang der
negative Richtung - sobald die Elektrode den Flussigkeitspegel Uberschreitet, wird sie
fangen haufig Feuer und verursachen Verluste. Diese Funktion ist nur darauf ausgerichtet,
bei diesem Problem. bei der Einstellung einer negativen Feuerschutzhéhe und der
Die erhdhte Hohe der Elektrode Uibersteigt die Hohe zwischen ihr und der
Tiefe der bearbeiteten Oberflache (d. h. negative feuerfeste Hohe), die digitale
Die Anzeige blinkt fiir WQring; gleichzeitig wird die Ausgabe

Signal schaltet EDM automatisch ab, um die Brandgefahr auszuschlief3en -
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220 qi Negativ
I o Feuerfest
- -10 8 Hoéhe
1 [aW Elektrode —‘ /
g —_—
-— 10 R
1 o = 0
bA arbeiten
é Stick / Abbildung 2
—/ // -
v -
Abbildung 1

2. Vorgehensweise:

Eine detaillierte Bearbeitung finden Sie im folgenden Beispiel
1) Vor der Bearbeitung stellen Sie zunéchst jeden Parameter von DEPTH ein

(Bearbeitungstiefe);ERRHIGH(negative feuerfeste Hohe), Bearbeitung
Richtung (POSITIV / NEGATIV); Modus verlassen (AUTO/STOP) und
EDM Relaisausgangsmodus - 2)

Bewegen Sie die Hauptachsenelektrode der Z-Achse, so dass sie den
Werkstlickreferenz - A-Achse auf Null setzen bzw. Wert setzen -

3) Geben Sie EDM-Bearbeitung ein, indem Sie den Schlussel pr css verwenden

4) Auf der X-Achse wird der Zielwert fur die Bearbeitungstiefe angezeigt. Auf der Y-Achse
Anzeigewert war Tiefe. (Der Wert auf der Y-Achse ist der

Wert, dass das Werkstlick bearbeitet wurde Tiefe) Z-Achse wird

Anzeige des Echtzeitwertes der Eigenposition. (Der Wert auf der Z-Achse ist der
Positionswert der Hauptachsenelektrode der Z-Achse.)

5) starten bearbeitung, Z-achse display wert ist allmahlich in der néhe der

Zielwert, undy-Achsen-Anzeigewert ist auch allmé&hlich in der Nahe der

Zielwert. Wenn zu diesem Zeitpunkt die Elektrode wiederholt auf und ab bewegt wird, &ndert
sich der Anzeigewert auf der Z-Achse anschlieRend, aber der Anzeigewert auf der Y-Achse
Wert andert sich nicht, es wird immer die bearbeitete Tiefe angezeigt

value.

6) Wenn der Anzeigewert der Z-Achse dem eingestellten Zielwert entspricht,

Position erreicht Schalter wird ausgeschaltet, EDM wird die Bearbeitung stoppen,
Je nach Einstellung des Betreibers gibt es zwei Arten von Beendigungsmodi:
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a) Automatic Mode:

it will automatically exit from EDM machining status and
recover to the original state before machining;

b) Stop Mode:

It will always stay at the machining interface after finishing

machining, and you should press to exit and back to the

original state.

Operation steps:

The DEPTH (machining Depth), ERRHIGH (Negative fireproof height),
exit Mode, EDM Relay Output Mode and machining direction should
be set.

STEPS:

1. Press o] to enter the EDM Function. Press @ to input
parameters;Press [E] to enter EDM machining state.

2. Input DEPTH ( machining depth). Press the key E] to set the

next parameter.

E>EI>C?@EI>[ 20.000 |& [ DEPTH |

3. input ERRHIGH ( Negative Fireproof Height ) (undefine) .Press the
key [Z] to set the next parameter.

%]Eb (ERRHIGH |2 @B @ &= -150. 000 | 6 [ ERRHIGH |

4. Set machining direction(Positive or Negative). Press n to select
Positive direction. Press @ to select Negative direction. Press the key

[B to set the next parameter.

OB DG O[T J@[ rositv)
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5. Set exit Mode (AUTO Mode or STOP Mode) Press @ to select
AUTO Mode; Press to select STOP Mode ; Press the key @ to set

the next parameter.

%@@E%?EJEN i J© [ stop ]

6. Set the Output Mode (Mode O or Mode 1); (undefine). Press @ to
select Mode O; Press m to select Mode 1.

pile S D@D

—,

Jo [ mobE |

7. Continuously press [B to return EDM for machining. press

to quit the function;

Example 1: positive direction machining ;
Machining is shown as the model chamber as follows

23!

A

1 Electrode

Work
E fj/ piece

B

Positive

STEPS:
1. Touch one side of the workpiece with the TOOL,then press .

zero the Z axis.

([ 1000.000 | @ D & ()| 0.000 @

2\ Press , Setting DEPTH for 20.000; press @ to EDM for
machining;

E>E>C?@c:>[ 20.000 J@ [ DEPTH |

3. Starting machining,




Machine Translated by Google

EDM

Machining depth target value { 20. 000 ] [ EDM RUN ]
Value has been to be depth —-{7 0.000 ]
Self-position real time value —-{— 0.000 ]

Example 2: Negative direction machining
Machining is shown as the model chamber as follows

Work
piece

Negative

Electrode

B
1+ Touch one side of the workpiece with the TOOL,then press ,
zero the Z axis.

([ 1000.000)@ | » & (& » |[__0.000 | @

2. Press , Setting DEPTH for -20.000; press E to EDM for

machining;

E>E>C?[E]@E> (-20.000 | @ DEPTH |

3. Starting machining.

Machining depth target value —-[— 20. 000 ] [ EDM RUN ]
Value has been to be depth —-[— 0.000 ]
Self-position real time value —-F 0.000 ]

Example 3: PCD Function for EDM
PCD Function can access the EDM Function . The operator enters
PCD Function to input parameters for PCD and enter PCD machining

state. At every position for machining, press the key to access the
EDM Function .
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Beim Aufrufen der EDM-Funktion kann der Bediener die Parameter eingeben

fiir Funkenerosion -

Der Betriebsablauf ist wie folgt:

1) PCD-Parameter einstellen (die Einstellung ist die gleiche wie die allgemeine Einstellung
von PCD)

Nach Eingabe aller Parameter und Aufruf des PCD-Bearbeitungsstatus -

Die Position des ersten Lochs wird angezeigt.

2) Driicken um den EDM-Funktionsparameter einzugeben (die Einstellungsmethode ist

Sie die gleiche Taste wie bei der allgemeinen Einstellung des EDM-Parameters); nach Eingabe aller

Parameter, gedriickt halten, wenn die @ um in den EDM-Bearbeitungszustand zu
Bearbeitung abgeschlossen ist, driicken, um wechseln. um die EDM-Funktion zu beenden und

den PCD-Bearbeitungsstatus einzugeben -

3) Im PCD-Bearbeitungszustand driicken Sie [B fur die Position des nachsten Lochs,
OVE die Maschine auf den Anzeigewert 0 , dann pr css Zugang

EDM-Funktion erneut - 4)
Wiederholen Sie Schritt 2 und Schritt 3 fiir die folgenden Bearbeitungspunkte.
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7 Taschenrechner

Der Rechner bietet nicht nur normale mathematische Berechnungen
wie +, - ,» X , 1, es bietet auch trigonometrische Berechnungen wie AS
sunpe | Arc SIN , COS | Bogen-COS | eraunen | Arc TAN SQRT usw.

Die Bedienung ist dieselbe wie bei handelstiblichen Taschenrechnern und einfach zu bedienen.
Rechnerfunktion aufrufen und beenden

Im normalen Anzeigezustand: Driicken Sie R, um chnerfunktion aufzurufen.

im Rechneranzeigezustand: Dricken Sie R, um die erunktion zu verlassen.
Die Rechnerergebnisse werden fiir die ausgewahlten Werte tibertragen.

Wenn die Berechnung abgeschlossen ist und der Anzeigemodus des Rechners auf

Modus 1 , Der Benutzer kann:

Das um das berechnete Ergebnis auf die x-Achse zu Ubertragen; dann wird die x-

Pressefenster zeigt diesen Wert an.

drticken um das berechnete Ergebnis auf die Achse zu Ubertragen; dann

Das Fenster zeigt diesen Wert an.
Das um das berechnete Ergebnis auf die Z-Achse zu lbertragen; dann wird die Z-Achse
Pressefenster zeigt diesen Wert an.

Ubertragen des aktuellen Anzeigewertes im Fenster zum Rechner.

wenn der Rechner Anzeigemodus auf Modus 1 eingestellt ist Der Benutzer kann:

dricken @ um den Anzeigewert im X-Fenster an den Rechner zu Ubertragen;

dricken

driicken um den Anzeigewert im Z-Fenster an den Rechner zu Ubertragen;

um den Anzeigewert im Y-Fenster zu Ubertragen, um r zu berechnen;
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8 Appendix

1. Troubleshooting;:

The following are the preliminary solvents for troubleshooting.

If there is still trouble, Please contact out company or agents for
help.

Troubles

No display

Possible reasons

Powerisn't connected

. Power switch is off.

. The range of power voltage is not right.
. The inner power of Linear Scale is
short.

HWN =

Solvents

1. Check power wire and connect the power
2. Turn on the power switch.
3. The range of voltage is in 80--260V
4. Unplug the connector of linear
scale

One axis is not counting

-

. Replace the linear scale of the other
axis,
.DRO s in special function

N

1. If count is normal, the linear scale
has trouble; If abnormal, the DRO
readouts has trouble.

2. Quit the special function.

Linear scale is not
counting

-

. Reading head is bad for using range
exceeds.
.Aluminum chips is in reading head
of linear scale.
. The span between the reading head
and metal part of linear scale is large.
The metal parts of linear scale is damage.

N

w

1.Repair the linear scale
2. Repair the linear scale
3. Repair the linear scale
4. Repair the linear scale

Counting is error

Shell is poor grounding.

Low precision of machine.

Speed of machine is too rapid.
Precision of linear scale is low.

The resolution of DRO readouts and
the linear scale is not match.

The unit (mm/inch) is not match.

et b e

@ N o>

Setting thelinear compensating is not arrest.
Reading head of the linear scale is damaged.

1. Shellis good grounding.

2.Repair the machine.

3.Reduce the speed of machine.

4. Mount the linear scale again.

5. Set the resolution of the DRO again,
6. Cover the unit of display mm/inch.
7. Reset the linear compensation.

8. Repair the linear scale.

The counting of
the linear scale
is not accurate

. The mounting of linear scale does not demand the
requirement, and the prcision is not adequate.

2.The screw is loosen.

3. Precision of machine is low.

4, The resolution of digital readouts and the linear

scale is not match.

-

. Mount the linear scale again and
level it.

. Lock all fixing screws.

Repair the machine.

Reset the resolution of digital

readouts.

awn

Sometimes the linear|
scale is not counting

1. The small car and steel ball is separated.

2. The glass of reading head is wearied.

3. The glass of reading head of the linear scale
has dirt.

4. The elasticity of the steel wire is not adequate.

Repair the linear scale.
Repair the linear scale.
Repair the linear scale.
Repair the linear scale.

Rl
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2. Specifications of Digital Readout.

1) Supply Voltage range: AC 85V ~ 230 V; 50 ~ 60 Hz

2) Power consumption: 15VA

3) Operating temperature: 0°C-- 50°C

4) Storage temperature: - 30°C-- 70°C

5) Relative humidity: < 90 % (25)

6) Max Coordinate number: 3

7) Readout allowable input signal: TTL square wave
8) Allowable input signal frequency: < 5 M Hz

9) Max resolution of digital display length: 0.01 um

10)Max resolution of digital display angle: 0.0001 / PULSE

3. Instructions

300

[ )0 | )

N OHEEEBE

 l|=——mg888e88

18 =

C )0 "Ae060®
UOECBEL00EE®E

OEEDDP@EM®E

e

\"—,’-”'J/

&

350

sn4
204



Macmnei@ﬁ?%‘ﬂffggeof character output at the data interface

1. X,Y,Z Axis

ﬁ) ® ®@ O @?

® @ ®

Pin | TTL(Standard) Pin | TTL(Standard)
1 1 5V
2 ov 2 ov
3 3 i
4 4 B+
b 5 R+
6 A+ 6

7 5V 7

8 B+ 8

9 R+ 9

For your convenience,
If you buy a digital readout,

The wiring definition of your linear scale must be the same as the 2 definitions in the
above diagram to be universal!
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10,90

8,30 LO+124
(=3
S ol
< e [/ [0.1]F] <|S
~ ~|%
ry .@ (
@ Mo oén ﬁ QL
5,80 5,80
w. 9,50 3 9,50
c \ o 73,00 :
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8,30 Lo+124 (® 2100 ﬂ
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~ 11,00 11,00 ©
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TTL signal Output: EIA-422-A signal Output:

A_[ L[ |
A AL 1L
BL_I L[

| TR
B| I || Bl LI L
| 190 °Phase Difference z _IT1___
. | z LU

1. TECHNICAL PARAMETER

Signal Cycle g i J_ Signal Cycle
T

1.1 SCALING DISTANCE: 0.02 MM (50LINES /MM)

1.2 RESOLUTION: 5pM. 1pM, 0.5uM

1.3 PRECISION: *3pM, *5uM, *15pM/M (20£0.1°C)

1.4 MEASURING RANGE: 30~3000MM

1.5 MOVING SPEED: HIGH-SPEED ENCODER 120 M/MIN (TO BE CUSTOMIZED)
ORDINARY ENCODER 60M/MIN

1.6 POWER SUPPLY: +5V+5%, 80MA

1.7 CABLE LENGTH: STANDARD 3M (SPECIAL LENGTH AVAILABLE ACCORDING TO THE USER'S
NEEDS)X

1.8 WORKING TEMPERATURE: 0~45°C

1.9 PIN DESCRIPTION:

1) APPLICABLE TO: 9 PIN SOCKET EIA-422-A SIGNAL OUTPUT.
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1) Applicable to:

FG”]

5

V 4
OOOJ

p oog

L
\

0

Q//

\9

9 pin socket EIA-422-A signal Output.

Pin
o 1 . 3 4 5 6 7 8 9
Position
Signal A oV B Empty | Z A | +5V B £
Green Orange White .
Color Black FG Green | Red | White |Orange
Black black black
FG: Shield connected to metal casing.
1) Applicable to: 9 pin socket TTL signal Output.
Pin
L 1 2 3 4 B 6 7 8 9
Position
Signal ov Empty A +5V B £
Color Black FG Green | Red | Orange | White

FG: Shield connected to metal casing.
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Lineare Skala
Einbauzeichnungen

65



Machine Translated by Google

10,80

8.%

Installationsmethode:

LO#124

740

10,00

([0}

®|

o | |ITITITIEE

7.40

10,00

10,50

7300

Lovi42

Je.%0 Lov124 (® .
|| 01]F 2 \
i o o
s 1) f ol §
TR = ‘} =
0 O
mm 21,80
100,31 10,00} 60,00
4 80,00 0£0.16
1
ilo
(/To1]A] (/1o 1[A]
®
Standardgrof3e: (Einheit: mm)

Modell ES L1 L2 Modell Lo L1 L2
YE-50 50 174 190 YE{550 550 674 690
YE-100 100 224 240 YE-B00 600 724 740
YE-150 150 274 290 YE-650 64 774 790
YE-200 200 324 340 YE-00 700 824 840
YE-250 250 374 390 YE-750 750 874 890
YE-300 300 424 440 YE-800 800 924 940
YE-350 350 474 490 YE-B50 850 974 990

YE-400 400 524 540 YE-D0O 900 1024 1040

YE-450 450 574 590 YE-P50 950 1074 1090

YE-500 500 624 640 YE-.000 1000 1124 1140

LO: Effektive Messlénge des Linearencoders; L1: Lange des Linearencoders

Befestigungslécher; L2: Gesamtlange des Linearencoders
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Wartung:

1. Der effektive Weg des Linearencoders sollte langer sein als der maximale
Verfahrweg der Werkzeugmaschine. Wenn die Lange nicht ausreicht, ersetzen Sie den Lineargeber
durch einen mit groRerem Hub oder fligen Sie einen Begrenzungsblock an den Maschinen hinzu. Die
Endposition des Lesekopfs vom Ende des Lineargeberkdrpers sollte mindestens 10 mm Abstand

betragen (siehe folgendes Diagramm).

Rechter Tirkopf

r Korper eines FuRBes

Linker Turkopf

Signalkabel
Lesekopf

2. Bei jeder nicht bearbeiteten Oberflache muss auf der Riickseite des Linearencoders eine Unterlegscheibe
platziert oder eine benutzerdefinierte Installationsunterlegscheibe verwendet werden, um die
Stabilitat und Zuverlassigkeit der Verbindung zwischen dem Gitterlineal und der Montageflache sicherzustellen

3. Wenn Sie zum Kalibrieren der Parallelitat des Linearencoders eine Messuhr oder ein ahnliches
Instrument verwenden, muss der Winkel des Seitenkopfes innerhalb von +£30 Grad liegen. Je kleiner

der Winkel, desto besser.

0
(&)
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4. Die Einbaulage des Linearencoders muss direkte Stée durch Eisen vermeiden
Spane, Ol, Wasser und Staub (siehe Abbildung unten). Die Einbauldnge
der L-Platte sollte unter Umstanden so kurz wie méglich sein und

die Kréafteverhaltnisse des Anschraubgrundes mussen beriicksichtigt werden.

0 0 4 o
0
0
0 5 0
0
0
0 9 8 o 0 0 0
0 0
0 )
0 0 o 0

ol 0 0] =——
[o] "~ Jommy

Falsche Installation

(=3

Richtige Installation

5. Zwischen der Staubschutzhille und dem Lineal muss ein Abstand von 0,5 mm oder mehr vorhanden sein
Korper, und vermeiden Sie den Kontakt zwischen der Staubschutzhdille und dem Linealkdrper, wenn

Bewegen des Lesekopfes (siehe unten).

6. Die Gewindetiefe der Installationsschraube muss mindestens 6 Zahne betragen.
Kraft gréRer Teil, wie die Unterstiitzung der Digitalanzeige Meter Regal feste Platte, muss 8 Zahne der
Verriegelungstiefe haben; YE Serie von Skala, die Tiefe des Gewindes
Tiefe der Verriegelungstiefe. Wie die Unterstiitzung der Digitalanzeige Meter Regal fixiert
Platte, muss mehr als 8 Zahne Verriegelungstiefe haben; YE Serie Skala Mit M4 Schrauben

Gewindeschneiden der installierten Montageflache nach dem Entgraten der Oberflache sowie Entfernen von Farbe und Flecken.

(Die folgende Abbildung)

Staubschutzhiille

[/
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7. Bei der Befestigung der Signalleitung miissen alle relevanten Bewegungsdistanzen bertlicksichtigt werden.

Die Befestigungsstelle wird mdéglichst in der Mitte des Hubes platziert und die Uberschussige Signalleitung

mit einem Kabelbinder fixiert.

8. Die Hoheneinstellung der Skala muss so erfolgen, dass die Lange der Skalenmitte die Symmetriepunkte
auf beiden Seiten erreicht. Stellen Sie den Referenzpunkt ein. Bei jeder Skala gilt unabhangig von
der Hohen- oder Hohenrichtung der Einstellbereich: Fur den Skalenkdrper gilt ein Abstand von nicht mehr

als 20 mm von jedem Ende zum Skalenkopf. Fur den Lesekopf gilt zwischen den beiden viereckigen

Referenzflachen (siehe folgende Abbildung).

9. Der Biegeradius der Signalleitung der Skala ist groRer als 60 mm.

0
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10.Standard fir die Installation von Waagen

(1) Standard-Installationsgrundflache (Abbildung 4.8abc, drei Installationsmethoden)
1.Die Installationsflache des Linealkdrpers ist parallel zur Installationsflache des Lesekopfes und die

Parallelitat zwischen den Installationsflachen betragt <0,1 mm

2.Die Installationsflache des Linealkdrpers ist senkrecht zur Installation

Oberflache des Lesekopfes und die Rechtwinkligkeit zwischen den Montageflachen betréagt <0,1 mm

2) Standards fir die Installation des Linealkérpers (Abbildung 4.9, Abbildung 4.10)

1. Héhenrichtung relativ zur Maschinenfiihrung Parallelitat <0,1 mm, maximal nicht mehr als 0,15 mm. In
Bezug auf den Symmetriepunkt gilt: je kleiner, desto besser.

3) Standard fir die Installation des Lesekopfes

1. Der Abstand zwischen dem Lesekopf und der Hohenrichtung des Linealkdrpers betrégt nach der

Installation 0,8-1,6 mm. Ziehen Sie anschlie3end den Polsterblock heraus (Abbildung 4.11).

(o] (o}
a 2. Lesekopf Seite A und Linealkdrper Seite B.
Fehlausrichtung in horizontaler Richtung.
©
™ 0,25+ 0,15 mm
pa
o
(®) O
b 3. Parallelitat des Lesekopfes zur
= Werkzeugmaschine <0,10 mm, maximal darf 0,30 mm
nicht tiberschritten werden

70



Machine Translated by Google

Parameter:

Modle

SNS-3V-YE102024

SNS-3V-YE161838

Rated voltage:

ACB85-230V 50Hz/60Hz

Resolution S um
Number of axles 3
10 inches 16 inches
Range 20 inches 18 inches
24 inches 38 inches
Standardzubehor:

Accessories for digital display meters:

Accessories for grating ruler:

1. Support rod * 1

2. Knife holder plate * 1

3. Transparent watch case * 1

4. Power cord * 1

5. Watch holder * 1

6. Butterfly piece * 2

7.M8* 70 screw™ 1

8. M10 * 55 screw* 1

9. NutM10™*1

10. Nut M8 * 1

11. Nut M5 *1

12. Internal hexagonal screw M5 * 20 * 2
13. Intemal hexagonal screw M5 * 25 * 1
14. M4 * hex socket screw * 4

15. M5 * 10 machine meter screws * 2
16. Washer@ 10 * 1

17. Washer ¢ 8 * 1

18. Washer@ 5*1

19. Rubber washer20*10*1*1

20. Rubberwasher20*10*05 *1
21. Spring washer @ 10 * 1

22. Spring washer @ 8 * 1

23. Spring washer @ 5 * 1

1. Ruler cover * 3

2. Lmounting plate * 4

3.Plug*6

4. Screw pack * 3 bags

Each bag contains:

Internal hexagonal screw M4 * 30 * 4;
Internal hexagonal screw M4 * 12 * 2;
Internal hexagonal screw M4 * 8 * 4:
U-shaped gasket T=0.2mm * 2;
Washer@ 6 * 2;

Washer¢ 5* 2;

Washer ¢ 4 * 6;

Linecard* 2

Dieses Gerat entspricht Teil 15 der FCC-Bestimmungen. Der Betrieb unterliegt den

folgenden beiden Bedingungen: (1) Dieses Gerét darf keine schadlichen Stérungen

verursachen und (2) dieses Gerat muss alle empfangenen Stérungen akzeptieren,

einschlie3lich Stérungen, die einen unerwiinschten Betrieb verursachen kénnen.
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Hersteller: Shanghaimuxinmuyeyouxiangongsi

Adresse: Shuangchenglu 803nong11hao1602A-1609shi, baoshanqu,

Shanghai 200000 CN.

Nach AUS importiert: SIHAO PTY LTD, 1 ROKEVA STREETEASTWOOD NSW
2122 Australien

Importiert in die USA: Sanven Technology Ltd., Suite 250, 9166 Anaheim Place,
Rancho Cucamonga, CA 91730

E-CrossStu GmbH
Vertreter der EG[  npainzer Landstr.69, 60329 Frankfurt am Main.

YH CONSULTING LIMITED.

UK REP C/O YH Consulting Limited Office 147, Centurion House,
London Road, Staines-upon-Thames, Surrey, TW18 4AX

VEVOR

TOUGH TOOLS, HALF PRICE

Technischer Support und E-Garantie-Zertifikat
www.vevor.com/support
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VEVOR

TOUGH TOOLS, HALF PRICE

Supporto tecnico e certificato di garanzia elettronica

Www.vevor.com/support

MANUALE D'USO DEL DISPLAY DRO

MODELLO: SNS-3V-YE102024 E NS-3V-YE161838

continuiamo a impegnarci per fornirvi strumenti a prezzi competitivi.

"salva la meta", "Meta prezzo" o qualsiasi altra espressione simile da noi utilizzata rappresenta solo un
stima del risparmio che potresti ottenere acquistando determinati strumenti con noi rispetto ai principali
marchi top e non significa necessariamente coprire tutte le categorie di strumenti da noi offerti.

ti ricordiamo cortesemente di verificare attentamente quando effettui un ordine con noi se sei

risparmiando effettivamente la meta rispetto ai marchi piti importanti.
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®
VEVOR DISPLAY DRO

TOUGH TOOLS, HALF PRICE

MODELLO: SNS-3V-YE102024 SN{S-3V-YE161838

B @
am
oe
Ba
-0
a

{ )

U J

HAI BISOGNO DI AIUTO? CONTATTACI!

Hai domande sul prodotto? Hai bisogno di supporto tecnico? Non esitare a contattarci
contattaci:

Supporto tecnico e certificato di garanzia elettronica
Www.vevor.com/support

Questa e l'istruzione originale, si prega di leggere tutte le istruzioni del manuale
attentamente prima di operare. VEVOR si riserva una chiara interpretazione del nostro
manuale utente. L'aspetto del prodotto sara soggetto alla

prodotto ricevuto. Ti preghiamo di scusarci se non ti informeremo piu se ci saranno
aggiornamenti tecnologici o software sul nostro prodotto.
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Cari utenti:

Grazie per aver acquistato i display digitali multifunzione della serie -

Le letture digitali sono utilizzate in un‘ampia gamma di applicazioni. Tra queste:

macchine utensili | negli assi di glimentazione, apparecchiature di misurazione e controllo, EDM e stazioni

apparecchi di divisione, utensili di regolazione , di misurazione per

controllo della produzione. Per soddisfare i requisiti di questi

applicazioni, molti encoder possono essere collegati ai display digitali.
Leggere attentamente tutte le istruzioni nel manuale prima dell'uso e

seguirli rigorosamente - conservare il manuale per riferimenti futuri -

attenzione alla sicurezza:

®

PER prevenire scosse elettriche o incendi, umidita o spruzzi diretti

liquido di raffreddamento deve essere evitato. In caso di fumo o particolari
odore dal display digitale, si prega di scollegare la spina di alimentazione
immediatamente, altrimenti potrebbero verificarsi incendi o scosse elettriche.
in tal caso, non tentare di ripararlo, contattare I'azienda o

distributors.

Il display digitale & un dispositivo di misurazione preciso utilizzato con un'ottica
Scala lineare - quando € in uso, se la connessione tra |l

La scala lineare e la lettura digitale sono rotte o danneggiate

esternamente, possono essere rilevati valori di misurazione errati - Pertanto,

I'utente deve fare attenzione.

Non tentare di riparare o modificare il display digitale, altrimenti si verifichera un guasto,

potrebbe verificarsi un guasto o un infortunio. In caso di qualsiasi condizione anomala,
contattare I'azienda o il distributore.

Se la scala lineare ottica utilizzata con la lettura digitale € danneggiata, non utilizzare una
scala lineare di un'altra marca. Poiché le prestazioni, le specifiche e la connessione dei
prodotti di marche diverse possono variare

non essere collegato senza l'istruzione di un tecnico specializzato

personale, altrimenti si verificheranno dei problemi al display digitale.

With the continuous updating of products, if there are changes or
modifiche ai parametri del campione, prevarranno i file casuali e la societa avra il diritto

di interpretazione finale senza preavviso.
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[llustration of Panel and keyboard

THREE AXIS PANEL
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Caption of the keyboard

Keyboard Description

(] [

Keys for axis selection

Zero select axis

Enter +/- sign

)

Enter decimal point

@G GEGE A
gjojajojn

Entry keys for numbers

HEHXNEHE

Operation key (in Calculation function
key)

(TR

Enter or quit calculating state

=
~

Cancel incorrect operation

Calculate inverse trigonometric

Square root

™
= gl =
— =

Confirm operation

=

=
-
=|

Toggles between inch and millimeter
units.

Press when ready to identify a reference
mark.

o
==
-

Function keys for 200 sub datum

ARC cutting function

holes displayed equally on a circle

BliENE

holes displayed equally on a line
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Caption of the keyboard

EN

Calculate trigonometric or Slope
Processing function key

X

Calculate trigonometric or rectangular
inner chamber processing function key

N

Calculate trigonometric or the tool
diameter compensation function key

.
=
v

Toggle between ABS/INC coordinate

Stroll up or down to select

Taper measured function key

Tool library call key

Opens the tool table.( lathe)

EDM function key

Filter display function key

Half a display value of an axis

=l | = =211 M= B
=
EAEEEB@@

Non Linear Error Compensation
function keys
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Parameters settings

3. Parameters settings
3.1 Parameters setup routine entrance.

Press E] to enter initial system and self-check after DRO powers

on in 1 second, then Parameters settings display in the

Parameters window.press [Z] E] to select the item you want to chang.
If you want to quit initial setting, press [B E] until “QUIT”

appears in message window and press. You can also press [Z] to

quit initial setting.

3.2 Parameters Settings Description

3.2.1 Setting the Resolution

Press E] E] until “RESOLUTE” appears in message window;

When selecting the LINEAR encode, the resolution will be set as
follow:
There are 19 types of resolution:

0.01um;0.02um;0.05um;0.10um;0.20um;0.25um;0.50um;1.00um;
2.00um;2.50um;5.00um;10.00um;20.00um;25.00um;50.00um;
100.00um;200.00um;250.00um;500.00um.

Press to change the resolution for X axis;Press to change
the resolution for Y axis;Press to change the resolution for Z axis;

Set the resolution 5.00um to 1.00um for X axis:

[ 5.00J@ [ RESOLUTE Jig\(y) )| 1.00]@
DDROE @  NEROEOE
peEgEe © nlalololelm

When selecting the rotary encode, the resolution will be set as

follow:

Input the rotary encode parameter value .

( 5.00)8 [ RESOLUTE | Amjm me)e)e)mc) [ 5.00)&
O
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Parameters settings

3.2.2 Setting Positive Direction for Counter
Press [Z] E until “ DIRECTE” appears in message window.
Direction ‘O’ means the display value will increase when scale
moves form right to left and decrease when scale moves from left to
right. Direction ‘1’ means the display value will increase when scale
moves form left to right and decrease when scale moves from right to
left.

Press (X to change the Direction for X axis;Press to change

the Direction for Y axis;Press to change the Direction for Z axis; as
follow:

[ 0J& [ DIRECTE gy 16
(] () (g (J () (9
C:::jlm...a@‘® L 0 5@
3.2.3 Toggle Betwween R/D Display Mode

Press E] E] until “R OR D” appears in message window. X

window, Ywindow, Z window displays ‘O’ or ‘1’ separately.

=]
z

@8
0O®
[B]E]

‘0’ is mode R, which means the dispay value equals the actual
measurement. ‘1’ is mode D where the display value equals the

double actual measurement. Press m to change the R/D for X
axis;Press o change the R/D for Y axis;Press to change the
R/D for Z axis; as follow:

( 0J8 [_RORD eyl 1)@ R OR D

DREOE0 mmis el
L YU Eee05 O C— 9 alololal

o
vl

)
Q&)

©)
BE

B
S5

3.2.4 Setting Z axis Dial

Press [Z] E until “Z DIAL” appears in message window.

Z axis dial should be set if Z axis is emulated for 2 axis milling and
only install linear scale for X,Y axis. Z axis dial means the distance the
Z axis travels when screw runs a revolution.



Machine Translated by Google

Parameters settings

Set the Z axis Dial 2.5mm as follow ;

[—RT[ \c{>m@@@af>!@|

3.2.5 Setting the Rotary Radius of the Workpiece
Press @ @ until “RDIUS” appears in message window.
The Rotary rdius type is used perimeter to measure angle.

Input the Rotary Radius parameter value 2000mm as follow:

[ @ (RIS Jomepeonome | 18
NEEODBD
El )

3.2.6 Setting the Angle Display Mode
Press E] E] until “ANG DISP” appears in message window.

Press m to change the angle display mode for X axis;Press m to

change the angle display mode for Y axis;Press to change the angle
display mode for Z axis; Example for X axis:
“0.0000” means the angle mode is Circulating DD;
“0000.0000” means the angle mode is Incremental DD;
“0.00.00” means the angle mode is Circulating DMS;
“0000.00.00” means the angle mode is Incremental DMS;

( 0.0000 (3 [ ANG DISP ]E>E>[oooo.oo.oo] [ ANG DISP |
B OB BEEO® @
— - O I — e

3.2.7 Setting the Baudrate of RS_232 (Special customization function,
if you need to buy, please contact the dealer to customize)

Press @ @ until “BAUDRATE” appears in message window.
Set the Baudrate 115200 as follow ;

[ 9600 )@ [ BAUDRATE Jop (1) (1 (8 @ () () & [C_115200 )@
H
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impostazioni dei parametri

3. 2. 8impostazione abilita o disabilita I'azzeramento assoluto

premere @ @ finché non compare "ABS ZERO" nella finestra dei messaggi-

IL significa che l'operazione di azzeramento ABS e i dati preimpostati saranno
abilitare nello stato di visualizzazione normale -

"1 significa che l'operazione di azzeramento ABS e i dati preimpostati saranno
disabilitare nello stato di visualizzazione normale -

premere per cambiare la modalita di azzeramento assoluto per I'asse x, premere
per cambiare la modalita di azzeramento assoluto per l'asse Y, premere A

cambia la modalita di azzeramento assoluto per I'asse Z; Esempio per l'asse X -

— R e e B
— R o,
Tmogel b C——oe g2UE88

3. 2.9 impostazione della forma assoluta della funzione speciale

premere @ @ finché non compare "ABS ASST" nella finestra dei messaggi-

'o significa che solo il valore della posizione della funzione speciale viene visualizzato nel
operazione di funzione speciale.

1 significa valore di posizione della funzione speciale + valore di posizione ABS &
visualizzare nell'operazione Funzione speciale.

premere per cambiare la modalita assoluta per la funzione speciale

essere impostato come segue:

—| R i 4 O E—]

3. 2.10 impostazione del Calculator Modalita di visualizzazione

premere @ @ finché nel messaggio W non compare "UCCTR MODE" indow

IL mé@mtadcolatrice visualizza il valore in corrispondenza del vento x n@wezzo la  disply:

"1"  calcolatrice visualizza il valore nella finestra dei messaggi nel display;

premere per cambiare la modalita di visualizzazione della calcolatrice verra impostata AS follow

[ 0)@ [crued Mo 1)8

Impostazione della luminosita del display LED, I'impostazione predefinita di fabbrica e solo

3.2.11 impostazione della luminosita del display

"3", piu alto & il parametro, pitl luminosa € la luminosita. premere "xo0" per
impostato, non € consigliabile impostare autonomamente il valore predefinito.
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3.2.12 The linear scale counting frequency setting
The factory default setting is only "12", the higher the parameter,

the lower the counting frequency, press "X0" to set, it is not recommended
that you set the default value yourself.
3.2.13 Setting QUIT: Digital display table parameters quit button.
3.2.14 Setting the type of the DRO.
The type of the DRO will be display on the right window. then press
the key to select the correct type. the following system item will be set:
“MILL-3” means the DRO type is 3-axis milling machine table;
“MILL-2”  means the DRO type is 2-axis milling machine table;
“LATHE-2” means the DRO type is 2-axis lathe table;
“LATHE-3” means the DRO type is 3-axis lathe table;
“GRIND”  means the DRO type is Grind table;
“EDM” means the DRO type is EDM table; (Special customization
function, if you need to buy, please contact the dealer to customize)

8 [ WMILL3 oMo )@ [ MILL_2
3.2.15 Signal Interface Type {b
Message window displays “ SEL AXIS” which indicates the step
is to Sensor input signal mode. Press to change the signal mode
for X axis;Press to change the signal mode for Y axis;Press . to
change the signal mode for Z axis;Example for X axis:
Press to scroll through the Rotary encode type, the Linear

encode type, the Rotary rdius type.
X window displays the Signal type.

“LInER” means the Signal type is linear encode type ;

“EnCOdE “ means the Signal type is Rotary encode type;

“RdAIUS” means the Signal type is Rotary rdius type ;
Example: currently in the linear encode type, to toggle to the Rotary
encode type;

(LINR __]@ E>E>[ENCODE J@ [ SEL AXIS |
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3.2.16 Restore Factory Settings:

Clear all data except DRO type.DRO will load default setup for
parameter.After loading default setup,user must search RI once to
enable resuming ABS dadum function;otherwise to resume the datum
by RI is unable;

Message window displays “ ALL CLR” , press [eNT| and message

windows display “PASSWORD” indicating the operator to input
password; Press 2000 + in turn to load default value;

[ )@ (AL CLR ]E>ﬁ>[ J@ [ CLR OK ]
3.2.17 Shrinkage Ratio enable or disable.
Message window displays “ SRK OFF” to disable Shrinkage rate

function. Press [ENT| to enable Shrinkage rate function in Message
window displays “ SRK ON” :
[ )@ (srk_oFF ]2 Ede) )@ [ _SRK_NO

3.2.18 Setting Compensation Type
Message window displays “ SEL COMP” which indicates the step
is to compensation type. Press m to change the compensation type for X
axis;Press to change the compensation type for Y axis;Press E to
change the compensation type for Z axis;Example for X axis:
Press m to scroll through the not compesation type, the Linear

compesation type, the non-linear compesation type.

“no-CQO” means the compesation type is not compesation type;

“LInE-CO” means the compesation type is linear compesation type.

“non-LinE” means the compesation type is non-linear linear

compesation type;
Example for X axis: currently in the not compesation type, to toggle to

the linear compesation type;

[ NO—CO |6 [ SEL COMP ]c{>ﬁ>[ LINE-CO |09 [ SEL COMP |
= G EENCN D) we - B HEOEHE
ppgog@ O aujojejojo
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3.2.19 Inch display, set the number of digits after the decimal point

In the inch display mode, the number of digits after the decimal
point is set, the factory default digit is "4", press "X0" to set, can be set
according to actual needs.

3.2.20 Setting EDM: it is not recommended that you set the default
value yourself, EDM function, Set the relay off on time.
3.2.21 Setting Linearity Compensation.

Message window displays “ LIN COMP” which indicates the step
is to Linearity Compensation. Compensate the linear error to make
display value equals to standard value.

The calculation of compensation rectifying coefficient:

o (Measurement - Standard value) x 1000.000
Coefficient =

Standard value
Example for X axis:
Measurement 200.020mm
Standard value 200.000mm

Rectifying coefficient= (200.020-200) * 1000 /200 =-0.01mm/m
Input compensation rectifying coefficient 0.01 as follow:
[ 0.000J8 [ LINCOW ] &m0 @O 2
) 028080
888888 U

3.2.22 Setting the Shrinkage Ratio
Press [Z] [z] until “ SHRINK” appears in message window;

Dimensions of the finished product
Shrinkage radio =

Dimensions of the working piece
Set the shrinkage radio 1.005 as follow;

[ 1.000J@ [ SHRINK | &)@ @G ©
gp@ogg &
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4. General Operations;
4.1 Zeroing

Zero the designated axis in normal display state.Zeroing is used to
set the current point as datum point as follow;

key (%[ ==> X axis zero | 0. 000 |
key % > Y axis zero [ 0. 000 ]
key % =>> Z axis zero [ 0. 000 ]

or or will be return to the original data before the reset.

4.2 Preset Data to Designated Axis
Preset a value to current position for a designated axis in normal
display state.

DFDHEDEDDOED
DFNEHEEEDOEE)
[ 76.200|@ | FOEEBRCEEOE: [ 888. 660 )

4.3 Toggle Display Unit between inch and mm

Length can be displayed either in “mm?” (metric) or “inch”
(imperial). Display unit can be toggled between mm and inch.
Example: Display value toggle from mm to inch;

> B D ineh
[ 76.200]@ Y [ 3.0000]@
Example: Display value toggle from inch to mm;

200003 " ™
[ 3.0000]@ U [ 76.200]@

14



Machine Translated by Google

General Operations

4.4 Absolute/Incremental/200 groups SDM

Function: The DRO has 3 coordinate display modes: the absolute
mode (ABS); the incremental mode (INC) and 200 goups
Second Data Mamory (SDM) with the range of 00 to 99.Zero
point of work-piece is set at the origin point of ABS

coordinate. The relative distance between datum of ABS

and SDM remains unchanged when ABS datum is changed.
1. Toggle from ABS to INC coordinate;

( 0.0000 | [ ABS ]

(8 J 0 s J 3 YD)
alalololela

[ 12.000 )6 [ INC ]

DEEEEa
alalololely

3. Toggle from SMD to ABS

( 100.000 /63 [ soMm 1 |

NEOOHGE

4.5 1/2 Function

DE|

12.000 @ |

INC

J

b

UEHOR
alalolols

@
)

2. Toggle from INC to ABS coordinate;

:(>E(>[ 0.000 J03 [ ABS ]

(3 N S N el N S N )

{b ajoxjejojo
coordinate;

c(>t>[ 0.000 (3 [ ABS ]

NEEEEO

¥ noooeg

Function: Set the center of work piece as datum by halving the

displayed value.

Example: Set the center of rectangle as datum as the right figure.

Steps:

1. Touch one side of the workpiece with the TOOL,then zero the X

axis.

25. 400
76. 200

S ey
H
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2, PORTARE I'UTENSILE sul lato opposto del pezzo in lavorazione e toccarlo.
Quindi premere @ + a sua volta per valutare il valore visualizzato sull'asse X.

800. 000 [:> x) |:> 400. 000
76 . 200 I 76 . 200

3y Spostare il tavolo di lavorazione finché non viene visualizzato "o. 000" sull'asse x

finestra. La posizione ¢ il centro del pezzo in lavorazione-
4 . 6 cancella tutti i dati SDM.

In modalita ABs, premere continuamente B dieci volte causera la cancellazione

tutti i dati per 200 set SDM. La finestra Mcsage visualizza USDM
"CLR".

4. 7 Modalita di sospensione
in modalita non ABS, premendo il tasto An spegne tutti i display

e il DRO accede alla modalita di sospensione, quindi premendo questo tasto
di nuovo CAUSE il DRO torna alla modalita di lavoro. Nella modalita di sospensione

Modalita il DRO e ancora in stato di funzionamento e registra effettivamente lo STRUMENTO
movement.

Esempio: in modalita non ABS, per accedere alla modalita sleepin8 premere
il tasto F. In Iité di sospensione, premere il tasto F per uscire

Modalita di sospensione -
4. 8 Memoria di interruzione di corrente.

La memoria viene utilizzata per memorizzare le impostazioni del DRO e della macchina
valori di riferimento quando POWEr € spento.
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4.9 Cerca il punto di riferimento pssoluto della scala

Durante il processo di lavorazione quotidiano, € molto comune che il
la lavorazione non puo essere completata in un turno di lavoro e quindi la
Il DRO deve essere spento dopo il lavoro, altrimenti si verifica un'interruzione di corrente durante
il processo di lavorazione che porta alla perdita del dato del pezzo in lavorazione
(posizione zero del pezzo), il ripristino del dato del pezzo
I'utilizzo di un rilevatore di bordi o di un altro metodo induce inevitabilmente un aumento
lavorazione con precisione perché non e possibile ristabilire la
riferimento del pezzo esattamente nella posizione precedente. PER consentire il
recupero del dato del pezzo in lavorazione in modo estremamente accurato e senza
necessita di ristabilire il dato del pezzo in lavorazione utilizzando un rilevatore di bordi o altri metodi,
Ogni scala lineare ha una posizione del punto di riferimento che é dotata di riferimento
posizione per fornire la funzione di memoria del punto di riferimento.

I principio di funzionamento della funzione di memoria del dato di riferimento € il seguente:

segue.

poiché il punto di riferimento della scala lineare € permanente e fisso, sara
non cambiano né scompaiono mai quando il sistema DRO é spento.
Pertanto, dobbiamo semplicemente memorizzare la distanza tra il punto di riferimento
e il dato del pezzo (posizione zero) nella memoria NON volatile- Quindi
in caso di interruzione di corrente o spegnimento del DRO, possiamo ripristinare
il dato del pezzo (posizione zero) preimpostando lo zero del display
posizione come distanza memorizzata dal punto di riferimento -

Un dato assoluto deve essere impostato quando un pezzo viene lavorato.
Ci sono tre modalita di funzionamento (REFy ABY LEE AB):

Esempio: per memorizzare il dato di lavoro dell'asse X-

Posizione di riferimento dell'asse X
(permanente e fisso)

. U
Scala lineare

———— @ 0

EUHH ezt arasione HHD]

T
dato del pezzo i D istanza tra il riferimento

:

1

(ABS Zero) ' punto e pezzo in lavorazione dati
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Example for REF mode :
1. DRO is set in ABS coordinate. Press , then the message

window display “REF” .
I 0.000)@ [ ABS 2 @ &

—

[ REF |

2. Message window displays “REF” , Press until “FD_REF”

appears in message window.

[ )& (s Jp@o[___0.000)8 [ F0_REF ]

3. Select the axis which need search RI. For instance : selsct X
axis, then press @ . “X_REF” is displayed in message window, and
X axis window flashes.

( 0.000 |6 [ FD REF ]C{>@'i>[ 0.000 JB [ X REF ]
a i L ) N 6 Nt N S N D) I L8 (0 N s N s N ES D)
Nooanae noooHa

4, Move the machine table .The buzzer sounds when RI is searched,
then X window stops flashing and displays the value of the current

position .the DRO returns normal display state. Then message window
displays “FIND_X” .

Example for AB mode :
1. DRO is set in ABS coordinate. Press , then the message
window display “REF” .
( 0.000 J6@ [ ABS Jo) 69 o 0.000)@ | REF |

2. Press [Z] [z] , then the massage window display “AB” .
l )@ [REF @@ [ AB |

3. Message window displays “AB” , Press until “FIND_AB”

appears in message window.
[ [ AB_ )5 @) o) 0.000)@ [__FIND AB]
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4. Select the axis which need search RI. For instance : selsct X axis,
then press [D . “X_REF” is displayed in message window, and X

axis window flashes.

[ 0.000 J& [ FINDAB Jhch|[_0.000 JE [ X AB |
NEHUOBH® OHE0E@
BEEREa SEEbl

5. Move the machine table .The buzzer sounds when RI is searched,

displays the value of the current position for the absolute datum zero.
the DRO returns normal display state. Then message window displays
“FIND_AB” .

Example for LEF_AB mode :
1. DRO is set in A<ns1:XMLFault xmlns:ns1="http://cxf.apache.org/bindings/xformat"><ns1:faultstring xmlns:ns1="http://cxf.apache.org/bindings/xformat">java.lang.OutOfMemoryError: Java heap space</ns1:faultstring></ns1:XMLFault>